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Abstract: The impaction force required to assemble the head and stem components of hip implants
is proven to play a major role in the mechanics of the taper junction. However, it is not clear if
the assembly force could have an effect on fretting wear, which normally occurs at the junction.
In this study, an adaptive finite element model was developed for a CoCr/CoCr head-neck junction
with an angular mismatch of 0.01◦ in order to simulate the fretting wear process and predict the
material loss under various assembly forces and over a high number of gait cycles. The junction
was assembled with 2, 3, 4, and 5 kN and then subjected to 1,025,000 cycles of normal walking gait
loading. The findings showed that material removal due to fretting wear increased when raising the
assembly force. High assembly forces induced greater contact pressures over larger contact regions at
the interface, which, in turn, resulted in more material loss and wear damage to the surface when
compared to lower assembly forces. Although a high assembly force (greater than 4 kN) can further
improve the initial strength and stability of the taper junction, it appears that it also increases the
degree of fretting wear. Further studies are needed to investigate the assembly force in the other taper
designs, angular mismatches, and material combinations.
Keywords: fretting wear; CoCrMo alloys; assembly force; material loss; modular hip implants;
finite element

1. Introduction
Modular junctions are commonly used in orthopaedics, such as the head-neck taper junction in
total hip replacement, to allow flexibility at the time of surgery. The aim is to generate a rigid connection
between the modular components. However, fretting wear occurs due to the small-amplitude relative
motions that occur at the interface under physiological loads in the body. In addition, fretting wear
can remove the passive oxide layer of the metal alloy, and, with the presence of the body fluid,
re-passivation occurs within the small crevice at the junction, which causes fretting corrosion [1,2].
These phenomena produce particulate debris and metal ions, which, in turn, can cause adverse local
tissue reactions and, ultimately, clinical failure [3–5].
The mechanical behavior of the taper connection is dependent on a number of parameters.
The material combination used at the taper [6] and the taper mismatch angle [6–9] can be controlled
by the design and the manufacturing process. The type of the mechanical load as a result of daily
activities can also influence the mechanical behavior of the taper junction [10,11]. Since the components
are assembled intraoperatively, the assembly force is important not only to avoid loosening and
dissociation after implantation [12,13] but also to establish a favorable mechanical environment to
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minimize fretting. There is variation between the manufacturers’ recommendations on how to impact
the femoral head [14], from a single light tap to several sharp hammer blows. The impaction forces
generated by surgeons can vary significantly from approximately 300 N to an excess of 7500 N [15].
To date, the majority of studies [12,16–18] investigating the influence of the assembly force have
focused on the dissociation force as the metric to assess the performance of the taper. Assembly
forces from 2 kN to 15 kN have been investigated and a linear relationship with the dissociation
force has been reported [12,16]. The dissociation force is always lower and varies between 42% [17]
and 91% [18] of the assembly force. Rehmer et al. [12] reported a similar linear relationship between
the assembly force and the twist off torque. Increasing the impaction force has also been shown to
increase the contact area [6,19] and reduce the micro-motion [18,20] between the head and the trunnion.
These studies generally suggest that a high assembly force can achieve a high degree of initial stability
and fixation in the head-neck junction to more reliably withstand mechanical loads of daily activities
without disconnection.
However, very few studies have attempted to address the important question of whether the
assembly force has an influence on the material removal by fretting wear over an extended period.
Bitter et al. [18] developed a combined experimental and finite element (FE) study to analyze the
influence of assembly force (2, 4, and 15 kN) on the fretting wear of a Ti-6Al-4V femoral stem in
contact with a Ti-6Al-4V taper adaptor. Their experimental results showed large standard deviations
in terms of volumetric wear and no significant difference was found between the three tested assembly
forces. However, it was reported that, when increasing the assembly force, the fretting wear reduces
at the taper interface. They also used a simplified FE modelling approach simulating accelerated
fretting (did not incorporate geometry updates to account for material loss). Employing a simplified
version of the Archard equation, they defined a total wear score for the interface using the contact
pressure and relative micro-motion for each contact node. As a major simplification, their model was
not able to track the fretting wear process over several cycles of sliding. No correlation was found
between the predicted wear scores (from the FE analysis) and the experimental volumetric wear [18].
In another FE analysis, English et al. [21] modelled a CoCr head and a titanium neck with a zero
angular mismatch to estimate the material loss and contact pressure at the junction subjected to two
million cycles of walking gait loading. This work was extended to explore the influence of assembly
force, and they reported that higher assembly forces resulted in lower fretting wear [22]. However,
they still used the critical simplification of zero angular mismatch for the junction in the dry condition.
The materials modelled in the previous studies did not include the common combination of CoCr
head and CoCr neck. Furthermore, the existing taper angle mismatch between the head and neck
components has been ignored in the previous fretting wear studies while the angular mismatch has
been found to significantly influence the mechanics of the junction [6,23]. Therefore, it could have a
significant effect on fretting wear as a mechanically driven process. More importantly, the previous FE
simulations have often assumed a dry condition for the contacting materials of the junction. However,
the existence of body fluid at the interface of the junction may control the frictional characteristics and
wear characteristics, which may influence the fretting wear behavior.
This work aims to simulate the fretting wear process and predict the material removal in a
CoCr/CoCr head-neck junction through an adaptive finite element modelling approach. To achieve
more realistic outcomes, the taper junction was modelled to have a distal contact with a real angular
mismatch between the head and neck with the presence of simulated physiological body fluid. The main
research objective was to evaluate the effect of assembly force on the material loss and fretting wear
process in this type of taper junction.
2. Methods
A 3D model of a 32-mm diameter CoCr head with a 12/14 CoCr neck (as per dimensions reported by
Rehmer et al. [12]) was first analyzed under normal walking load profiles [24,25] in order to determine
the most critical plane of the taper junction in terms of two important fretting wear parameters of
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normal contact stress (contact pressure) and micro-motion. An elastic-plastic material model was
model was used for CoCr (ISO 5832-12) with a Young's modulus of 210 GPa, Poisson's ratio of 0.30,
used for CoCr (ISO 5832-12) with a Young’s modulus of 210 GPa, Poisson’s ratio of 0.30, yield stress
yield stress of 910 GPa, ultimate tensile stress of 1350 GPa, and tensile elongation of 15%. The contact
of 910 GPa, ultimate tensile stress of 1350 GPa, and tensile elongation of 15%. The contact pressure
pressure and displacement were retrieved for all the nodes in the contacting regions of the head and
and displacement were retrieved for all the nodes in the contacting regions of the head and neck,
neck, using a Python script, under the maximum force and moment of the loading profile. The
using a Python script, under the maximum force and moment of the loading profile. The relative
relative displacements (micro-motions) of the contacting nodes were then determined using a
displacements (micro-motions) of the contacting nodes were then determined using a MATLAB code.
MATLAB code. The middle plane passing through the superolateral region of the neck was found as
The middle plane passing through the superolateral region of the neck was found as the most critical
the most critical plane to have the largest area of contact pressure (as shown in Figure 1) together
plane to have the largest area of contact pressure (as shown in Figure 1) together with micro-motions.
with micro-motions. This critical plane was then employed for the main 2D fretting wear model that
This critical plane was then employed for the main 2D fretting wear model that will be described next.
will be described next.

Figure 1. (a) A three-dimensional model of a hip joint implant and (b) distribution of contact pressure
Figure 1. (a) A three-dimensional model of a hip joint implant and (b) distribution of contact pressure
(in Pa) in both the head and neck under a normal walking gait loading, which indicates that the
(in Pa) in both the head and neck under a normal walking gait loading, which indicates that the supersuper-lateral region has the largest contacting area with both contact pressures and micro-motions.
lateral region has the largest contacting area with both contact pressures and micro-motions.

2.1. Fretting Wear Model Development
2.1. Fretting Wear Model Development
The Archard wear formulation (Equation (1)) [26] was used in the fretting wear model of this work:
The Archard wear formulation (Equation (1)) [26] was used in the fretting wear model of this
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the form of Equation (2) was to apply the Archard formula to the contacting nodes in the FE model.
For the fretting wear model in the present study, a FORTRAN code was developed to trace and
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positioning of the contacting nodes through the ABAQUS UMESHMOTION subroutine within an
determine the positioning of the contacting nodes through the ABAQUS UMESHMOTION
adaptive meshing constraint.
subroutine within an adaptive meshing constraint.
2.1.1. Verification
2.1.1. Verification
McColl et al. [29] and Ding et al. [28] developed an algorithm based on the Archard equation in
McColl et al. [29] and Ding et al. [28] developed an algorithm based on the Archard equation in
order to simulate fretting wear for a pin-on-disc testing system. They reported surface profiles of the
order to simulate fretting wear for a pin-on-disc testing system. They reported surface profiles of the
disc after various cycles of fretting wear. In order to verify the UMESHMOTION code developed for
disc after various cycles of fretting wear. In order to verify the UMESHMOTION code developed for
the head-neck junction in this study, a pin-on-disc model was first generated to replicate the Ding’s
the head-neck junction in this study, a pin-on-disc model was first generated to replicate the Ding’s
model. This model had a very similar configuration (materials, geometry, element sizes, meshing
model. This model had a very similar configuration (materials, geometry, element sizes, meshing
structure, normal force, and sliding amplitude and frequency). The surface of the disc after the fretting
structure, normal force, and sliding amplitude and frequency). The surface of the disc after the
wear process was evaluated (Figure 2) and compared with the results reported by Ding et al. [28].
fretting wear process was evaluated (Figure 2) and compared with the results reported by Ding et al.
Table 1 provides a comparison between the results of this study and those presented by Ding et al. [28]
[28]. Table 1 provides a comparison between the results of this study and those presented by Ding et
in terms of the width and height of the wear profile for the disc, which shows a very good level of
al. [28] in terms of the width and height of the wear profile for the disc, which shows a very good
agreement and verifies the UMESHMOTION code and its accuracy used in this study.
level of agreement and verifies the UMESHMOTION code and its accuracy used in this study.

Figure 2. The distribution of displacement in the Y-axis (in meters) representing material removal
Figure 2. The distribution of displacement in the Y-axis (in meters) representing material removal
from the surface of the disc under a normal force of 1200 N and a sliding amplitude of 10 µm after
from the surface of the disc under a normal force of 1200 N and a sliding amplitude of 10 µ m after
18,000 cycles of fretting wear.
18,000 cycles of fretting wear.
Table 1. The width and height of the wear profile for the disc after various fretting wear test cycles.
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The most critical plane of the head-neck junction that was previously identified by the 3D FE
2.1.2. Fretting Wear Model for the Head-Neck Taper Junction
analysis was used to develop a 2D fretting wear model for the taper junction. Figure 2 illustrates
most critical
of the head-neck
junction
that
previously
identified by the
3D FE
the meshThe
structure
of the plane
2D head-neck
junction model
and
thewas
profile
of the corresponding
force
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used
develop
a 2D fretting
wear
modeltofor
the
taper junction. Figure 2 illustrates the
components
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normal
walking
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mesh
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the equation
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Archardofwear
(Equation
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wearand
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was determined
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experimental
results reported by
Maruyama et al. [31]. They employed CoCr/CoCr pin-on-disc experiments under various normal
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contact stresses and sliding cycles in a phosphate buffered saline (PBS) condition. From their results
and using the Archard equation, the wear coefficient-to-hardness ratio was determined for nine cases
tested in their study. The nine K values were found to be very close with a maximum difference of
10% from which an average of K = 1.7 × 10−15 Pa−1 was calculated and used for the CoCr/CoCr taper
junction model.
The coefficient of friction between CoCr and CoCr in the PBS condition was also obtained from the
results reported by Maruyama et al. [31]. Their results for different contact stresses and cycles showed
that the friction coefficient becomes constant at 0.60 after approximately 5000 cycles, which was used
in the FE simulations of this work.
The authors’ previous work [23] showed that head-neck taper junctions with distal angular
mismatches have generally a better resistance to fretting wear when compared to junctions with
proximal angular mismatches. Hence, in this paper, a small yet realistic distal angular mismatch (0.01◦ )
was chosen for all the cases in order to investigate the influence of the assembly load.
The adaptive FE simulation was used to simulate the fretting wear process for one million loading
cycles. An adaptive time stepping [28] was used in the simulations with an assumption of constant
wear rate during a certain number of cycles (∆N). After several preliminary simulations, it was found
that ∆N should not be assumed the same for all the periods of loading cycles. Due to the existence
of a very small mismatch angle in the geometry of the interface (distal contact type with an angular
mismatch of 0.01◦ ), large contact pressures were induced over the small contacting area at the first
loading cycles, which showed that care should be taken for the selection of ∆N. During the fretting wear
process, the contacting area expanded gradually, which then reduced the contact pressure. Therefore,
∆N was carefully changed from 50 to 800 loading cycles over the entire fretting wear process. The size
of the elements was refined several times and 0.10 mm was found as the most suitable length of the
element edge in the contact area, which could provide mesh-independent results. Figure 3a shows
that the first layers of the head and neck materials at the interface were meshed with very small
structured quadratic elements. These elements need to be small enough to correctly model the contact
pressure and relative displacement over the contact area. The sublayers were then meshed by free-quad
elements, which allow increased element sizes away from the contact area. The third part of the head
and neck models was again meshed by relatively large structured elements. This meshing structure
considerably reduced the solution time while providing accurate results. To simulate the interaction
between the head and neck, both normal and tangential contact behaviors were defined. Normal
contact was simulated using a surface-to-surface contact algorithm within ABAQUS via the “hard”
contact option. The tangential interaction was modelled with a classical isotropic Coulomb friction
model that was implemented with a stiffness (penalty) method.
The 2D fretting wear model of the CoCr/CoCr taper junction was assembled with four different
assembly forces of 2000 N, 3000 N, 4000 N, and 5000 N. A PYTHON code and a MATLAB code were
developed to report the contact pressures and relative micro-motions at the contact interface, and to
find the material loss in the form of worn area from the surface at various cycles (up to 1,025,000 cycles)
of normal walking gait loading.
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gait
cycle.
(b) profile of corresponding forces in Y and Z axes from the normal walking gait cycle.

3. Results
For the Archard wear equation (Equation (2)), the wear coefficient-to-hardness ratio (K) for the
CoCr/CoCr
head-neck
was determined from a set of experimental results reported by
3.1. Contact
Pressure combination
and Contact Length
Maruyama et al. [31]. They employed CoCr/CoCr pin-on-disc experiments under various normal
As shown in Figure 4, when increasing the assembly force from 2000 N to 5000 N, the contact
contact stresses and sliding cycles in a phosphate buffered saline (PBS) condition. From their results
pressure increased in magnitude over the length of the neck, and the contacting region between the
and using the Archard equation, the wear coefficient-to-hardness ratio was determined for nine cases
head and neck (contact length) also increased toward the proximal side of the neck. This confirms that
tested in their study. The nine K values were found to be very close with a maximum difference of
a higher assembly force can further push the neck into the head, which induces greater normal contact
10% from which an average of K = 1.7 × 10−15 Pa−1 was calculated and used for the CoCr/CoCr taper
forces. Thereby, larger contact pressures and more engagement between the head and neck surfaces
junction model.
(longer contact). As more loading cycles were applied (increase in the number of cycles), the peak
The coefficient of friction between CoCr and CoCr in the PBS condition was also obtained from
contact pressure decreased in magnitude. The maximum magnitude of contact pressure for cases with
the results reported by Maruyama et al. [31]. Their results for different contact stresses and cycles
assembly forces of 2000 N, 3000 N, 4000 N, and 5000 N decreased from 206, 257, 265, and 337 MPa
showed that the friction coefficient becomes constant at 0.60 after approximately 5000 cycles, which
at 25,000 cycles to 169, 243, 258, and 294 MPa at 1,025,000 cycles, respectively, in the super-lateral
was used in the FE simulations of this work.
sector of the neck. These graphs can also help investigate the contact length between the head and
The authors’ previous work [23] showed that head-neck taper junctions with distal angular
neck. Non-zero contact stresses at any region of the surface indicate that there is contact between the
mismatches have generally a better resistance to fretting wear when compared to junctions with
head and neck in that region. After 25,000 cycles, the percentage of the neck, which is in contact with
proximal angular mismatches. Hence, in this paper, a small yet realistic distal angular mismatch
the head for cases with assembly forces of 2000 N, 3000 N, 4000 N, and 5000 N, were 48%, 64%, 75%,
(0.01°) was chosen for all the cases in order to investigate the influence of the assembly load.
and 79%, respectively. These total contact lengths remained nearly constant after 1,000,000 cycles of
The adaptive FE simulation was used to simulate the fretting wear process for one million
fretting wear.
loading cycles. An adaptive time stepping [28] was used in the simulations with an assumption of
constant wear rate during a certain number of cycles (ΔN). After several preliminary simulations, it
was found that ΔN should not be assumed the same for all the periods of loading cycles. Due to the
existence of a very small mismatch angle in the geometry of the interface (distal contact type with an
angular mismatch of 0.01°), large contact pressures were induced over the small contacting area at
the first loading cycles, which showed that care should be taken for the selection of ΔN. During the
fretting wear process, the contacting area expanded gradually, which then reduced the contact
pressure. Therefore, ΔN was carefully changed from 50 to 800 loading cycles over the entire fretting
wear process. The size of the elements was refined several times and 0.10 mm was found as the most
suitable length of the element edge in the contact area, which could provide mesh-independent
results. Figure 3a shows that the first layers of the head and neck materials at the interface were
meshed with very small structured quadratic elements. These elements need to be small enough to
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Figure 4. Variation of normal contact stress over the neck length in both super-lateral and infero-medial
Figure 4. Variation of normal contact stress over the neck length in both super-lateral and inferoFigure
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medial sectors under different assembly forces and after 25,000 and 1,025,000 loading cycles.

3.2. Micro-Motions
3.2. Micro-Motions
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Material removal over the neck length was calculated as the total area under the curve of wear
depth
versus
the neck length in both the super-lateral and infero-medial sectors. This represents the
3.3. Material
Loss
lost area
fromremoval
the original
edges
and infero-medial
ofcurve
the 2D
model. It can be
Material
over the
neck (super-lateral
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as the total areasectors)
under the
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Figurethe
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depth
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Figure
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Increasing
the assembly
force
results
in an
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in theforces
lost and
areaatatdifferent
the taper junction.
cycles were almost equal in both the head and neck. Therefore, this figure only presents the area
For instance, when the assembly force was increased from 2000 N to 5000 N, the area loss increased
losses of the neck.
Increasing the assembly force results in an increase in the lost area at the taper
from
5.28 × 10−3 mm2 to 16.3 × 10−3 mm2 in the neck after 1,025,000 cycles.
junction. For instance, when the assembly force was increased from 2000 N to 5,000 N, the area loss
Figure
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It can be seen that the wear depths in the assembly force of 5000 N (with a maximum the
0.779 µm) was
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4. Discussion
In this work, the fretting wear mechanism and material loss were investigated in a CoCr/CoCr
head-neck junction with a real angular mismatch in a PBS solution and under normal walking gait
loading. The junction was assembled with various forces ranging from 2 kN to 5 kN to represent
low-to-high impaction forces applied by surgeons in practice. The area loss from the edges of the
most critical plane of the junction (as an indicator of material loss in the junction) showed a linearly
increasing pattern over the fretting wear cycles. This could help estimate the degree of material loss
after several million cycles of fretting wear.
The results of this work revealed that contact pressure, contact length, and relative micro-motion
at the interface of the junction are the key parameters that can influence the material loss caused
by fretting wear. Figure 5 showed that, when increasing the assembly force, relative micro-motion
between the head and neck components reduces considerably, which offers more stability to the
junction. According to the Archard equation, wear is proportional to both the contact pressure and
relative micro-motion (amplitude of sliding). Even though the relative micro-motions decrease in
the firmly assembled junctions, the significant increase in the contact pressure (induced over greater
contact regions) leads to a net increase in fretting wear and, consequently, material removal. The results
showed that a higher assembly force can induce a longer contact at the interface. This can extend
the surface on which fretting wear is to occur and can, therefore, increase the extent of material
removal. As shown in Figure 6a (for the studied taper design and material combination), increasing
the assembly force results in more material loss. This is in contrast with the English’s results [22]
where higher assembly forces were reported to reduce fretting wear. On the other hand, Bitter’s
experimental results [18] showed no rational relation between the assembly force and the volumetric
wear. The wear volume reduced when increasing the assembly force from 2 kN to 4 kN, and then
slightly increased when increasing the assembly force from 4 kN to 15 kN. They found large standard
deviations in their wear volume results (no significant difference between the three tested assembly
forces). Bitter’s FE simulations were too simplified and did not incorporate geometry updates to
account for material loss due to the process of fretting wear. One immediate difference between the
two previously mentioned studies and the present work is the material combination. In this study,
the material combination is CoCr/CoCr, while they used CoCr/Ti and Ti/Ti combinations. Material
properties, particularly the modulus of elasticity, can influence the behavior of the contact, especially
the relative micro-motion. The angular mismatch within the junction is the major difference between
the present work and their studies. The authors have previously shown that the existence of angular
mismatch has a significant effect on the contact length, contact pressure, relative micro-motion, and,
accordingly, the wear damage [23]. In English’s model, zero mismatch was assumed between the
head and neck taper angles. Therefore, the contact length would always be constant (due to having
no angular mismatch).Furthermore, increasing the assembly force reduces the relative micro-motion
at the head-neck interface, which, in turn, reduces the amount of material loss. However, in this
work, the contact between the head and neck is not perfect. Therefore, increasing the assembly force
increases the contact length in the head-neck junction, which results in increasing the material loss.
Bitter’s et al. [18] did not mention if there was an actual angular mismatch in their head-neck samples.
Therefore, valid statements cannot be made to directly compare and discuss their results with those of
this study in terms of the mismatch angle’s influence.
Assembly force, as an intraoperative surgical parameter, can play an important role in the
fretting wear damage to the head and neck components. This study was developed for a particular
design including a CoCr/CoCr material combination with a distal angular mismatch of 0.01◦ . This,
together with the contradicting results reported previously [18,23], may suggest that further research
is required to investigate the influence of the assembly force on the fretting wear behavior, considering
various angular mismatches as well as different material combinations and loading profiles of other
daily activities before making a certain suggestion to clinicians in terms of a recommended force for
assembling head-neck taper junctions. Moreover, fretting corrosion in the head-neck taper junction is a
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combination of mechanical fretting wear and electro-chemical corrosion processes. The scope of this
study was to investigate the influence of assembly force (as a mechanical parameter) on the material
loss at the head-neck junction of hip implants. Hence, the model was developed to simulate only the
mechanical fretting wear process in the junction. However, corrosion can play an important role in
the behavior of the contact and, thus, the amount of material loss. The authors of this study have
developed a new adaptive finite element model to simulate fretting corrosion at metallic interfaces [30].
This model has been successfully used to simulate fretting corrosion for only a simple geometry.
Further research is required to use this new and complex model to simulate fretting wear corrosion in
head-neck taper junctions.
5. Conclusions
High assembly forces reduce the relative micro-motions between the head and neck at the taper
junction. However, they can also increase the contact pressures and the contact region at the interface,
which, in turn, may intensify the fretting wear process and, consequently, increased material removal.
The results of this study showed that the effect of the last two parameters (contact pressure and contact
length) was more dominant in wearing out the surface of the studied CoCr/CoCr junction with a
taper angle mismatch of 0.01◦ . Hence, when increasing the assembly force, the degree of material loss
increased for this particular design and material combination of the junction studied in this work.
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