J. Serb. Chem. Soc. 65(12)963-974(2000) UDC 66.047:621.43.013.6
JSCS-2823 Original scientific paper

Drying of suspension and pastes in fluidized bed of
inert particles

7ZELJKO B. GRBAVCIC,! ZORANA LJ. ARSENIJEVIC? and RADMILA V.
GARIC-GRULOVIC?

Faculty of Technology and Metallurgy, University of Belgrade and *Institute of Chemistry Tech-
nology and Metallurgy, Belgrade, Yugoslavia

(Received 11 July, revised 19 September 2000)

A fluid bed dryer with inert particles was used for the drying of suspensions and
pastes. The effects of the operating conditions on the dryer throughput and on the prod-
uct quality were investigated. Experiments were performed in a cylindrical column 215
mm in diameter and 1200 mm in height with 0.925 mm diameter glass spheres as the
fluidizing media. Cineb fungicide, copper hydroxide and pure water were used as the
feed material. With respect to the main efficiency criteria, i.e., specific water evapora-
tion rate, specific heat consumption and specific air consumption, a fluid bed dryer with
inert particles represents a very attractive alternative to other drying technologies. A
high drying efficiency results from the large contact area and from the large temperature
difference between the inlet and outlet air. A rapid mixing of the particles, due to
aggregative fluidization and mechanical agitation, leads to nearly isothermal conditions
throughout the bed. In our experiments, suspensions and very dense pastes were suc-
cessfully treated. Suspension and product hold-up in the bed varies between 6 and 8 %
by mass and a product with the same particle size as the raw material is obtained.
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INTRODUCTION

Many processes in the chemical, pharmaceutical and food processing industries
involve the drying of solutions, suspensions and pastes. This unit operation is the most
energy consuming industrial operation. Although there are hundreds of variants actu-
ally used in drying, research efforts all over the world are associated with the develop-
ment of more sophisticated systems. In general, the trends in drying technology are as-
sociated with higher energy efficiency, enhanced drying rates and the development of
more compact dryers, better control for enhanced quality and optimal capacity, devel-
opments of multi-processing units (for example filter-dryer), ezc. Mujumdar! pointed
out that numerous new or improved drying technologies are currently at various stages
of development. Particularly, with respect to the drying of solutions, suspensions and
pastes, the use of fluidized, spouted, vibrofluidized and agitated beds of inert particles
will became very important alternatives to the classic drying technologies.
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An efficient drying system should meet several conditions: high values of heat
and mass transfer coefficients, high contact area, high input of heat carrier gas, uniform
temperature distribution over the drying chamber, the use of concentrated suspensions
(as high as possible) in order to minimize the amount of water to be evaporated and the
use of a high inlet air temperature, as high as possible. However, many of these condi-
tions are conflict with each other. The only drying concept that meets the majority of the
mentioned conditions is drying in an agitated bed of inert particles. Several systems
(fluidized, spouted, spout-fluidized and different modifications) are at various stages of
development.1-7
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Drying of suspensions or pastes in a fluidized bed of inert particles

A schematic diagram of the proposed drying system is given in Fig. 1. The feed
material is directly supplied into the column where the inert particles are fluidized by
hot air. The product is separated from the exhaust air by a cyclone and/or bag filter. The
drying mechanism depends of the feed slurry density and consistency, as illustrated
shematically in Fig. 2. If the feed is a relatively dilute slurry (suspension) the drying
mechanism consist of three steps, which occur simultaneously in the different regions
of the bed. The charged suspension forms films which adhere to the surface of the inert
particles. Because of the very large surface area of the inert particles and the intensive
fluidization the moisture is removed in a very short time. The solids remaining on the
surface of the inert particles are peeled off by friction and collision. Finally, the product
powder is elutrated from the inert bed with the exhaust air. If the feed is a dense slurry
(paste) then wet paste aggregates fluidize together with the inert particles. During the
drying process the size of the aggregates decreaes due to the elutration of dried particles
from the surface. Note that a typicall dry particle is about two orders of magnitude
smaller than the inert particles in the bed. In our system, a mechanical mixer of the
fluidized inert particles additionally prevents the formation of large aggregates. Due to
the rapid mixing of the inert particles during fluidization and mechanical mixing, the
bed temperature is approximately uniform.

EXPERIMENTAL

The drying system is schematically shown in Fig. 3. The drying chamber is a cylindrical column
D. =215 mm i.d. in the lower part and 320 mm i.d. in the upper part. The overall column height is 1200
mm, where the effective column height (above the distributor) is 900 mm. The inert particles are glass
spheres with a mean diameter dj, = 0.925 mm and a density 2620 kg/m?3. The inert bed mass is 4.52 kg and
the static bed height is H,= 80 mm. The total inert particle area is 11.12 m2. The minimum fluidization ve-
locity was determined at ambient air temperature using standard procedure (U,g = 0.61 m/s).
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Fig. 3. Schematic diagram of the drying system: (1 — tank, 2 — agitator, 3 — pump, 4 — air heater, 5 —

fluidization column, 5a — mechanical mixer, 5Sb — venturi tube, 5c¢ — distributor, 6 — cyclone, 7 — bag

filter, 8 — product containers, 9 — scrubber, 9a — nozzle, 9b — packing, 10 — blower, FI — flowrate in-
dicator, PI — pressure indicator, TIC — temperature indication and control).
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In order to prevent particle agglomeration, the bed is equipped with a mechanical mixer (=100
rpm). The product is separated from the air in a subsequent step by a cyclone and bag filter. Before
leaving the system, the air is passed through a packed bed scrubber. The system is equipped with a
tank for the slurry with an agitator and with a peristaltic pump as the feeding device. A temperature
controller TIC1 maintains the inlet air temperature at the desired level. A thermocontroller TIC2,
which is situated 0.5 m above the bed and is connected with a feeding pump, serves to keep the drying
temperature constant. Thermocontroller TIC3, which is also placed 0.5 m above the bed, is set at a
temperature which is 20 °C above the drying temperature (TIC2 +20 °C). Its role is to prevent over-
heating of the bed, in the case of feed pump failure, by introducing pure water into the system. The
feeding line is connected with a Venturi tube placed about 100 mm above the dynamic bed height. The
role of the Venturi tube is to disperse the feed slurry into small droplets or aggregates.

During the experiments, the inlet air temperature and drying temperature were continuously
recorded using a PC and data acquisition system.

Two groups of experiments were conducted. In the first group the feed was water, while in the
second group the feed suspensions were CINEB fungicide [(CH,~NH-CS,),—Zn] and copper hy-
droxide [(Cu(OH),].

RESULTS AND DISCUSSION

The drying tests were performed continuously. For all runs, the desired air flowrate
and air inlet temperature (TIC1) were selected. When the temperature above the bed (dry-
ing temperature) reached the set value (TIC2), the feeding process was begun. In the fur-
ther process the drying temperature was constant since the thermocontroller TIC2 con-
trols the feeding pump. The full stationary state was reached after several minutes since
inlet air temperature had reached the set value TIC1. The system was very stable since
during the operation the temperature variations were less than 2 °C, as illustrated in Fig. 4.
In all experiments the water contents in the suspension varied between x = 0.65 and x =
0.75 kgn,o/kgsus- Several runs with copper hydroxide were conducted using much
smaller water contents (x = 0.4 and x = 0.6 kgp,0/kggys) so that in these runs the feed ma-
terial was a very dense paste. Each suspension was characterized by the water content,
density and particle size distribution, while each dried sample was characterized by the
residual water content and particle size analysis. Additionally, when the feed slurry was
cineb the active matter content was also analyzed before and after drying.

For the runs where the feed suspension was water, the minimum bed temperature
was about 35 °C (at a constant air flowrate and inlet air temperature). A further increase
in the feed water flowrate, i.e., decrease in the bed temperature, lead to agglomeration
of'the inert particles, causing very poor fluidization. For the runs were the feed material
was cineb fungicide and copper hydroxide, the bed temperature was varied between 65
and 115 °C. Decreasing the bed temperature below about 60 °C increased the residual
water content in the dried product, while bed temperatures above 115 °C may lead to
damage of the active matter.

The specific water evaporation rate (kgy,o/m? h) (feed - pure water) as a function
of the temperature difference (7gj — Tge), where T and Ty are the inlet and outlet air
temperature, respectively, are given in Fig. 5. It can be seen that the evaporation for a
fixed gas veloxity is directly proportional to the temperature difference. The highest
evaporation rate in the performed runs was 647 kgy,o/m?-h with a superficial air veloc-
ity (calculated at 20 °C) of Up = 2.03 m/s, at inlet air temperature of 7gj = 245 °C and at
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exitair temperature of 7ge = 67 °C. The specific heat consumption, calculated on the ba-
sis of both the temperature differences AT = Ty — Tge and AT, = Ty — To, where T rep-
resents the ambient temperature, is given in Fig. 6. As can be seen, the specific heat con-
sumption g (based on A77) is approximately independent of the drying conditions and it
is slightly above the latent heat of water evaporation. The specific consumption g’
(based on AT>) decreases as the temperature difference increases, indicating that over-
all system efficiency increases with increasing inlet air temperature. The specific air
consumption (kg/kgHzO) decreases with increasing temperature difference A77, as can
be seen from Fig. 7. It can also be seen that the data from 51 runs follow the same line.
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The corresponding diagrams for the runs where the suspension was cineb fungi-
cide are shown in Figs. 8, 9 and 10. The data scattering in these runs was higher due to
the fact that the suspension flowrate was not absolutely constant, since the suspension
had a tendency of settling in the feed line. However, in principal, the same conclusion
can be drawn from these plots.
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The axial temperature variation in the bed during the drying of copper hydroxide
is given in Fig. 11. The thermocouples were placed at the distance of 10 mm from the
bed wall. As can be seen, the bed temperature rapidly decreases above bed distributor
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approaching a nearly constant temperature over the major portion of the bed. In this run
the inlet air temperature was Tgj = 227 °C. In all the experiments the product had the
same particle size as the raw material, due to the effect of collision and friction between
the fluidized inert particles. Consequently, for the final formulation of this fungicide, an
additional grinding step is unnecessary. Suspension and product hold-up in the bed var-
ies between 6 and 8 % by mass.

For all the runs, the residual water content in the product as well as the content of
the active matter were at the desired level. It is important to note that the content of ac-
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tive matter for the cineb fungicide was at least 3 % higher than the corresponding con-
tent obtained by drying in an ordinary tunnel dryer. The drying time in a tunnel dryer is
48 hat 80 °C, while the nominal residence time of the drying particles in a fluidized bed
is about 2 min. Table I gives the basic drying parameters for a typical drying run of

cineb fungicide (x = 0.7 kgn,0/kgsus)-
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TABLE I Typical drying run of cineb fungicide (x = 0.7 kgo/kgsus)-

Air flowrate (20 °C)/m3/h Vo 270
Superficial air velocity (20 °C)/m/s U 2.1
Inlet air temperature/°C Tyi 195
Exit air temperature/°C Tye 67
Bed pressure drop/Pa AP 1980
Bed expansion/% H/H, 250
Suspension flowrate/kgg,s/h Geus 25.5
Water flowrate (in suspension)/kgyy,o/h G0 17.8
Dry matter production/kgg,,,/h Gam 7.64
Specific rate of water evaporation/lq;Hz()/m2 h W0 491.4
Specific air consumption/kg/kgp,o N4 18.1
Specific heat consmption (based on T — Tge)/kI/kgp,0 q 2405
Specific heat consumption (based on Ty; — Ty)/kl/kgp,0 q’ 3250
Water content in the product/% s 0.78
Suspension and product hold-up in the bed/% h 7.1

MATHEMATICAL MODEL

Theoretically, the water evaporation capacity can be determined from the overall
heat balance:

G\)CV(Tgi_Tge) = decdm(Tge_TO) + GHZO[CH2O(Tge_T0) + VH20]+Qg (1)

where G, —air mass flowrate, G4, —mass flowrate of dry matter, Gy,0 — water mass
flowrate, ry,0— latent heat of water evaporation and Qg — heat losses. Since

Gsus = Ggm + GHZO )

and if the water content is defined as x = G,/ Ggys, it follows that G4 = (1 —x)Ggys
= [(1 — x)/x]Gn,0. Using these relationships, Eq. (1) becomes
_GHQO _ 1 Gvcv(Tgi_Tge)_Qg 3)
Who = =—

A 4. 1A _x)/x] Cdm(Tge _T0)+CH2O(Tge _TO)+rH20

where W0 is the specific rate of water evaporation and A is column cross-sectional
area. For a fixed geometry of the fludized bed (4.), the air flowrate, i.e., superficial air
velocity, follows from the fluid bed mechanics® and usually should be (3 + 4) times
higher than minimum fluidization velocity (Upp). Since the drying temperature (7ge) is
selected according to the thermal stability of the drying material, Eq. (3) gives the sim-
ple relationship between inlet air temperature (7) and evaporation capacity (Gp,0)-

A comparison between experimental and calculated values of Wy,0, using an es-
timated value of cgy, =1200 kJ/kg °C, is shown in Fig. 12. As can be seen, the agreement
is very good, although the calculated values are systematically slightly higher than the
experimental ones (4 % on average) due to the fact that heat losses were neglected in the
calculations.
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CONCLUSIONS

The drying of solutions, suspensions and pastes in a fluidized bed of inert parti-
cles is a simple and very effective technique for all materials that do not adhere to the in-
ert particles. This drying concept has some important advantages compared to other
drying systems, such as: higher capacity per unit volume of the dryer, lower energy con-
sumption and lower specific air consumption. The high drying efficiency results from
the large contact area and from the large temperature difference between the inlet and
outlet air. The rapid mixing of the particles, due to the aggregative fluidization and me-
chanical agitation, leads to nearly isothermal conditions throughout the bed. In our ex-
periments suspensions and very dense pastes were successfully treated. The suspension
and product hold-up in the bed varies between 6 and 8 % by mass and the dried product
has the same particle size as raw material.

Acknowledgment: The financial support of the Research Council of Serbia is gratefully ac-
knowledged.

LIST OF SYMBOLS

A, — cross-sectional area of the column, m?

C4m — Specific heat of dry matter, kJ/kg °C
cHa0 — specific heat of water, kl/kg °C

¢y — specific heat of air, kJ/kg °C

d,, — inert particle diameter, m

D, — column diameter, m

Gym — mass flowrate of dry matter, kg/s
Gy,0 — water mass flowrate, kg/s

Ggys — suspension flowrate, kg/s
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G, — air mass flowrate, kg/s

h — suspension and product hold-up in the bed, %

H,y — static bed height, m

H — dynamic bed height, m

AP — bed pressure drop, Pa

¢ — specific heat consumption, based on Tj; — Tge, kJ/kgHzo
g - specific heat consumption, based on Ty; — T, ki/kgy 50
O, — heat losses, kl/s

7,0 — latent heat of water evaporization, kJ/kgy,o

s — product moisture content, %

SV — specific air consumption (G,/Gy,0), kg/kgm,o

Tgi — inlet air temperature, °C

Tge — outlet air temperature, °C

Ty — ambient temperature, °C

U — superficial fluid velocity (at 7)), m/s

V, — air flowrate (at Ty), m3/s

Wh,0 — specific evaporation rate of water (=Gy,0/4.), kg/m?s
x — water content in the suspension (Gy,0/Ggys), kg/kg

z — vertical coordinate, m

U3BOJ

CYHEWBE CYCIIEH3UJA U ITACTA Y ®JIYUIM30BAHOM Cl10JY MHEPTHOI'
MATEPUJAITA

XKEJbKO B. TPBABUNER', 30PAHA Jb. APCEHUJEBUR’ u PATIMUIIA B. TAPUR-TPYJIOBUR?

1 _ I i S 2 I P S
Texnonoutko-meitianypuiku gaxyaitieii, Ynusep3auitieiti y beozpady u “HMuciiuiliyiii 3a Xxemujy, eXHoA0ZuUjy u
wmetaaypzujy, Beozpao

W3BpiieHu cy ornefy cyllemwa CycleH3tja U NacTa y (uynau30BaHOM CII0jy UHEPTHOT
MaTepyjana. VicnuTuBaH je yTulaj oepaTUBHUX yCJIOBA HA KaNalUTeT CyHIMOHUKA ¥ KBAIUTET
npoaykTa. ExciepuMeHTH ¢y U3BpILIEHU Y HUIXHAPUIHO] KOJIOHY IpeyHrKa 215 mm u BUCHHE
1200 mm. Kao nneprHe dhaynpuzoBane yectuie KopuirheHe cy crakiene cepe npeunuka 0.925
mm. Tperupane cy cycnensuje nuHe6 pyHrunuaa, 6akap XUApoKcHia Kao ¥ YUCTa Boja. Y
OJHOCY Ha OCHOBHE KpHTepujyMe e(UKACHOCTH, Tj. y HMOIJEAy cIelu(uIHe UCIapibUBOCTH,
crienuuIHe NOTPOLIHE TOINIOTE U ClelUUIHe TOTPOLILE BasAyXa CUCTEM CyIIeHmha Y (uyn-
JM30BAaHOM CJIOjy MHEPTOr MaTepyjana IIPeCTaB/ba BPJIO aTPAaKTUBHY alTEPHATUBY OCTaIUM
TeXHUKaMa Cylllema. Biucoka e(uKacHOCT Cylliemha MOCIENUIA j€ BEUKE KOHTAKTHE NOBPIINHE
1 BENUKE pa3luKe TeMIepaTypa usMeby ynasHOr U M3Ja3HOr Ba3ayxa. MIHTeH3MBHO Melllame
MHEPTHHX YECTULA YCIIe]] arperaTuBHe (uyuan3anyje 1 MEXaHHIKOT MEIllaba IMa 3a IOCTIE ULy
IpUOIMKHO PAaBHOMEPHY TEMIIEPATYPY 11O LENIOM BOIYMEHY ClIOja. Y HAllMM OIJIefnMa ycIie-
LIHO Cy TPeTUPaHe PEeTKe CycleHs3uje U BpJIo rycre nacre. Hold-up MaTepujana Koju ce CyIu y
cnojy kpehe ce on 6 1o 8 mac. %, a y cBUM oryeuMa IpaHyJIOMETPHjCKHU CacTaB IPOAYKTa je
IPAaKTUYHO UCTYU €A TPAHYJIOMETPUjCKIAM CACTaBOM IOJIa3HE CYCIEH3Hje OJHOCHO IacTe.

(ITpumiseno 11. jyna pesupupano 19. cenrem6pa 2000)
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