
This article was downloaded by: [Istanbul Aydin Uni]
On: 03 June 2013, At: 06:26
Publisher: Taylor & Francis
Informa Ltd Registered in England and Wales Registered Number: 1072954 Registered office: Mortimer House,
37-41 Mortimer Street, London W1T 3JH, UK

Drying Technology: An International Journal
Publication details, including instructions for authors and subscription information:
http://www.tandfonline.com/loi/ldrt20

Performance Analysis and Assessment of an Industrial
Dryer in Ceramic Production
Zafer Utlu a , Arif Hepbasli b & Muharrem Turan c
a Mechanical Engineering Department, Faculty of Engineering and Architecture, Istanbul
Aydin University, Istanbul, Turkey
b Department of Mechanical Engineering, College of Engineering, King Saud University,
Riyadh, Saudi Arabia
c Graduate School of Natural and Applied Sciences, Ege University, Izmir, Turkey
Published online: 03 Oct 2011.

To cite this article: Zafer Utlu , Arif Hepbasli & Muharrem Turan (2011): Performance Analysis and Assessment of an Industrial
Dryer in Ceramic Production, Drying Technology: An International Journal, 29:15, 1792-1813

To link to this article:  http://dx.doi.org/10.1080/07373937.2011.602921

PLEASE SCROLL DOWN FOR ARTICLE

Full terms and conditions of use: http://www.tandfonline.com/page/terms-and-conditions

This article may be used for research, teaching, and private study purposes. Any substantial or systematic
reproduction, redistribution, reselling, loan, sub-licensing, systematic supply, or distribution in any form to
anyone is expressly forbidden.

The publisher does not give any warranty express or implied or make any representation that the contents
will be complete or accurate or up to date. The accuracy of any instructions, formulae, and drug doses should
be independently verified with primary sources. The publisher shall not be liable for any loss, actions, claims,
proceedings, demand, or costs or damages whatsoever or howsoever caused arising directly or indirectly in
connection with or arising out of the use of this material.

http://www.tandfonline.com/loi/ldrt20
http://dx.doi.org/10.1080/07373937.2011.602921
http://www.tandfonline.com/page/terms-and-conditions


Performance Analysis and Assessment of an Industrial Dryer
in Ceramic Production

Zafer Utlu,1 Arif Hepbasli,2 and Muharrem Turan3
1Mechanical Engineering Department, Faculty of Engineering and Architecture, Istanbul Aydin
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2Department of Mechanical Engineering, College of Engineering, King Saud University, Riyadh,
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In recent years, exergy analysis has been widely used in the
design, operation, and performance assessment of various thermal
systems, among which drying, which is an energy intensive oper-
ation, is of a great importance. In the ceramic industry, it is aimed
at utilizing a minimum amount of energy in order to remove the
maximum moisture for the desired final conditions of the product
to be dried. In this study, energy and exergy analyses of a ceramic
plant, located in Izmir, Turkey, with a yearly production capacity of
24 million m2 were performed using the actual operational data over
a period of 12 months. The drying system at the three stages was
analyzed and the values for exergy destruction and efficiency for
each component of the system and the whole system at a reference
(dead state) temperature of 22�C were calculated. For the month of
January, energy and exergy efficiencies for the spray dryer (SD)
were determined to be 65.50 and 53.7%, respectively. Energy and
exergy efficiency values of the vertical dryer (VD) were 45.12 and
43.3%, respectively, and those of the furnace (F) were 35.08 and
16%, respectively. Based on this one-year assessment, the energy
efficiency values for the SD, VD, and F varied between 58.48 and
65.50%, 42.44 and 50.87%, and 30.44 and 36.99%, and the exergy
efficiency values were in the range of 44.85–65.16%, 34.92–45.42%,
and 12.73–16.41%, respectively.

Keywords Ceramic sector; Drying; Efficiency; Energy analysis;
Thermodynamic analysis

INTRODUCTION

Drying can be regarded as one of the most important
and most frequently applied unit operation in all sectors
producing solid products. Removal of the liquid by evapor-
ation from a system is called drying, which is an
energy-intensive[1–5] and essential stage of many industrial
processes. The term drying generally refers to the removal
of moisture or liquid from a wet solid by bringing this
moisture into a gaseous state. In most drying operations,
water is the liquid evaporated and air is the drying gas

normally employed.[1–3] However, drying in ceramic pro-
cesses, removal of water in clays, and consumption of
water through hydration of cementitous materials are
involve liquid transport processes in porous media.[1–5]

In many practical applications, drying is a process that
requires high energy input because of the high latent heat
of water evaporation and relatively low energy efficiency
of industrial dryers. Industrial dryers consume on average
about 12% of the total energy used in manufacturing pro-
cesses. In manufacturing processes where drying is
required, the cost of drying can approach 60–70% of the
total cost.[6,7] Thus, one of the most important challenges
of the drying industry is to reduce the cost of energy
sources for good quality dried products.[8]

Due to the high prices of energy and decreasing fossil
fuel resourses, the optimum application of energy and
energy consumption management methods have become
very important. This, in fact, requires accurate thermodyn-
amic analysis of thermal systems for design and optimiza-
tion purposes. Therefore, collection and evaluation of
periodical data concerning industry and other final
energy-consuming sectors is a primary condition in the
determination of targets for the studies of energy savings
and regular canalization of applications. In this regard,
there are two essential tools available; that is, energy analy-
sis and exergy analysis.

Exergy analysis is the modern thermodynamic method
used as an advanced tool for engineering process evalu-
ation.[9] Whereas energy analysis is based on the first law
of thermodynamics, exergy analysis is based on both the
first and second laws of thermodynamics. The main pur-
pose of exergy analysis is to discover the causes and quan-
titatively estimate the magnitude of the imperfection of a
thermal or chemical process. Exergy analysis leads to a bet-
ter understanding of the influence of thermodynamic
phenomena on the process effectiveness, comparison of
the importance of different thermodynamic factors, and
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determination of the most effective ways to improve the
process under consideration.[10–15]

It is important to highlight that the exergy of an energy
form or a substance is a measure of its usefulness or quality
or potential to cause change.[7,16–20] A thorough under-
standing of exergy and the insights it can provide into
the efficiency and environmental impact of drying systems
is required for engineers or researchers working in the area
of drying technology.[21] Although many experimental and
theoretical investigations of heat and moisture transfer
analyses of drying of wet materials have been made, energy
and exergy analyses of drying systems and processes of wet
materials have been studied by few researchers.[7,16–22]

A large amount of energy is consumed in the ceramic
industry. A significant number of studies have been published
in this field as well.[8,22–24] Among these, there are very impor-
tant and deductive papers that shownot only energy approach
to the ceramic industry but the potentials and means of
improvement in energy consumption of ceramic industry.

The main objective of this contribution is to determine
energy and exergy efficiencies of a ceramic drying process
(CDP) during drying of moist particles. This analysis was
undertaken based on the actual operational data for a per-
iod of 12 months. The structure of the article is as follows:
The following section provides a theoretical analysis using
mass, elemental, energy, and exegy balance equations. A
description of the ceramic production process and the
energy utilization in the ceramic drying process is then pro-
vided. Mass, elemental, energy, and exergy analysis meth-
ods are applied to the plant studied and the results
obtained are discussed next, followed by our conclusions.

THEORETICAL ANALYSIS

For a general steady-state, steady-flow process, the fol-
lowing balance equations are applied to determine the
work and heat interactions, the rate of exergy decrease,
the rate of irreversibility, and the energy and exergy effi-
ciencies.[7,11,12,25]

The mass balance equation can be expressed in the rate
form as

X
_mmin ¼

X
_mmout ð1Þ

where _mm is the mass flow rate, and the subscripts in and out
stand for inlet and outlet, respectively.

The general energy balance can be expressed as

X
_EEin ¼

X
_EEout ð2Þ

_QQþ
X

_mminhin ¼ _WW þ
X

_mmouthout ð3Þ

where _EEin is the rate of net energy transfer in; _EEout is the
rate of net energy transfer out by heat, work, and mass;

_QQ ¼ _QQnet;in ¼ _QQin � _QQout is the rate of net heat input;
_WW ¼ _WWnet;out ¼ _WWout � _WWin is the rate of net work output;
and h is the specific enthalpy.

Assuming no changes in kinetic and potential energies
with any heat or work transfers, the energy balance given
in Eq. (3) can be simplified to flow enthalpies only:

X
_mminhin ¼

X
_mmouthout ð4Þ

The general exergy balance can be expressed in the rate
form as

X
_EExin �

X
_EExout ¼

X
_EExdest orX

1� T0

Tk

� �
_QQk � _WW þ

X
_mminwin �

X
_mmoutwout

¼ _EExdest

ð5Þ

with

w ¼ ðh� h0Þ � T0ðs� s0Þ ð6Þ

where _QQk is the heat transfer rate through the boundary at
temperature Tk at location k, _WW is the work rate, w is the
flow exergy, s is the specific entropy, and the subscript 0
indicates properties at the dead state of P0 and T0.

The exergy destroyed or the irreversibility may be
expressed as follows:

_II ¼ _EExdest ¼ T0
_SSgen ð7Þ

where _SSgen is the rate of entropy, and the subscript 0
denotes conditions of the reference environment.

The amount of thermal exergy transfer associated with
heat transfer Qr across a system boundary r at constant
temperature Tr is

[9,13]

ex ¼ ½1� ðT0=TrÞ�Qr ð8Þ

The exergy of an incompressible substance may be written
as follows:

exic ¼ C T � T0 � T0ln
T

T0

� �
ð9Þ

where C is the specific heat.
Different ways of formulating exergetic efficiency pro-

posed in the literature have been given in detail else-
where.[26] The exergy efficiency expresses all exergy input
as used exergy and all exergy output as utilized exergy.
Therefore, the exergy efficiency e1 becomes

e1 ¼
_EExout
_EExin

ð10Þ
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Often, there is a part of the output exergy that is unused;
that is, an exergy wasted, _EExwaste to the environment. In
this case, exergy efficiency may be written as follows:[26]

e2 ¼
_EExout � _EExwaste

_EExin
ð11Þ

Rational efficiency was defined by Kotas[27] and Cornelis-
sen[28] as the ratio of the desired exergy output to the
exergy used; namely,

e3 ¼
_EExdesired;output

_EExused
ð12Þ

where _EExdesired;output is the total exergy transfer rate from
the system, which must be regarded as constituting the
desired output plus any by-products produced by the sys-
tem and _EExused is the required exergy input rate to the pro-
cess to be performed. The exergy efficiency given in Eq. (13)
may be also expressed as follows:[29]

e3 ¼
Desired exergetic effect

Exergy used to drive the process
¼ Product

Fuel
ð13Þ

To define the exergetic efficiency, both a product and a fuel
for the system being analyzed are identified. The product
represents the desired result of the system (power, steam,
a combination of power and steam, etc.). Accordingly,
the definition of the product must be consistent with the
purpose of purchasing and using the system. The fuel
represents the resources expended to generate the product
and is not necessarily restricted to being an actual fuel such
as a natural gas, oil, or coal. Both the product and the fuel
are expressed in terms of exergy.[30]

Van Gool[31] reported that maximum improvement in
the exergy efficiency for a process or system is obviously
achieved when the exergy loss or irreversibility ð _EExin�
_EExoutÞ is minimized. Consequently, he suggested that it is
useful to employ the concept of an exergetic improvement
potential when analyzing different processes or sectors of
the economy, as given in the rate form as follows:[32]

I _PP ¼ ð1� eÞð _EExin � _EExoutÞ ð14Þ

DESCRIPTION OF INDUSTRIAL DRYER AND ENERGY
UTILIZATION IN THE CERAMIC INDUSTRY

Description of the Ceramic Process

Ceramics are defined as inorganic, nonmetallic materials
that are consolidated and acquire their desired properties
under the application of heat. This application of heat in
practice takes place inside high-temperature kilns, usually
for long periods of time. Therefore, the ceramics industry
is by definition an energy-intensive one. All ceramics

production industries are characterized by the lengthy
operation of high-temperatures kilns and furnaces; not
only is a high amount of energy consumed during the pro-
duction process, but the energy cost is a significant percent-
age of the total production cost.[8,22–24]

The industries of the ceramic sector are usually divided
into two broad categories: traditional ceramics such as wall
and floor tiles, tableware, sanitary ware, and brick and
heavy clay and so-called advanced ceramics (electrical
and electronic ceramics, technical ceramics, bioceramics,
ceramic coatings). Traditional ceramics are the bulk of
the overall production of the ceramic sector.[8]

The generalized production scheme for the ceramic
industries consists of four basic stages: preparation of
raw materials, shaping, drying, and firing. The differences
between each particular sector—especially with respect to
the shaping process but also with respect to the raw materi-
als used and the drying and firing temperatures
employed—depend on the specific requirements of the
particular products.[1–5,8]

Ceramic drying and firing process are highly energy
intensive and involve the slow and gentle expulsion of
water from the green products before the final firing, so
that no damage is caused within the body. Temperatures
encountered at this stage can vary from 60 to 1200�C. Vari-
ous types of energy sources are used for heating purposes,
including fuel oil, diesel fuel, liquid petroleum gas (LPG),
methane or natural gas, coal, and electricity. The main
steps in the ceramic drying process studied are illustrated
in Fig. 1, which mainly include spray drying (SD), vertical
drying (VD), and furnace (F) drying.

Depending on the specific product description in the fac-
tory, dusted raw materials are turned into mud and the
inter raw material masse emerges as they enter the spray
dryer. Masse compound is later formed in the forming
presses according to the size of the formworks. Moisture
content is reduced while it is in the VD. After this process,
it is subjected to the process of tile glazing. This represents
the glass that covers the surface as a thin layer of ceramic
glaze. Glaze consists of a mixture of water-soluble sub-
stances and dissolved substances. Because the water-
soluble substances cause various uncontrollable problems
when performed on the ceramic layer, the glaze is made
as a solution dissolved in water. The baking process starts
after the glazing process. The process is put into effect in
furnaces with lengths of 85–100m. Following quality con-
trol at the exit of the factory, the products are packed in the
packaging section.[33]

The General Structure of the Spray Dryer

SDs used in ceramic factories as ameans of drying the tiles
are used for converting the wetmud combination intomasse.
The type of the SD used in this ceramic production process is
based on the principle of direct heat transfer. This type of
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spray dryer operates by making the combustion gases
counter-currently contact the damp raw material causing
heat transfer directly from the hot effluent gas to the water
in the raw material resulting in effective evaporation. The
schematic perspective of the SD are indicated in Figs. 1a
and 2.[34]

General Structure of the Vertical Dryer

Dryers used in the ceramic industry for drying of tile are
called vertical and horizontal dryers. In VDs, the wet tile’s
moisture (5–6%) is reduced to values below 1%. The
reduced moisture value is determined by R&D units
according to the ceramic raw material recipe.

In a verticle dryer, the file is moved vertically and
shaped by the press while it is placed into beds in dryers.
The VD system consists of loading–unloading baskets,
the system drive, combustion section, and hot air circu-
lation and pneumatic and electric units. The VD system
is shown in Fig. 1b.

The General Structure of the Furnace

Baking is one of the most important steps in the pro-
duction process because it uses a large amount of energy
in the drying system. The glazed tile is turned into ceramics
in the furnace. Glazed tile in the furnace becomes a crystal-
line structure when it passes through the hell fire region
with temperatures as high as 1200�C and at the exit it takes
the form of a ceramic. The schematic perspective of the fur-
nace is indicated in Fig. 1c.

The average length of the furnace is 85–100m. Baking
and internal temperature steps take place in the sections
as follows:

� 10% for pre-entrance (0 and 500�C)
� 30% for pre-baking (500 and 1000�C)
� 20% for baking (1000 and 1200�C)
� 6% for fast cooling (1250 and 600�C)
� 20% for slow cooling (600 and 450�C), and
� 14% for final cooling (450 and 65�C)

as the total length of the furnace parts. The objective of
this percentage dispersion is a proper cooking temperature

FIG. 1. Flow diagram of the ceramic drying process studied.

FIG. 2. Spray drying flowchart. 1, Stock pools; 2, sludge feed pumps; 3, mud filters; 4, distributor ring; 5, drying tower; 6, gas–masse dust suction pipe;

7, masse outlet valve; 8, cyclone separator; 9, fuel feed system and burner; 10, combustion air vent; 11, heat transmission channel; 12, hot air distributor;

13, suction air vent; 14, chimney; 15, wet dust holder.
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for ceramicswhile regulating heat distribution and tempera-
ture changes with the speed of cooking to control the inter-
nal stress.[34]

Energy Utilization in the Ceramic Industry

The ceramic industry is an energy-intensive industry. In
Turkey, the industry accounted for 12.3% of the total natu-
ral gas consumption in the manufacturing sector in 2007.[33]

In terms of the primary energy utilization, about 54% of the
input energy was natural gas, 38%was LPG, and the remain-
der was electricity.[33] The specific energy consumption was
about 92.93 kJ=m2 for the process. The higher specific energy
consumption in Turkey is partly due to the harder raw
material and the poor quality of the fuel. Waste heat recov-
ery from the hot gases in the system has been recognized as a
potential option to improve energy efficiency.[33] However,
there are few detailed thermodynamic analyses of operating
ceramic drying process that evaluate the option of waste heat
recovery.[33,34] Specific energy consumption values of the
SD, VD, and F are indicated in Table 1.

The values used in the analysis of the system are based
on the actual operating data, which we obtained by visiting
the plant many times as well as by collecting the measured
and recorded properties.

RESULTS AND DISCUSSION

Here, the energy and exergy modeling technique dis-
cussed in the previous section is applied to the ceramic dry-
ing process studied using the actual operational data.

Mass Balance and Elemental Analysis in the Ceramic
Drying Process

Themass balance and chemical composition analysis of the
ceramic drying process (COP) were determined on the basis of
the chemical reactions between the input and output elements
throughout the overall process, as shown in Tables 2–4. The
mass balance in the CDP is conceived ased on the law of con-
servation using Eqs. (1), (15), and (16) as follows:

X
_mmin ¼ _mmsdy þ _mmsvm þ _mmfg þ _mmca þ _mmal þ � � � þ ð15Þ

X
_mmout ¼ _mmm þ _mmmm þ _mmfg þ _mmfgc þ _mmfgo þ � � � þ ð16Þ

Mass Balance and Elemental Analysis in the Spray Dryer

Input materials to the SD are sludge dry matter (Al2O3,
SiO2, Na2O, Fe2O3, CaO, MgO, and others), sludge wet
matter, natural gas, and combustion air, while output
materials are masse and flue gas as shown in Fig. 1 and
Tables 2–4. Sludge consisting of 35% moisture is altered
to masse with 5% moisture in the spray dryer. For calcu-
lation of the mass balance, the ratio of dry and wet materi-
als was investigated in different ways; furthermore, flame

gases were examined in three parts as evaporation of sludge
exhaust gas, and air leakage. Mass balance and elemental
analysis of input and output materials in the SD are illu-
strated in Table 2.

Mass Balance and Elemental Analysis in the Vertical
Dryer

Input materials to the VD are as follows: tile (Al2O3,
SiO2, Na2O, Fe2O3, CaO, MgO, and other), natural gas,
combustion air, and air leakage while output materials
are tile, and flammable gas. The tile consisting of moisture
5% turns into a heated tile which has 0.3% moisture in the
VD. In the calculation of mass balance, the ratio of dry and
wet materials was examined in different ways; furthermore,
flame gases were studied in three parts as evaporation of
sludge, exhaust gas, and air leakage. Mass balance and
elemental analysis of input and output materials in the
VD are shown in Table 3.

Mass Balance and Elemental Analysis in the Furnace

Input materials to the furnace are as follows: glazed tile
(Al2O3, SiO2, Na2O, Fe2O3, CaO, MgO, and other), air
leakage, cooler air, and combustion air, and output materi-
als are ceramics and flammable gas. The glazed tile consist-
ing of 5% moisture is purified of moisture in the furnace
and becomes ceramic. In the calculation of mass balance,
flame gases were examined in three parts as evaporation
of tile, exhaust gas, and air leakage. Mass balance and
element analysis of input and output materials to the fur-
nace are indicated in Table 4.

Energy Analyses of the Ceramic Drying Process

In order to analyze the CDP thermodynamically, the
following assumptions were made:

1. The system is assumed as a steady-state, steady-flowprocess.
2. Kinetic and potential energy changes of input and out-

put materials are ignored.
3. No heat is transferred to the system from the outside.
4. Electrical energy produces the shaft work in the CDP.
5. The change in the ambient temperature is neglected.

Under the above-mentioned conditions and using the
actual operating data of the plant, an energy balance is
applied to the CDP. Calculation of the energy balance of
the SD, VD, and F is made using Eqs. (2) and (4). The refer-
ences, enthalpy, mass flow rate, entropy, and input energy
are considered in the calculations. The reference value for
the enthalpy is considered to be 0�C for calculations. The
complete energy balance for the system CDP is shown in
Table 5a. It is clear from this table that the main heat source
in the process is the gas, and the electrical energy is con-
verted into heat energy flow of the CDP, as illustrated in
Fig. 3. The results of these energy analyses in the form of
a Sankey diagram of the CDP are shown in Fig. 4.
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TABLE 5
Energy analyses of input and output materials to the ceramic dryer process

Item Material T (K) Cp (kJ=kgK)
_mm

(kg=h) _QQ (kJ=h)

(a) Spray dryer Input 1 Sludge (dry material) 303 0.749 50,141 11,379,350
2 Sludge (wet material) 303 4.18 26,992 34,186,448
3 Heating of natural gas combustion 23,074,048
4 Natural gas heating 298 2.22 441 291,748
5 Combustion air 298 1.005 9,986 2,990,707
6 Air leakage 298 1.005 67,960 20,353,340
7 Electrical energy is converted into heat 4,392,000

Total 96,667,641
Output 1 Masse 327 0.76 50,141 12,461,041

2 Moisture of masse 327 4.183 2,638 3,608,365
3 Flue gas (mud water vapor) 375 1.903 24,354 17,379,623
4 Flue gas (combustion) 375 1.05 10,427 4,105,631
5 Flue gas (other) 375 1.011 67,960 25,765,335
6 Heat loss 33,347,646

Total 96,667,641
(b) Vertical dryer Input 1 Tile 303 0.749 57,677 13,089,622

2 Moisture of tile 303 4.18 3,035 3,843,949
3 Heating of natural gas combustion 37,211,962
4 Natural gas heating 298 2.22 711 470,369
5 Combustion air 298 1.005 13,457 4,030,237
6 Air leakage 298 1.005 6,756 2,023,354
7 The electrical energy is converted into heat 5,688,000

Total 66,357,494
Output 1 Tile 368 0.771 57,677 16,364,580

2 Moisture of tile 368 4.19 193 297,591
3 Flue gas (tile water vapor) 343 1.885 2,842 1,837,509
4 Flue gas (combustion) 343 1.05 14,168 5,102,605
5 Flue gas (other) 343 1.011 6,756 2,342,798
6 Heat loss 40,412,411

Total 66,357,494
(c) Furnace Input 1 Glazed tile 298 0.749 42,678 9,525,815

2 Heating of natural gas combustion 95,337,990
3 Natural gas heating 298 2.22 1,821 1,204,701
4 Combustion air 385 1.005 43,704 16,910,170
5 Cooler air 298 1.005 41,543 12,441,713
6 Air leakage 298 1.005 11,847 3,548,058
7 Electrical energy is converted into heat 13,662,000

Total 152,630,447
Output 1 Ceramics 343 0.771 40,544 10,721,982

2 Flue gas (mud water vapor) 403 1.916 2,134 1,647,764
3 Flue gas (combustion) 403 1.055 45,525 19,355,637
4 Flue gas (other) 403 1.014 53,390 21,817,396
5 Heat loss 99,087,668

Total 152,630,447

ANALYSIS OF CERAMIC PRODUCTION 1801
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Energy Analyses of the Spray Dryer

The unit energy input rate to the SD is 96,667,641 kJ=h.
The main heat source in the process is natural gas and the
unit input heat rate is 23,074,048 kJ=h. Figure 3a illustrates

the energy flow of the SD. According to the results of the
analysis, the amount of heat loss in the SD was 35.8%.
One of the reasons for this loss is that it does not reach
the intended temperature values in the preheating process,
which causes extra fuel costs. Another problem in this unit
is that heat leaks in the surface due to the insufficient iso-
lation. Failures in the mud feeding system eventually cause
fluctuations in the dry substance=water ratio. This
increases the demand for energy to remove the extra water.
This extra energy consumed in order to achieve the
intended moisture of the masse results in extra energy
costs. The energy balance of the SD is given in Table 5a.

Energy Analyses of the Vertical Dryer

The unit energy input rate to the VD is 66,357,494 kJ=h.
The main heat source in the process is gas and the electrical
energy is converted into heat. The total input heat rate is
37,780,762 kJ=h. Figure 3b illustrates the energy flow in
the VD unit in which the share of the heat loss is 58.6%.
The main reason for the heat loss from the VD is insuf-
ficient insulation, which is similar to the spray dryer. How-
ever, another possible source of heat loss is any defect in
the lifting system which carries dried pieces through the
dryer at various times. The energy balance in the VD is
given in Table 5b.

FIG. 3. Energy flow diagram of the ceramic drying process studied.

FIG. 4. Sankey (energy flow) diagram of the ceramic drying process studied (color figure available online).

FIG. 5. Comparative values for total energy and heat loss rates of each

unit.

1802 UTLU ET AL.

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

6
E
x
er
g
y
a
n
a
ly
se
s
o
f
in
p
u
t
m
a
te
ri
a
ls
to

th
e
sp
ra
y
d
ry
er

p
ro
ce
ss

It
em

C
o
m
p
o
si
ti
o
n

M
(k
g
=
m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T
(K

)
ln

(T
=
T
0
)

_ mm
(k
g
=
h
)

C
p

(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

ex
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l

ex
er
g
y

ra
te

(k
J=

h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

1
S
lu
d
g
e
d
ry

m
a
te
ri
a
l

4
5
,1
4
1

3
8
,0
0
5
,6
8
6

A
l 2
O

3
0
.1
0
1
9

2
0
0
.4

2
9
5

3
0
3

0
.0
2
6

7
,5
8
6

0
.7
7

0
.0
8
1

4
6
,7
3
0

1
5
2

1
,9
2
8

1
4
,5
7
5
,6
2
1

1
4
,5
7
7
,5
4
9

S
iO

2
0
.0
6

7
.9

2
9
5

3
0
3

0
.0
2
6

3
7
,8
3
6

0
.7
4

0
.1
3
8

2
2
3
,9
8
9

7
2
8

9
,2
4
0

4
,5
4
7
,1
3
7

4
,5
5
6
,3
7
7

N
a
2
O
H

0
.0
6
2
9

2
9
6
.6

2
9
5

3
0
3

0
.0
2
6

3
,9
1
1

1
.4
9

0
.1
3
2

4
6
,6
1
9

1
5
2

1
,9
2
3

1
8
,0
5
3
,1
3
8

1
8
,0
5
5
,0
6
1

F
e 2
O

3
0
.1
5
9
6

1
6
.5

2
9
5

3
0
3

0
.0
2
6

7
0

0
.6
5

0
.0
5
2

3
6
4

1
1
5

1
6
9

1
8
4

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

3
0
3

0
.0
2
6

1
8
5

0
.7
5

0
.1
4
8

1
,1
1
0

4
4
6

3
1
8
,7
6
1

3
1
8
,8
0
7

M
g
O

0
.0
4
0
3

6
6
.8

2
9
5

3
0
3

0
.0
2
6

3
5
6

0
.9
2

0
.2
0
6

2
,6
2
0

9
1
0
8

4
8
3
,0
6
5

4
8
3
,1
7
3

O
th
er

0
.0
6

8
.2

2
9
5

3
0
3

0
.0
2
6

1
9
7

0
.7
4

0
.1
3
8

1
,1
6
6

4
4
8

1
4
,4
8
7

1
4
,5
3
6

2
S
lu
d
g
e
w
et

m
a
te
ri
a
l

2
6
,9
9
2

1
,3
8
6
,8
3
3

H
2
O

0
.0
1
8

0
.9

2
9
5

3
0
3

0
.0
2
6

4
.1
8

0
.4
6
1

9
0
2
,6
1
2

2
,9
3
3

3
7
,2
3
3

1
,3
4
9
,6
0
0

1
,3
8
6
,8
3
3

3
N
a
tu
ra
l
g
a
s

co
m
b
u
s-

ti
o
n

h
ea
ti
n
g

4
4
1

2
2
,6
1
4
,0
6
3

4
N
a
tu
ra
l
g
a
s

h
ea
ti
n
g

4
4
1

1
2
,5
2
4
,4
5
3

C
0
.0
1
2

4
1
3
.6

2
9
5

2
9
8

0
.0
1

3
3
0
.7
5

0
.7
1

0
.6
9
2

7
0
4

2
1
2

1
1
,3
8
0
,4
4
9

1
1
,3
8
0
,4
6
0

H
4

0
.0
4

4
1
8
.4
4

2
9
5

2
9
8

0
.0
1

1
1
0
.2
5

6
.7

2
.0
7
8

2
,2
1
6

7
3
7

1
,1
4
3
,9
5
6

1
,1
4
3
,9
9
3

5
C
o
m
b
u
st
io
n

a
ir

9
,9
8
6

�
1
,6
7
6

N
2

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

7
,7
2
7

1
.0
4

0
.2
9
6

2
4
,1
0
8

8
0

4
0
2

2
5
,4
2
4

2
5
,8
2
5

O
2

0
.0
3
2

3
.9
7

2
9
5

2
9
8

0
.0
1

2
,0
7
4

0
.9
1
8

0
.2
6

5
,7
1
2

1
9

9
5

7
,4
1
9

7
,5
1
4

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

2
9
8

0
.0
1

3
0
.8
4
4

0
.1
8
9

8
0
.0
3

0
.1

�
2

�
1

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

2
9
8

0
.0
1

9
1

0
.5
2

0
.2
0
8

1
4
2

0
.5

2
4
3
8

4
4
0

H
2
O

0
.0
1
8

9
.5

2
9
5

2
9
8

0
.0
1

1
4
.1
8

0
.4
6
1

1
3

0
.0

0
.2

�
7
2
7

�
7
2
7

O
th
er

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

9
0

0
.4
8

0
.2
9
6

1
3
0

0
.4

2
�
3
4
,7
3
0

�
3
4
,7
2
8

6
A
ir
le
a
k
a
g
e

6
7
,9
6
0

N
2

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

5
2
,5
8
6

1
.0
4

0
.2
9
6

1
6
4
,0
6
8

5
4
6
.9

2
,7
3
4

1
7
3
,0
2
1

1
7
5
,7
5
5

�
1
1
,3
6
4

O
2

0
.0
3
2

3
.9
7

2
9
5

2
9
8

0
.0
1

1
4
,1
1
4

0
.9
1
8

0
.2
6

3
8
,8
7
0

1
2
9
.6

6
4
8

5
0
,4
8
7

5
1
,1
3
4

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

2
9
8

0
.0
1

2
2

0
.8
4
4

0
.1
8
9

5
6

0
.2

1
�
1
2

�
1
1

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

2
9
8

0
.0
1

6
1
9

0
.5
2

0
.2
0
8

9
6
6

3
.2

1
6

2
,9
8
0

2
,9
9
6

H
2
O

0
.0
1
8

9
.5

2
9
5

2
9
8

0
.0
1

7
4
.1
8

0
.4
6
1

8
8

0
.3

1
�
5
,0
9
0

�
5
,0
8
9

O
th
er

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

6
1
2

0
.4
8

0
.2
9
6

8
8
1

2
.9

1
5

�
2
3
6
,1
6
4

�
2
3
6
,1
5
0

O
v
er
a
ll

7
4
,5
1
7
,9
9
5

1803

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

7
E
x
er
g
y
a
n
a
ly
se
s
o
f
o
u
tp
u
t
m
a
te
ri
a
ls

fr
o
m

th
e
sp
ra
y
d
ry
er

p
ro
ce
ss

It
em

C
o
m
p
o
si
ti
o
n

M (k
g
=

m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T (K
)

ln (T
=

T
0
)

_ mm
(k
g
=
h
)

C
p

(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

ex
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l
ex
er
g
y

ra
te

(k
J=
h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

1
M
a
ss
e

5
0
,1
4
1

3
8
,0
7
0
,4
5
7

A
l 2
O

3
0
.1
0
1
9

1
5

2
9
5

3
2
7

0
.1
0
2

7
,5
8
6

0
.7
8
0

0
.0
8
1

1
8
9
,3
5
5

6
0
4

1
1
,3
0
2

1
4
,5
7
5
,6
2
1

1
4
,5
8
6
,9
2
3

S
iO

2
0
.0
6

8
.2

2
9
5

3
2
7

0
.1
0
2

3
7
,8
3
6

0
.7
5
0

0
.1
3
8

9
0
8
,0
7
4

2
,8
9
4

5
4
,2
0
1

4
,5
4
7
,1
3
7

4
,6
0
1
,3
3
8

N
a
2
O
H

0
.0
6
2
9

2
9
6
.2

2
9
5

3
2
7

0
.1
0
2

3
,9
1
1

1
.5
1
0

0
.1
3
2

1
8
8
,9
7
9

6
0
2

1
1
,2
8
0

1
8
,0
5
3
,1
3
8

1
8
,0
6
4
,4
1
8

F
e 2
O

3
0
.1
5
9
6

1
2
.4

2
9
5

3
2
7

0
.1
0
2

7
0

0
.6
7
0

0
.0
5
2

1
,5
0
5

5
9
0

1
6
9

2
5
9

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

3
2
7

0
.1
0
2

1
8
6

0
.7
9
0

0
.1
4
8

4
,6
9
0

1
5

2
8
0

3
1
8
,7
6
1

3
1
9
,0
4
1

M
g
O

0
.0
4
0
3

5
9
.1

2
9
5

3
2
7

0
.1
0
2

3
5
6

0
.9
5
0

0
.2
0
6

1
0
,8
2
2

3
4

6
4
6

4
8
3
,0
6
5

4
8
3
,7
1
1

O
th
er

0
.0
6

8
.2

2
9
5

3
2
7

0
.1
0
2

1
9
6

0
.7
5
0

0
.1
3
8

4
,6
9
3

1
5

2
8
0

1
4
,4
8
7

1
4
,7
6
8

2
M
o
is
tu
re

o
f

m
a
ss
e

2
,6
3
8

4
2
,1
2
3

H
2
O

0
.0
1
8

0
.9

2
9
5

3
2
7

0
.1
0
2

4
.1
8

0
.4
6
1

3
5
2
,8
5
9

1
,1
2
5

2
1
,0
6
1

2
1
,0
6
1

4
2
,1
2
3

3
F
lu
e
g
a
s
(s
w
a
m
p

w
a
te
r
v
a
p
o
r)

2
4
,3
5
4

1
,4
1
2
,1
3
7

H
2
O

0
.0
1
8

0
.9

2
9
5

3
2
7

0
.1
0
2

4
.1
8

0
.4
6
1

3
,2
5
7
,5
9
1

1
0
3
8
4

1
9
4
,4
3
7

1
,2
1
7
,7
0
0

1
,4
1
2
,1
3
7

4
F
lu
e
g
a
s

(c
o
m
b
u
st
io
n
)

5
,2
2
6

�
7
0
,8
5
0

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
7
5

0
.2
3
9

8
6

0
.9
1
7

0
.1
8
9

6
,3
2
6

1
9

7
5
1

1
9
,2
1
4

1
9
,9
6
5

C
O

0
.0
2
8

2
7
5
.1

2
9
5

3
7
5

0
.2
3
9

0
.0
1

1
.4
0
5

0
.2
9
8

1
0
.0
0
4

0
.1
4

9
1

9
1

N
O

0
.0
3

8
8
.9

2
9
5

3
7
5

0
.2
3
9

0
.2

1
.0
0
4

0
.2
7
7

1
7

0
.1

2
4
4
7

4
4
8

N
O

2
0
.0
4
6

5
5
.6

2
9
5

3
7
5

0
.2
3
9

0
.0
0
2

0
.8
6
5

0
.1
8

0
.1

0
.0
0
0
4

0
.0
2

1
1

O
2

0
.0
3
2

3
.9
7

2
9
5

3
7
5

0
.2
3
9

9
0
7

0
.9
3
4

0
.2
6

6
7
,7
8
8

2
0
3

8
,0
4
6

�
1
6
9
,0
6
2

�
1
6
1
,0
1
6

H
2
O

0
.0
1
8

9
.5

2
9
5

3
7
5

0
.2
3
9

1
7
2

1
.9
0
3

0
.4
6
1

2
6
,2
5
5

7
8

3
,1
1
6

1
0
,8
8
9

1
4
,0
0
5

N
2

0
.0
2
8

0
.7
2

2
9
5

3
7
5

0
.2
3
9

4
,0
6
0

1
.0
4
2

0
.2
9
6

3
3
8
,4
0
5

1
,0
1
1

4
0
,1
6
4

1
5
,4
9
0

5
5
,6
5
5

5
F
lu
e
g
a
s
(o
th
er
)

6
7
.9
6
0

6
3
5
,2
5
0

N
2

0
.0
2
8

0
.7
2

2
9
5

3
7
5

0
.2
3
9

5
2
.5
8
1

1
.0
4
2

0
.2
9
6

4
,3
8
3
,1
2
3

1
3
,0
9
5

5
2
0
,2
2
2

1
7
3
,0
0
3

6
9
3
,2
2
5

O
2

0
.0
3
2

3
.9
7

2
9
5

3
7
5

0
.2
3
9

1
4
.1
0
8

0
.9
3
4

0
.2
6

1
,0
5
4
,1
8
7

3
,1
4
9

1
2
5
,1
1
9

5
0
,4
6
7

1
7
5
,5
8
6

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
7
5

0
.2
3
9

2
0

0
.9
1
7

0
.1
8
9

1
,4
9
6

4
1
7
8

�
1
1

1
6
7

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

3
7
5

0
.2
3
9

6
2
5

0
.5
5

0
.2
0
8

2
7
,5
1
0

8
2

3
,2
6
5

3
,0
1
0

6
,2
7
5

H
2
O

0
.0
1
8

9
.5

2
9
5

3
7
5

0
.2
3
9

7
1
.9
0
3

0
.4
6
1

1
,0
3
5

3
1
2
3

�
4
,9
4
2

�
4
,8
1
9

O
th
er

0
.0
2
8

0
.7
2

2
9
5

3
7
5

0
.2
3
9

6
1
8

0
.5
9

0
.2
9
6

2
9
,1
9
0

8
7

3
,4
6
5

�
2
3
8
,6
4
8

�
2
3
5
,1
8
4

O
v
er
a
ll

4
0
,0
8
9
,1
1
7

1804

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

8
E
x
er
g
y
a
n
a
ly
se
s
o
f
in
p
u
t
m
a
te
ri
a
ls
to

th
e
v
er
ti
ca
l
d
ry
er

p
ro
ce
ss

It
em

C
o
m
p
o
si
ti
o
n

M (k
g
=

m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T (K
)

ln (T
=

T
0
)

_ mm
(k
g
=

h
)

C
p
(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

ex
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

1
T
il
e

5
7
,6
7
7

4
3
,7
1
9
,4
9
0

A
l 2
O

3
0
.1
0
1
9

2
0
0
.4

2
9
5

3
0
3

0
.0
2
6

8
7
2
7

0
.7
7

0
.0
8
1

5
3
,7
5
5

1
7
5

2
,2
1
7

1
6
,7
6
7
,0
1
8

1
6
,7
6
9
,2
3
5

S
iO

2
0
.0
6

7
.9

2
9
5

3
0
3

0
.0
2
6

4
3
,5
2
3

0
.7
4

0
.1
3
8

2
5
7
,6
5
7

8
3
7

1
0
,6
2
8

5
,2
3
0
,6
1
0

5
,2
4
1
,2
3
8

N
a
2
O
H

0
.0
6
2
9

2
9
6
.6

2
9
5

3
0
3

0
.0
2
6

4
,4
9
9

1
.4
9

0
.1
3
2

5
3
,6
2
6

1
7
4

2
,2
1
2

2
0
,7
6
6
,4
4
5

2
0
,7
6
8
,6
5
7

F
e 2
O

3
0
.1
5
9
6

1
6
.5

2
9
5

3
0
3

0
.0
2
6

8
1

0
.6
5

0
.0
5
2

4
2
0

1
1
7

1
9
5

2
1
3

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

3
0
3

0
.0
2
6

2
1
3

0
.7
5

0
.1
4
8

1
,2
8
0

4
5
3

3
6
7
,7
0
3

3
6
7
,7
5
6

M
g
O

0
.0
4
0
3

6
6
.8

2
9
5

3
0
3

0
.0
2
6

4
1
0

0
.9
2

0
.2
0
6

3
,0
1
4

1
0

1
2
4

5
5
5
,6
6
9

5
5
5
,7
9
3

O
th
er

0
.0
6

8
.2

2
9
5

3
0
3

0
.0
2
6

2
2
5

0
.7
4

0
.1
3
8

1
,3
3
2

4
5
5

1
6
,5
4
2

1
6
,5
9
7

2
M
o
is
tu
re

o
f
ti
le

3
,0
3
5

1
5
5
,9
3
6

H
2
O

0
.0
1
8

0
.9

2
9
5

3
0
3

0
.0
2
6

4
.1
8

0
.4
6
1

1
0
1
,4
9
0

3
3
0

4
,1
8
6

1
5
1
,7
5
0

1
5
5
,9
3
6

3
N
a
tu
ra
l
g
a
s

co
m
b
u
st
io
n

h
ea
ti
n
g

7
1
1

3
7
,2
1
1
,9
6
2

4
N
a
tu
ra
l
g
a
s

h
ea
ti
n
g

7
1
1

2
0
,1
9
2
,4
8
6

C
0
.0
1
2

4
1
3
.6

2
9
5

2
9
8

0
.0
1

5
3
3
.3

0
.7
1

0
.6
9
2

1
,1
3
6

4
1
9

1
8
,3
4
8
,0
7
0

1
8
,3
4
8
,0
8
9

H
4

0
.0
4

4
1
8
.4
4

2
9
5

2
9
8

0
.0
1

1
7
7
.8

6
.7

2
.0
7
8

3
,5
7
3

1
2

6
0

1
,8
4
4
,3
3
7

1
,8
4
4
,3
9
6

5
C
o
m
b
u
st
io
n
a
ir

1
3
,4
5
7

�
2
,7
0
8

N
2

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

1
0
,3
8
8

1
.0
4

0
.2
9
6

3
2
,4
1
2

1
0
8

5
4
0

3
4
,1
8
1

3
4
,7
2
1

O
2

0
.0
3
2

3
.9
7

2
9
5

2
9
8

0
.0
1

2
,7
8
7

0
.9
1
8

0
.2
6

7
,6
7
7

2
6

1
2
8

9
,9
7
1

1
0
,0
9
9

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

2
9
8

0
.0
1

4
0
.8
4
4

0
.1
8
9

1
0

0
.0
3

0
.2

�
2

�
2

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

2
9
8

0
.0
1

1
2
4

0
.5
2

0
.2
0
8

1
9
3

0
.6

3
5
9
5

5
9
8

H
2
O

0
.0
1
8

9
.5

2
9
5

2
9
8

0
.0
1

1
4
.1
8

0
.4
6
1

1
7

0
.0
6

0
.3

�
9
7
6

�
9
7
6

O
th
er

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

1
2
2

0
.4
8

0
.2
9
6

1
7
6

0
.6

3
�
4
7
,1
5
0

�
4
7
,1
4
7

6
A
ir
le
a
k
a
g
e

6
,7
5
6

�
1
,3
6
3

N
2

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

5
,2
2
7

1
.0
4

0
.2
9
6

1
6
,3
0
9

5
4
.4

2
7
2

1
7
,1
9
8

1
7
,4
7
0

O
2

0
.0
3
2

3
.9
7

2
9
5

2
9
8

0
.0
1

1
,4
0
3

0
.9
1
8

0
.2
6

3
,8
6
3

1
2
.9

6
4
.3
8

5
,0
1
7

5
,0
8
1

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

2
9
8

0
.0
1

2
0
.8
4
4

0
.1
8
9

5
0
.0
2

0
.1

�
1

�
1

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

2
9
8

0
.0
1

6
2

0
.5
2

0
.2
0
8

9
7

0
.3

2
2
9
9

3
0
1

H
2
O

0
.0
1
8

9
.5

2
9
5

2
9
8

0
.0
1

1
4
.1
8

0
.4
6
1

8
0
.0
3

0
.1

�
4
9
1

�
4
9
1

O
th
er

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

6
1

0
.4
8

0
.2
9
6

8
9

0
.3

1
�
2
3
,7
2
4

�
2
3
,7
2
3

O
v
er
a
ll

1
0
1
,2
7
5
,8
0
4

1805

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

9
E
x
er
g
y
a
n
a
ly
se
s
o
f
o
u
tp
u
t
m
a
te
ri
a
ls
fr
o
m

th
e
v
er
ti
ca
l
d
ry
er

p
ro
ce
ss

It
em

C
o
m
p
o
si
ti
o
n

M (k
g
=

m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T (K
)

ln (T
=

T
0
)

_ mm
(k
g
=
h
)

C
p

(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

ex
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l
ex
er
g
y

ra
te

(k
J=
h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te
(k
J=

h
)

1
T
il
e

5
7
,6
7
7

4
4
,0
7
5
,3
6
1

A
l 2
O

3
0
.1
0
1
9

1
5

2
9
5

3
6
8

0
.2
2
1

8
,7
2
7

0
.7
9
0

0
.0
8
1

5
0
3
,2
5
9

1
,5
2
4

5
3
,8
0
7

1
6
,7
6
7
,0
1
8

1
6
,8
2
0
,8
2
5

S
iO

2
0
.0
6

8
.2

2
9
5

3
6
8

0
.2
2
1

4
3
,5
2
3

0
.7
6
0

0
.1
3
8

2
,4
1
4
,6
6
0

7
,3
1
0

2
5
8
,1
7
0

5
,2
3
0
,6
1
0

5
,4
8
8
,7
8
0

N
a
2
O
H

0
.0
6
2
9

2
9
6
.2

2
9
5

3
6
8

0
.2
2
1

4
,4
9
9

1
.5
1
0

0
.1
3
2

4
9
5
,9
0
3

1
,5
0
1

5
3
,0
2
1

2
0
,7
6
6
,4
4
5

2
0
,8
1
9
,4
6
6

F
e 2
O

3
0
.1
5
9
6

1
2
.4

2
9
5

3
6
8

0
.2
2
1

8
1

0
.6
8
0

0
.0
5
2

4
,0
0
8

1
2

4
2
9

1
9
5

6
2
4

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

3
6
8

0
.2
2
1

2
1
3

0
.8
1
0

0
.1
4
8

1
2
,6
1
9

3
8

1
,3
4
9

3
6
7
,7
0
3

3
6
9
,0
5
3

M
g
O

0
.0
4
0
3

5
9
.1

2
9
5

3
6
8

0
.2
2
1

4
1
0

0
.9
6
0

0
.2
0
6

2
8
,6
9
8

8
7

3
,0
6
8

5
5
5
,6
6
9

5
5
8
,7
3
8

O
th
er

0
.0
6

8
.2

2
9
5

3
6
8

0
.2
2
1

2
2
5

0
.7
6
0

0
.1
3
8

1
2
,4
8
0

3
8

1
,3
3
4

1
6
,5
4
2

1
7
,8
7
7

2
M
o
is
tu
re

o
f
m
a
ss
e

1
9
3

1
5
,9
4
7

H
2
O

0
.0
1
8

0
.9

2
9
5

3
6
8

0
.2
2
1

4
.1
8

0
.4
6
1

5
8
,8
9
2

1
7
8

6
,2
9
7

9
,6
5
0

1
5
,9
4
7

3
F
lu
e
g
a
s
(w

a
te
r

ev
a
p
o
ra
ti
o
n
o
f

ti
le
)

2
,8
4
2

1
8
6
,6
4
8

H
2
O

0
.0
1
8

0
.9

2
9
5

3
4
3

0
.1
5

4
.1
8

0
.4
6
1

5
7
0
,2
1
9

1
,7
8
2

4
4
,5
4
8

1
4
2
,1
0
0

1
8
6
,6
4
8

4
F
lu
e
g
a
s

(c
o
m
b
u
st
io
n
)

1
4
,1
6
8

�
2
6
3
,8
8
9

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
4
3

0
.1
5

2
4
9

0
.9
1
7

0
.1
8
9

1
0
,9
7
6

3
4

8
5
7

5
5
,5
6
4

5
6
,4
2
1

C
O

0
.0
2
8

2
7
5
.1

2
9
5

3
4
3

0
.1
5

0
.3

1
.4
0
5

0
.2
9
8

1
9

0
.0
6
0

1
.4
9

2
,4
5
8

2
,4
6
0

N
O

0
.0
3

8
8
.9

2
9
5

3
4
3

0
.1
5

0
.1

1
.0
0
4

0
.2
7
7

5
0
.0

0
2
4
2

2
4
3

N
O

2
0
.0
4
6

5
5
.6

2
9
5

3
4
3

0
.1
5

0
.0
0
3

0
.8
6
5

0
.1
8

0
.1

0
.0
0
0
4

0
.0
1

2
2

O
2

0
.0
3
2

3
.9
7

2
9
5

3
4
3

0
.1
5

2
,4
2
3

0
.9
3
4

0
.2
6

1
0
8
,6
1
6

3
3
9

8
,4
8
6

�
4
5
1
,4
7
2

�
4
4
2
,9
8
6

H
2
O

0
.0
1
8

9
.5

2
9
5

3
4
3

0
.1
5

4
9
9

1
.9
0
3

0
.4
6
1

4
5
,5
5
4

1
4
2

3
,5
5
9

3
1
,4
8
9

3
5
,0
4
8

N
2

0
.0
2
8

0
.7
2

2
9
5

3
4
3

0
.1
5

1
0
,9
9
6

1
.0
4
2

0
.2
9
6

5
4
9
,9
6
5

1
,7
1
9

4
2
,9
6
6

4
1
,9
5
8

8
4
,9
2
4

5
F
lu
e
g
a
s
(o
th
er
)

6
.7
5
6

2
3
,9
1
1

N
2

0
.0
2
8

0
.7
2

2
9
5

3
4
3

0
.1
5

5
,2
2
7

1
.0
4
2

0
.2
9
6

2
6
1
,4
3
9

8
1
7

2
0
,4
2
5

1
7
,1
9
8

3
7
,6
2
3

O
2

0
.0
3
2

3
.9
7

2
9
5

3
4
3

0
.1
5

1
,4
0
3

0
.9
3
4

0
.2
6

6
2
,8
7
9

1
9
6

4
,9
1
2

5
,0
1
7

9
,9
2
9

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
4
3

0
.1
5

2
0
.9
1
7

0
.1
8
9

8
9

0
7

�
1

6
A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

3
4
3

0
.1
5

6
2

0
.5
5

0
.2
0
8

1
,6
4
1

5
1
2
8

2
9
9

4
2
7

H
2
O

0
.0
1
8

9
.5

2
9
5

3
4
3

0
.1
5

1
1
.9
0
3

0
.4
6
1

6
2

0
5

�
4
9
1

�
4
8
6

O
th
er

0
.0
2
8

0
.7
2

2
9
5

3
4
3

0
.1
5

6
1

0
.5
9

0
.2
9
6

1
,7
4
1

5
1
3
6

�
2
3
,7
2
4

�
2
3
,5
8
8

O
v
er
a
ll

3
9
,6
8
9
,9
8
7

1806

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

1
0

E
x
er
g
y
ra
te

v
a
lu
es

o
f
in
p
u
t
m
a
te
ri
a
ls

to
th
e
fu
rn
a
ce

It
em

C
o
m
p
o
si
ti
o
n

M (k
g
=

m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T (K
)

ln (T
=

T
0
)

_ mm
(k
g
=
h
)

C
p

(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

en
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l
ex
er
g
y

ra
te

(k
J=
h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

1
G
la
ze
d
ti
le

4
2
,6
7
8

3
1
,8
8
5
,8
1
3

A
l 2
O

3
0
.1
0
1
9

2
0
0
.4

2
9
5

2
9
8

0
.0
1

6
,2
0
1

0
.7
7

0
.0
8
1

1
4
,3
2
5

4
8

2
3
9

1
1
,9
0
7
,5
5
7

1
1
,9
0
7
,7
9
6

S
iO

2
0
.0
6

7
.9

2
9
5

2
9
8

0
.0
1

3
1
,5
1
8

0
.7
4

0
.1
3
8

6
9
,9
6
9

2
3
3

1
,1
6
6

3
,7
5
9
,4
6
0

3
,7
6
0
,6
2
6

N
a
2
O
H

0
.0
6
2
9

2
9
6
.6

2
9
5

2
9
8

0
.0
1

3
,3
2
9

1
.4
9

0
.1
3
2

1
4
,8
8
0

5
0

2
4
8

1
5
,3
6
6
,0
9
6

1
5
,3
6
6
,3
4
4

F
e 2
O

3
0
.1
5
9
6

1
6
.5

2
9
5

2
9
8

0
.0
1

6
0

0
.6
5

0
.0
5
2

1
1
7

0
2

1
4
4

1
4
6

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

2
9
8

0
.0
1

1
5
8

0
.7
5

0
.1
4
8

3
5
5

1
6

2
7
2
,0
1
9

2
7
2
,0
2
5

M
g
O

0
.0
4
0
3

6
6
.8

2
9
5

2
9
8

0
.0
1

3
0
3

0
.9
2

0
.2
0
6

8
3
6

3
1
4

4
1
1
,0
3
7

4
1
1
,0
5
1

O
th
er

0
.0
6

8
.2

2
9
5

2
9
8

0
.0
1

1
,1
1
0

0
.7
4

0
.1
3
8

2
,4
6
3

8
4
1

1
6
7
,7
8
4

1
6
7
,8
2
5

2
N
a
tu
ra
l
g
a
s

co
m
b
u
st
io
n

h
ea
ti
n
g

9
5
,3
3
7
,9
9
0

3
N
a
tu
ra
l
g
a
s

h
ea
ti
n
g

1
,8
2
1

5
1
,7
1
6
,6
1
9

C
0
.0
1
2

4
1
3
.6

2
9
5

2
9
8

0
.0
1

1
,3
6
5
.7
5

0
.7
1

0
.6
9
2

2
,9
0
9

1
0

4
8

4
6
,9
9
2
,7
3
7

4
6
,9
9
2
,7
8
5

H
4

0
.0
4

4
1
8
.4
4

2
9
5

2
9
8

0
.0
1

4
5
5
.2
5

6
.7

2
.0
7
8

9
,1
5
1

3
1

1
5
3

4
,7
2
3
,6
8
1

4
,7
2
3
,8
3
4

4
C
o
m
b
u
st
io
n
a
ir

4
3
,7
0
4

4
9
9
,6
5
1

N
2

0
.0
2
8

0
.7
2

2
9
5

3
8
5

0
.2
6
6

3
3
,8
1
4

1
.0
5

0
.2
9
6

3
,1
9
5
,4
0
3

9
,4
4
4

4
0
9
,3
6
7

1
1
1
,2
5
5

5
2
0
,6
2
2

O
2

0
.0
3
2

3
.9
7

2
9
5

3
8
5

0
.2
6
6

9
,0
7
3

0
.9
2

0
.2
6

7
5
1
,2
4
0

2
,2
2
0

9
6
,2
4
2

3
2
,4
5
4

1
2
8
,6
9
7

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
8
5

0
.2
6
6

1
3

0
.8
5

0
.1
8
9

1
,0
0
3

2
.9
6

1
2
8
.5

�
7

1
2
2

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

3
8
5

0
.2
6
6

4
0
2

0
.5
3
2

0
.2
0
8

1
9
,2
5
1

5
6
.9

2
,4
6
6

1
,9
3
6

4
,4
0
2

H
2
O

0
.0
1
8

9
.5

2
9
5

3
8
5

0
.2
6
6

4
4
.1
8

0
.4
6
1

1
,6
4
4

4
.8
6

2
1
0
.6

�
3
,1
7
8

�
2
,9
6
7

O
th
er

0
.0
2
8

0
.7
2

2
9
5

3
8
5

0
.2
6
6

3
9
8

0
.4
9

0
.2
9
6

1
7
,5
3
9

5
1
.8

2
,2
4
7

�
1
5
3
,4
7
1

�
1
5
1
,2
2
4

5
C
o
o
le
r
a
ir

4
3
,7
0
4

�
8
,3
7
8

N
2

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

3
2
,1
4
2

1
.0
4

0
.2
9
6

1
0
0
,2
8
2

3
3
4
.3

1
,6
7
1

1
0
5
,7
5
4

1
0
7
,4
2
6

O
2

0
.0
3
2

3
.9
7

2
9
5

2
9
8

0
.0
1

8
,6
2
4

0
.9
1
8

0
.2
6

2
3
,7
5
1

7
9
.2

3
9
5
.8
6

3
0
,8
5
0

3
1
,2
4
6

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

2
9
8

0
.0
1

1
2

0
.8
4
4

0
.1
8
9

3
2

0
.1
1

0
.5

�
7

�
6

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

2
9
8

0
.0
1

3
8
2

0
.5
2

0
.2
0
8

5
9
6

2
.0

1
0

1
,8
4
0

1
,8
5
0

H
2
O

0
.0
1
8

9
.5

2
9
5

2
9
8

0
.0
1

4
4
.1
8

0
.4
6
1

5
2

0
.1
7

0
.9

�
3
,0
2
1

�
3
,0
2
0

O
th
er

0
.0
2
8

0
.7
2

2
9
5

2
9
8

0
.0
1

3
7
8

0
.4
8

0
.2
9
6

5
4
4

1
.8

9
�
1
4
5
,8
8
2

�
1
4
5
,8
7
3

6
A
ir
le
a
k
a
g
e

1
1
,8
4
7

7
,4
3
4

N
2

0
.0
2
8

0
.7
2

2
9
5

3
1
8

0
.0
7
5

9
,1
6
6

1
.0
4

0
.2
9
6

2
1
9
,2
5
1

7
1
4
.9

8
,3
4
1

3
0
,1
5
8

3
8
,5
0
0

O
2

0
.0
3
2

3
.9
7

2
9
5

3
1
8

0
.0
7
5

2
,4
5
9

0
.9
1
8

0
.2
6

5
1
,9
2
9

1
6
9
.3

1
,9
7
5
.5
4

8
,7
9
8

1
0
,7
7
3

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

3
1
8

0
.0
7
5

4
0
.8
4
4

0
.1
8
9

6
9

0
.2
2

2
.6

�
2

1
A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

3
1
8

0
.0
7
5

1
0
9

0
.5
2

0
.2
0
8

1
,3
0
4

4
.3

5
0

5
2
5

5
7
4

H
2
O

0
.0
1
8

9
.5

2
9
5

3
1
8

0
.0
7
5

1
4
.1
8

0
.4
6
1

1
1
4

0
.3
7

4
.3

�
8
6
1

�
8
5
7

O
th
er

0
.0
2
8

0
.7
2

2
9
5

3
1
8

0
.0
7
5

1
0
8

0
.4
8

0
.2
9
6

1
,1
9
0

3
.9

4
5

�
4
1
,6
0
2

�
4
1
,5
5
7

O
v
er
a
ll

1
7
9
,4
3
9
,1
2
9

1807

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



T
A
B
L
E

1
1

E
x
er
g
y
ra
te

v
a
lu
es

o
f
o
u
tp
u
t
m
a
te
ri
a
ls
fr
o
m

th
e
fu
rn
a
ce

It
em

C
o
m
p
o
si
ti
o
n

M (k
g
=

m
o
l)

e
(k
J=

m
o
l)

T
0

(K
)

T (K
)

ln (T
=

T
0
)

_ mm
(k
g
=
h
)

C
p

(k
J=

k
g
K
)

R
(k
J=

k
g
K
)

E
n
th
a
lp
y

(k
J=
h
)

E
n
tr
o
p
y

(k
J=
h
.K

)

P
h
y
si
ca
l

ex
er
g
y
ra
te

(k
J=
h
)

C
h
em

ic
a
l

ex
er
g
y
ra
te

(k
J=
h
)

T
o
ta
l

ex
er
g
y
ra
te

(k
J=
h
)

G
ra
n
d
to
ta
l

ex
er
g
y
ra
te

(k
J=

h
)

1
C
er
a
m
ic

4
0
,5
4
4

2
8
,0
6
8
,4
3
4

A
l 2
O

3
0
.1
0
1
9

1
5

2
9
5

3
4
3

0
.1
5

5
,9
1
9

0
.7
9
3

0
.0
8
1

2
2
5
,3
1
7

7
0
4

1
7
,6
0
3

1
0
,4
6
8
,6
4
1

1
0
,4
8
6
,2
4
4

S
iO

2
0
.0
6

8
.2

2
9
5

3
4
3

0
.1
5

2
9
,8
8
1

0
.7
6
1

0
.1
3
8

1
,0
9
1
,4
9
1

3
,4
1
1

8
5
,2
7
3

3
,2
8
0
,2
2
2

3
,3
6
5
,4
9
5

N
a
2
O
H

0
.0
6
2
9

2
9
6
.2

2
9
5

3
4
3

0
.1
5

3
,1
6
2

1
.5
4
0

0
.1
3
2

2
3
3
,7
6
7

7
3
1

1
8
,2
6
3

1
3
,4
4
3
,6
9
1

1
3
,4
6
1
,9
5
4

F
e 2
O

3
0
.1
5
9
6

1
2
.4

2
9
5

3
4
3

0
.1
5

5
7

0
.6
9
0

0
.0
5
2

1
,8
8
0

6
1
4
7

1
2
6

2
7
3

C
a
O

0
.0
5
6

1
1
0
.2

2
9
5

3
4
3

0
.1
5

1
5
0

0
.8
3
0

0
.1
4
8

5
,9
7
7

1
9

4
6
7

2
3
7
,9
9
0

2
3
8
,4
5
7

M
g
O

0
.0
4
0
3

5
9
.1

2
9
5

3
4
3

0
.1
5

2
8
8

0
.9
7
0

0
.2
0
6

1
3
,4
0
3

4
2

1
,0
4
7

3
5
9
,6
1
7

3
6
0
,6
6
4

O
th
er

0
.0
6

8
.2

2
9
5

3
4
3

0
.1
5

1
,0
8
7

0
.7
8
0

0
.1
3
8

4
0
,6
8
2

1
2
7

3
,1
7
8

1
5
2
,1
7
0

1
5
5
,3
4
8

2
F
lu
e
g
a
s
(w

a
te
r

ev
a
p
o
ra
ti
o
n
o
f

g
la
ze
d
ti
le
)

5
,3
3
9

1
8
9
,3
8
1

H
2
O

0
.0
1
8

9
.5

2
9
5

4
0
3

0
.3
1
1

1
.9
5
4

0
.4
6
1

1
,1
2
6
,7
0
0

3
,2
4
4

1
6
9
,5
7
9

2
6
6
,9
5
0

4
3
6
,5
2
9

3
F
lu
e
g
a
s

(c
o
m
b
u
st
io
n
)

4
5
,5
2
5

�
2
7
8
,2
9
7

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

4
0
3

0
.3
1
1

7
1
0

0
.9
9
6

0
.1
8
9

7
6
,3
9
4

2
2
0

1
1
,4
9
8

1
5
8
,2
5
0

1
6
9
,7
4
8

C
O

0
.0
2
8

2
7
5
.1

2
9
5

4
0
3

0
.3
1
1

2
1
.0
5
9

0
.2
9
8

2
6
0

0
.7
5
0

3
9
.1
8

1
9
,7
4
8

1
9
,7
8
7

N
O

0
.0
3

8
8
.9

2
9
5

4
0
3

0
.3
1
1

9
1
.0
2
1

0
.2
7
7

1
,0
0
4

2
.9

1
5
1

1
9
,4
4
8

1
9
,5
9
9

N
O

2
0
.0
4
6

5
5
.6

2
9
5

4
0
3

0
.3
1
1

1
0
.9
3
4

0
.1
8

9
1
.8

0
.2
6
4
5

1
3
.8
2

4
9
8

5
1
1

O
2

0
.0
3
2

3
.9
7

2
9
5

4
0
3

0
.3
1
1

7
,9
9
0

0
.9
6
4

0
.2
6

8
3
1
,8
1
7

2
,3
9
5

1
2
5
,1
9
6

�
1
,4
8
8
,8
5
7

�
1
,3
6
3
,6
6
1

H
2
O

0
.0
1
8

9
.5

2
9
5

4
0
3

0
.3
1
1

1
,4
2
0

1
.9
5
3

0
.4
6
1

2
9
9
,5
9
2

8
6
3

4
5
,0
9
1

8
9
,6
8
4

1
3
4
,7
7
5

N
2

0
.0
2
8

0
.7
2

2
9
5

4
0
3

0
.3
1
1

3
5
,3
9
7

1
.0
5
3

0
.2
9
6

4
,0
2
5
,4
9
4

1
1
,5
9
2

6
0
5
,8
7
4

1
3
5
,0
6
8

7
4
0
,9
4
2

4
F
lu
e
g
a
s
(o
th
er
s)

5
3
,3
9
0

8
7
7
,3
1
3

N
2

0
.0
2
8

0
.7
2

2
9
5

4
0
3

0
.3
1
1

4
1
,3
0
8

1
.0
5
3

0
.2
9
6

4
,6
9
7
,6
9
3

1
3
,5
2
8

7
0
7
,0
4
6

1
3
5
,9
1
3

8
4
2
,9
5
9

O
2

0
.0
3
2

3
.9
7

2
9
5

4
0
3

0
.3
1
1

1
1
,0
8
4

0
.9
6
4

0
.2
6

1
,1
5
3
,9
5
3

3
,3
2
3

1
7
3
,6
8
1

3
9
,6
4
7

2
1
3
,3
2
8

C
O

2
0
.0
4
4

1
9
.8
7

2
9
5

4
0
3

0
.3
1
1

1
6

0
.9
9
6

0
.1
8
9

1
,7
2
3

5
2
5
9

�
8

2
5
1

A
r

0
.0
3
9
9

1
1
.6
9

2
9
5

4
0
3

0
.3
1
1

4
9
1

0
.6
0

0
.2
0
8

3
1
,8
2
9

9
2

4
,7
9
1

2
,3
6
4

7
,1
5
5

H
2
O

0
.0
1
8

9
.5

2
9
5

4
0
3

0
.3
1
1

5
1
.9
5
4

0
.4
6
1

1
,1
2
7

3
1
7
0

�
3
,8
8
2

�
3
,7
1
3

O
th
er

0
.0
2
8

0
.7
2

2
9
5

4
0
3

0
.3
1
1

4
8
6

0
.6
1

0
.2
9
6

3
2
,0
0
8

9
2

4
,8
1
7

�
1
8
7
,4
8
4

�
1
8
2
,6
6
7

O
v
er
a
ll

2
8
,8
5
6
,8
3
1

1808

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 



Energy Analyses of the Furnace

The unit energy input rate to the furnace is
152,630,447 kJ=h. The main heat source in the process is
gas and the electrical energy is converted into heat. The
total input heat rate is 108,999,990 kJ=h. Figure 3c illus-
trates the energy flow in the furnace. The furnace has a heat
loss share of 67.8%. The furnace, which consumes the most
fuel, operates under a higher temperature process com-
pared to the other systems. One of the fundamental prob-
lems associated with the furnace is that the burner isolation
is not good. In addition, unstable combustion frequently
occurs because of insufficient input air, which causes an
increase in natural gas consumption due to insufficient
air=fuel ratio. The isolation problem is inadequate in the
furnace as well. The inadequacy of the isolation in the hell
fire area where the heat is the greatest constitutes the main
part of this loss. The energy balance in the furnace is given
in Table 5c.

Energy Efficiencies of the Ceramic Drying Process

For all units, the total amount of energy and losses
obtained from the energy analysis, which was performed
using the first law of thermodynamics, is given in
Table 5 and comparisons of these values are provide
in Fig. 5.

Energy efficiency of the CDP is calculated from the fol-
lowing relation:

g ¼
P

mouthoutP
minhin

or g ¼
XQin �Qloss

Qin
ð22Þ

Using energy analysis values and Eq. (22), the energy effi-
ciencies of the SD, VD, and F were calculated for January

as follows:

gSD ¼ 63319995

96667641
¼ 0:6550;

gVD ¼ 28852238

66357494
¼ 0:4348; and

gF ¼ 53542779

152630447
¼ 0:3508

Exergy Analysis of the Ceramic Drying Process

The irreversibility of each component is calculated from
the exergy consideration and may also be found using the
entropy balance equations. Using the assumptions, the
exergy analysis was made using Eqs. (5)–(13) and the
exergy efficiencies were calculated for the CDP. These cal-
culations are provided in Tables . shows the results of these
exergy analyses as a Grassmann diagram. The following
assumptions were made in the calculations:

1. The system is assumed to be a steady-state, steady-flow
process.

FIG. 6. Grassmann (exergy loss and flow) diagram of the ceramic drying process studied.

FIG. 7. Comparative values for total exergy and total exergy loss rates

of each unit.
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2. Chemical exergies of the substances are neglected.
3. Kinetic and potential exergies of materials are ignored.
4. The reference value for the ambient temperature, and

pressure are considered to be T0¼ 295K and P0¼ 1 bar
for calculations.

Total exergy values of the input and output materials
were calculated to be 7,864.73 and 1,981.40MJ, respect-
ively.

For all units, a comparison of these values is also given
in Fig. 7 using the second law of thermodynamics.

Exergy Analysis of the Spray-Drying Process

Table 6 lists exergy analysis values of the input materials
to the SD process and those of the output materials from
the SD process are indicated in Table 7. Total exergy values
of the input and output materials were calculated to be
74,517,995 and 40,089,117 kJ=h, respectively.

Exergy Analysis of the Vertical Drying Process

Exergy analysis values of the input materials to the VD
process are presented in Table 8 and those of the output
materials from the VD process are listed in Table 9. Total
exergy rate values of the input and output materials were
calculated to be 101,275,804 and 39,689,987 kJ=h,
respectively.

Exergy Analysis of the Furnace Process

Exergy analysis values for the input materials to the fur-
nace are listed in Table 10 and those of the output materi-
als from the furnace are indicated in Table 11. Total energy
rate values of the input and output materials were calcu-
lated to be 179,439,129 and 28,856,831 kJ=h, respectively.

Exergy Efficiency of the Ceramic Drying Process

The exergy efficiency of the CDP is calculated from

e ¼
P

mout � woutP
min � win

or e ¼ Exout
Exin

ð23Þ

Using exergy analysis values and Eq. (23), the exergy effi-
ciencies of the SD, VD, and F were calculated for January

as follows:

eSD ¼ 40089117

74517995
¼ 0:537; eVD ¼ 3968998

101275804
¼ 0:391;

and eF ¼ 28856831

179439129
¼ 0:16

Exergy Analysis of the Whole Process

Mass, energy, and exergy input and output values of the
dryer process investigated are shown in Table 12. A graphi-
cal representation of the energy and exergy efficiencies of
the SD, VD, and F is presented in Fig. 8.

Apak[34] reported that energy and exergy efficiencies in a
ceramic drying sector were 65.3 and 29.9% for the SD, 87.3
and 64.1% for the VD, and 43.4 and 11% for the F, respect-
ively. In the present study, for the month of January, the
energy and exergy efficiency values for the SD, VD, and
F were 65.50 and 53.7%, 45.12 and 43.3%, and 35.08 and
16%, respectively. The differences between the efficiency
values are due to the operating conditions of the two fac-
tories.

CONCLUSIONS

In the present study, we determined energy and exergy
utilization efficiencies of a ceramic drying process. Mass,
elemental analysis and heat losses, and energy and exergy
utilization efficiencies of the CDP were analyzed using
the actual plant operating data. The main conclusions
drawn from the results of the present study may be sum-
marized as follows:

1. For the month of January, the energy efficiency values
for the SD, VD, and F were 65.50, 45.12, and 35.08%
and the exergy efficiency values were 53.7, 43.3, and
16%, respectively.

2. For the month of January, heat loss rates by conduc-
tion, convection, and radiation from the surface of the
SD, VD, and F were about 33,348, 40,421, and
99,087MJ=h, respectively. Hence, the energy saving
potential for the those systems was estimated to be
nearly 33,348, 40,421, and 99,087MJ=h, respectively,
which indicates an energy recovery of 34.52, 60.91,
and 64.67% of the total input energy into the SD, VD,
and F, respectively.

3. Over one year, the energy efficiency values for the SD,
VD, and F varied between 58.48 and 65.50%, 42.44
and 50.87%, and 30.44 and 36.99%, respectively, and
the exergy efficiency values were in the range of
44.85–65.16%, 34.92–45.42%, and 12.73–16.41%,
respectively.

4. This study indicated that exergy utilization in the SD,
VD, and F was even worse than energy utilization. In
other words, those processes had a great potential for
increasing the exergy efficiency.

FIG. 8. Variation of energy and exergy efficiencies of the ceramic dryer

process over time.
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5. Heat losses especially at the second and third stage of
the process shows the problem with the efficiency of
the system. Heat losses will decrease if necessary precau-
tions are taken in the CDP, which will result in fuel sav-
ings in the furnace.

6. A conscious and planned effort toward building an
energy management structure within the plant studied
is needed to improve exergy utilization in the CDP.
Considering the existence of energy-efficient technolo-
gies in similar sectors, the major problem is delivering
these technologies; in other words, using effective
energy-efficiency delivery mechanisms.

NOMENCLATURE

C Specific heat (kJ=kgK)
D Diameter (mm)
E Energy (kJ)
_EE Energy rate (kW)
Ex Exergy (kJ)
_EEx Exergy rate (kW)
ex Specific exergy (kJ=kg)
h Specific enthalpy (kJ=kg) or heat convection

coefficient (W=m2K)
I Irreversibility, exergy consumption (kJ)
_II Irreversibility rate, exergy consumption rate

(kW)
I _PP Improvement potential rate for exergy (kW)
k Thermal conductivity (W=mK)
l Length (m)
m Mass (kg)
_mm Mass flow rate (kg=s)
P Pressure (Pa)
Q Heat transfer (kJ)
_QQ Heat transfer rate (kW)
_SS Entropy rate (kW)
s Specific entropy (kJ=kgK)
T Temperature (K)
W Work (kJ)
_WW Work rate or power (kW)
Greek

Letters
e Exergy (second law) efficiency (%)
g Energy (first law) efficiency (%)
w Flow exergy (kJ=kg)
Indices

a Air
ave Average
c Combustion
cr Ceramics
dest Destroyed
dr Drying room
fg Flue gas
fr Furnace

g Gas
gd Gas dust
gen Generation
gt Glazed tile
h Heating
in Input
la Air leakage
m Moisture
mix Mixture
ns Natural gas
out Outlet, existing
sdm Sludge (dry material)
sf Surface
swm Sludge (wet material)
t Tile
v Vapor
0 Dead state or reference environment
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of Göteborg: Göteburg, Sweden, 1986.

11. Szargut, J.; Morris, D.R.; Steward, F.R. Exergy Analysis of Thermal

and Metallurgical Processes; Hemisphere Publishing Corporation:

New York, 1998.

12. Rosen, M.A.; Dincer, I. Effect of varying dead-state properties on

energy and exergy analyses of thermal systems. International Journal

of Thermal Sciences 2004, 43, 121–133.

13. Utlu, Z.; Sogut, Z.; Hepbasli, A.; Oktay, Z. Energy and exergy analy-

ses of a raw mill in a cement production. Applied Thermal Engineer-

ing 2006, 26(17–18), 2479–2489.

14. Dincer, I. Thermodynamics exergy and environmental impact. Energy

Sources 2000, 22, 723–732.

15. Dincer, I. The role of exergy in energy policy making. Energy Policy

2002, 30, 137–149.

16. Kowalski, S.J. Toward a thermodynamics and mechanics of drying

processes. Chemical Engineering Science 2000, 55, 1289–1304.

17. Liu, Y.; Zhao, Y.; Feng, X. Exergy analysis for a freeze-drying pro-

cess. Applied Thermal Engineering 2008, 28, 675–690.

18. Colak, N.; Hepbasli, A. A review of heat pump drying: Part 1—Sys-

tems, models and studies. Energy Conversion and Management 2009,

50, 2180–2186.

19. Colak, N.; Hepbasli, A. A review of heat-pump drying (HPD):

Part 2—Applications and performance assessments. Energy Conver-

sion and Management 2009, 50, 2187–2199.

20. Colak, N.; Hepbasli, A. Performance analysis of drying of green olive

in a tray dryer. Journal of Food Engineering 2007, 80, 1188–1193.

21. Dincer, I. On energetic, exergetic and environmental aspects of drying

systems. International Journal of Energy Research 2002, 26, 717–727.

22. Day, M.; Burnett, J.; Forrester, P.L.; Hassard, J. Britain’s last indus-

trial district; a case study of ceramics production. Int. J. Production

Economics 2000, 65, 5–15.

23. Olgun, A.; Erdogan, Y.; Ayhan, Y.; Zeybek, B. Development of cer-

amic tiles from coal fly ash and tincal ore waste. Ceramics Inter-

national 2005, 31, 153–158.

24. Grave, P.; Kealhofer, L.; Marsh, B.; Sams, G.K.; Voigt, M.;

DeVries, K. Ceramic production and provenience at Gordion, Cen-

tral Anatolia. Journal of Archaeological Science 2009, 36, 2162–

2176.

25. Utlu, Z.; Hepbasli, A. Energetic and exergetic assessment of the indus-

trial sector at varying dead (reference) state temperatures: A review

with an illustrative example. Renewable and Sustainable Energy

Reviews 2008, 12, 1277–1301.

26. Wall, G. Exergy tools. Proceedings of the Institution of Mechanical

Engineers 2003, 217, 125–136.

27. Kotas, T.J. The Exergy Method of Thermal Plant Analysis; Anchor

Brendon Ltd.: Tiptree, Essex, UK, 1985.

28. Cornelissen, R.L. Thermodynamics and Sustainable Development: The

Use of Exergy Analysis and the Reduction of Irreversibility; Ph.D. The-

sis, University of Twente, Enschede, The Netherlands, 1997.

29. Torres, E.A.; Gallo, W.L.R. Exergetic evaluation of a cogeneration

system in a petrochemical complex. Energ Convers Management

1998, 16–18, 1845–1852.

30. Moran, M.J. Engineering thermodynamics. In Mechanical Engin-

eering Handbook; Kreith, F., Ed.; CRC Press: Boca Raton, FL

1999.

31. Van Gool, W. Energy policy: Fairly tales and factualities. In

Innovation and Technology—Strategies and Policies; Soares,

O.D.D., Martins da Cruz, A., Costa Pereira, G., Soares, I.M.R.T.,

Reis, A.J.P.S., Eds.; Kluwer: Dordrecht, The Netherlands, 1997;

93–105.

32. Hammond, G.P.; Stapleton, A.J. Exergy analysis of the United King-

dom energy system. Proceedings of the Institution of Mechanical

Engineers 2001, 215(2), 141–162.

33. Turan, M. Determination of an Industrıal Dryer’s Performance Using

Energy and Exergy Analysis Methods; Mechanical Engineering

Branche, Graduate School of Natural and Applied Ssciences, Ege

University, Izmir, Turkey, 2009. (in Turkish)

34. Apak, E. Exergy Analysis of a Ceremaic Factory; Graduate School of

Natural and Applied Sciences, Dumlupinar University, Kutahya,

Turkey, 2007 (in Turkish).

ANALYSIS OF CERAMIC PRODUCTION 1813

D
ow

nl
oa

de
d 

by
 [

Is
ta

nb
ul

 A
yd

in
 U

ni
] 

at
 0

6:
26

 0
3 

Ju
ne

 2
01

3 


