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Drying of aqueous suspensions containing aggregated particle networks is important
in a wide variety of solid/liquid unit operations where, in addition to optimizing the
drying rate, there is a need for dimensional control of the dried product. During drying,
the bed consolidates and then dehydrates. The degree of consolidation is sensitive to the
strength of particle attractions altered by solution conditions such as pH, ionic strength,
and particle size. These interaction forces are characterized in terms of an independently
measurable quantity, the compressive yield stress P,, and link P, to the compressive
capillary forces to which the suspension is subjected during drying. Using P, and a
two-phase fluid model for drying, a dimensionless parameter Q is identified to provide a
guide for conditions where interparticle forces and mass-transfer limitations will domi-
nate drying behavior. This model yields a quantitative measure of the shape changes
that can be expected upon drying. Model predictions are tested using drying experiments
on 0.65 um alumina particles in aqueous suspensions at different pH and salt concen-

Consolidation During Drying of Aggregated

trations.

Introduction

Drying of saturated bodies involves a phase change, mass
transfer, and the application of capillary stresses to the dry-
ing bodies. If the capillary forces exceed the compressive
strength of the saturated body, the bed compacts and in the
process expresses liquid that is carried away by evaporation.
Under these conditions, drying is controlled by the relative
rates of mass transfer and the ease with which the bed col-
lapses to allow the surface to remain saturated. In the limit
of slow evaporation or rapid bed collapse, variations in vol-
ume fraction within the drying body are minimized. However,
at the opposite extreme of rapid evaporation or slow bed col-
lapse, large volume fraction gradients are generated and the
slurry may develop a crust. The ease of collapse is controlled
by the microstructure of the bed and the strength of interpar-
ticle bonds. As a result, incorporation of interparticle forces
into descriptions of drying is an essential step to developing
useful models for controlling both drying rates and dimen-
sional stability of the drying body.
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Traditional approaches treat drying of compressible slur-
ries as the consolidation of a viscoelastic body (Scherer, 1990,
Smith et al., 1995). The goal of these models is to determine
the rates of drying that are commonly broken into an initial
constant rate period followed by one or more falling rate pe-
riods. Application of these models is not straightforward due
to difficulties in estimating parameters used in the viscoelas-
tic constitutive equation such as Poisson’s ratio, the elastic
modulus, and the viscosity. We develop here a model of slurry
drying that incorporates the strengths of interparticle bonds
through the compressive yield stress of the suspension P, and
the volume fraction-dependent permeability. The permeabil-
ity can be estimated with standard models (Landman and
White, 1992), while P, can be measured independently over
the entire volume fraction range of interest (Miller et al.,
1996; Green, 1997). This approach simplifies linking model
predictions to particle and bed properties.

Our model is based on a two-phase fluid description of the
suspension developed and extensively tested in descriptions
of pressure filtration (Landman et al., 1991). We adopt these
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descriptions to drying by recognizing that, at the onset of dry-
ing, capillary forces at the slurry gas interface exert a com-
pressive force on the slurry. The bed will collapse as long as
the slurry collapses more easily than the evaporated liquid
can move away from the interface. However, as the bed col-
lapses, its resistance to compaction grows. At a certain point,
P, at the surface equals the capillary stresses and gas enters
the drying body (that is, the body begins to desaturate). Our
model describes the drying process up to this desaturation
point. However, as discussed below, under many circum-
stances the model captures not only the initial drying of the
bed, but also provides good estimates of the time to com-
pletely dry (that is, desaturate) the body.

In the next section a description is developed of the drying
of saturated compressible beds. During this time period, con-
tinuous loss of solvent occurs at the expense of shrinkage of
the saturated body. The model developed in the next section
describes consolidation up to the point at which the bed starts
to desaturate. To demonstrate the relative importance of in-
terparticle forces, a series of calculations are made based on
systems where model input parameters have been experimen-
tally verified. These calculations show that by changing inter-
particle forces and drying rates, substantial differences in
shrinkage and in volume fraction gradients can be produced.
The model can be used to estimate the time required for the
bed to start desaturating and the amount of liquid left in the
bed at that time. In the section Model Inputs, the experimen-
tal system is described from which the input parameters for
the model are determined. The following section presents
model predictions and experimental comparisons. Conclu-
sions are drawn in the final section.

Model Development

The consolidation of colloidal suspensions during filtration
and sedimentation has been studied extensively (Kynch, 1952;
Tiller, 1981; Fitch, 1983; Buscall and White, 1987). Here, we
follow the treatment of Landman et al. (1991) in their study
of pressure filtration. As the drying process involves a phase
change and thus possible temperature changes in the drying
body with time, we also incorporate the appropriate equa-
tions to describe heat transfer within the drying body and the
impact of temperature changes on the rate of drying.

In the language standard to descriptions of drying
(Sherwood, 1929a, b, 1930), the consolidation model covers
only the initial transient and constant rate periods of drying.
There is a change in the mechanism that controls drying rate
behavior as the solid volume fraction at the gas/bed interface
approaches the value ¢,, where the compressive yield stress
of the network equals the capillary forces. When this occurs,
only the portions of the bed with volume fraction less than ¢,
continue to consolidate. At this point, the rate controlling
mechanism becomes the movement of vapor through the con-
solidated bed.

Consolidation model

The consolidation model considers the drying body to com-
prise two phases on which forces are balanced: a particulate
phase of pressure P, and velocity u, and a fluid phase of

pressure P, and velocity v. We emphasize here that P,(P)) is
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the force on the solid (liquid) phase per unit total area of
solid and liquid. The fluid and solid velocities are determined
as the volume flux of solid or liquid per unit area of suspen-
sion. The body is bounded at least partially by a gaseous in-
terface. The liquid evaporates into this gaseous phase and is
transferred away from the drying body by diffusion or con-
vection. While the model is readily generalized for complex
geometries, we focus here on a one-dimensional drying prob-
lem to emphasize the underlying processes. Force balances
are carried out on the drying body neglecting gravitational
effects and assuming shear stresses are small relative to the
compressive yield stresses. As detailed in the derivation in
Appendix A, these force balances result in equations with
two terms for each phase.
For the particulate phase

oP, 1R
2 a(f) (u-0)=0 (1)

For the fluid phase

P, TR
P (2¢>)

dz a,

(v-u)=0 €

P, is explicitly defined in these equations as the stress be-
tween particles arising from interparticle (colloidal) or con-
tact forces. It is the force acting on the particles per unit
suspension area. The pressure in the liquid phase P, is the
standard liquid pressure and thus is the force acting on the
liquid per unit area of the liquid. The force balances are cou-
pled through the hydrodynamic drag that develops due to dif-
ferences in the continuous phase and solid phase velocities v
and u in the z-direction, respectively. The force per unit vol-
ume per unit velocity due to differences between the fluid
and solid velocity is

nR(¢) 3)

where 7 is the liquid viscosity, a,, is the particle radius, and
¢ is the volume fraction of solids. The term R(¢) accounts
for volume fraction dependence of the drag. We choose it to
have a form

R(#) = —2 4
(‘b)_ (1_(;[))" ( )

which provides an excellent fit to experimental data. Meth-
ods developed for the experimental determination of n for
aggregated suspensions are well documented (Landman and
White, 1992, 1994; Landman et al., 1995). Buscall et al. (1982)
and Kops-Werkhoven and Fijnant (1982) determined that the
value of n for uniform hard spheres lay between 5.0 and 6.7.
The constant C will be a function of particle shape and size
distribution. For a monodisperse system of spherical parti-
cles, C =4.5.
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Figure 1. Saturated drying system.

The equations of continuity for these aggregated suspen-
sions may be written as

b an) )
at Jz
1- 1-
=) la-epl ©
Jat Jz
Adding Egs. 5 and 6 and integrating, we obtain
u+(1=¢)o="k(1) (M

where k(¢) is dependent only on time.
Using the coordinate system shown in Figure 1, the appli-
cable boundary conditions for drying are

atz=0, U= _kg(pu_pa) (8)
h dh 9

t = t = [ —
atz (1), u=v 7 ©)

where the mass-transfer coefficient k, is a function of gas
velocity and system configuration, p, is the ambient vapor
pressure, p, is the vapor pressure at the gas liquid interface,
and h is the bed height (Figure 1). Equation 8 indicates that
the rate of evaporation will be determined by the difference
in liquid vapor pressure at the surface and the ambient vapor
pressure, as well as the rate at which the air is flowing across
the surface. Equation 9 shows that in the chosen frame of
reference the particles and fluid at this boundary are moving
at the same rate.

Following Buscall and White (1987), we treat the constitu-
tive equation for the bed as having a form

D
28 o

T P,<P, (10)
Do
o =K(O[P-P] P=P (1)

where k(¢) is the dynamic compressibility, P, is the particle
network stress, and P, is the compressive yield stress. Equa-
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tions 10 and 11 indicate that the network behaves plastically
for P, > P, and, using Equations 5 and 6, we can replace them
with

u

——=0 P,<P, (12)
du k()
E= ® [Ps_Py] PSZPy (13)

Buscall and White (1987) use scaling arguments to show that
when (a p/h0)2 <1, where a,, is the particle radius and A, is
the initial height of the saturated bed, x(¢)> 1, thus sug-
gesting that P, — P, <1 and allowing us to approximate P;
as <

Py(z,1) =P, (¢(z:1)) 14
The link between the state of the liquid in the bed and the
vapor contacting the liquid/gas interface is made by equating
chemical potentials across the interface and results in the
Kelvin equation

Py= D, €Xp (15)

where, P, is the capillary pressure at z =0, p,, is the vapor
pressure that would exist above the liquid if the interface were
flat, 1, is the molar volume of the liquid, R, is the gas con-
stant, and 6 is the liquid temperature. The liquid pressure at
the interface, P,(0,¢) is related to the ambient pressure P,
by

P,(0,t) =P,

atm

+ Py (16)
Adding Eqgs. 1 and 2 and integrating the resulting expression
yields

P

atm

=P(z,t)+P(z,t) 0<z<h(t) (17)

)If we substitute for P;(0,¢) in Eq. 16 from Eq. 17, we obtain
a relationship of the form

Py(0,1) = = Poyy[4(0,1)] (18)
Equation 18 can be rewritten using Eq. 14 as
Py[¢(07t)]= _Pcap[d)(()’t)] (19)
Inserting this expression into Eq. 15 yields
P00, }
y m
Po=Po@Xp{ = (20)
-

Equation 20 shows that the vapor pressure above the liquid
interface can be affected, albeit minimally, by changes in par-
ticle network properties, thereby introducing a subtle volume
fraction dependence to the rate of evaporation, as well as
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explaining how changes in the interparticle forces can impact
drying rate.

The capillary pressure in the liquid at the liquid /gas inter-
face will be equivalent to the compressive yield stress of the
particle network as indicated in Eq. 19. If this capillary pres-
sure is lower than the equilibrium capillary pressure that
would minimize the free energy of the system, liquid will
evaporate and the capillary pressure will increase. The maxi-
mum value that this receding capillary pressure can attain
occurs when the liquid at the interface is in equilibrium with
the vapor phase and is given by the approximation

_ycos . bp,Ap - 3yé
(1_ d)) (1_ d))ap

pmax _

cap

€3]

where ¢, is the contact angle, p, is the number density of
particles, and A, is the specific surface area of the particles
(White, 1982). The final expression is derived assuming that
the particles are completely wet by the liquid such that s, = 0.
As long as this maximum capillary pressure exceeds the com-
pressive yield stress at the volume fraction at the liquid/gas
interface, the bed will consolidate and remain saturated.

Py will not be immediately achieved because liquid must
diffuse away from the interface. The mass-transfer resistance
acts to reduce the volume fraction at the interface. This phe-
nomenon has a direct analogy in pressure filtration, where, if
a load P, .4 is applied to an aggregated bed, the volume
fraction at the suspension/filter membrane is controlled by
the relationship

Papplied=PI(O’I)+Py[¢(O’t)] (22)

where the suspension/membrane interface is at z = 0. If there
is no membrane resistance, P;=0 and P[$(0,0]= P, jicq-
Thus, the volume fraction at the bottom of the filter cake is
found to be that where the aggregated bed can support the
applied load. If, however, there is a substantial membrane
resistance, the condition must be applied such that g =
R,,P/(0,t) where R,, is the membrane resistance and g is the
volumetric flux of liquid. The result is that the volume frac-
tion at z = 0 is lower than that defined by P,[$(0,0)]= P, jicq-
Over time, a filter cake builds up so that P,(0,t) decreases
and ¢(0,¢) increases.

In the drying problem, the mass-transfer resistance of
evaporating liquid plays the same role as R,, in pressure fil-
tration. As the bed dries, both the capillary pressure and vol-
ume fraction increase. However, as ¢(0,f) increases, more
liquid is expressed such that P, is held at less than or equal
to Pip*[¢(0,0]. The result is that throughout the consolida-
tion process, the mass-transfer resistance generated by the
evaporating liquid plays a crucial role in controlling drying
dynamics.

We define the flux of liquid from the bed as Q, where

dh

Q=__

7 (23)
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By applying the boundary condition in Eq. 9 to solve for
k() in Eq. 7, we obtain

P, mR(¢)
iz ay(1-¢)

[u+0]=0 (24)

Recognizing that at each point in the bed, the particles are
at their incipient yield pressure as suggested in Eq. 15, we
combine Eqgs. 5 and 24 to yield

ap a ad
E=E(D(¢)E+¢Q) (25)
where
pay (1 ¢)dPy
g
D(#) =2 (26)

This quantity D(¢) is a measure of the internal resistance
to flow. Equation 25 governs the dynamics of the drying pro-
cess and is solved with an initial condition given by

¢(z,0)=¢,0<z<h, (27)
The relevant boundary conditions are
d¢
¢(0,6)0+ D(¢(0,t))— t>0 (28)
0z 0,0
J
—(b =0:>0 (29)
IZ |(h(0).0)

We simplify Eq. 25 by converting it to a fixed boundary
problem using the formulation of Landman et al. (1991) and
define a new variable w(z,t) as

w(z,t)=ﬁjoz¢(z,t)dz 0<w(zr)<1 (30)

We also define

(-9
¢

e

(3D

where e is the ratio of the liquid volume to the solid volume
in the saturated bed. Using these new variables, Eq. 25 is
rewritten as

de Jd A de 2
aT  aw (e)aw) (32)
with initial condition
1-¢
e(w,o)=u O<w<l1 (33)
b
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and boundary conditions

de —
A[e(()’T)]_ :Q

prod IO T>0 (34)
where

Ale)= ;;D—((;?) (3%)

T= IDEZ(;“) (36)

The variable Q gives a quantitative measure of the rate con-
trolling process during the consolidation phase of drying. For
values of Q <1, evaporation of liquid at the surface of the
body will limit the drying rate while higher values of Q indi-
cate that the internal moisture movement by diffusion and
capillary flow will control the drying rate. In addition, when
O < 1, the volume fraction across the bed will be uniform.
As the value of Q increases, gradients in ¢ will develop. High
values of Q can be achieved by using thicker samples, by in-
creasing the value of the evaporative mass-transfer coeffi-
cient or by increasing the vapor pressure at the surface. Q is
very sensitive to ¢, through D(¢,) and, as a consequence,
can be altered greatly by changes in interparticle bond
strength and initial volume fraction. For example, in the next
section we describe the drying of aqueous alumina suspen-
sions composed of identical particles at the same initial vol-
ume fractions, but aggregated at different pH values. Table 1
gives values of D(¢,) and Q for these samples at constant
kg, ¢y, and h,. The values of Q indicate that for beds of 30
cm thickness, large volume fraction gradients are expected in
drying the slurries at pH4, while slurries at pH9 should dry
with no volume fraction gradients in the bed.

As the bed dries, the volume fraction ¢(z,t) increases from
the initial value of ¢, until the top of the bed reaches a
value ¢, where P(¢,)> P, ($,). Two scenarios can then
follow:

(1) At high values of Q(Q > 1), there are substantial vol-
ume fraction gradients in the bed. When the bed/gas inter-
face reaches ¢,, the liquid recedes from the surface resulting
in the formation of a “crust” or de-saturated layer at the bed
surface. At this point, the bed begins to desaturate at the top,
although the areas just below the top and near its base re-
main saturated at much lower volume fractions such that in
these areas P,(¢) < P.,,(¢) and compression continues. In
this region the model can still be applied provided that the

Table 1. Effects of Changes in Solution Chemistry on

hy D(¢p)x1078

Suspension ¢y (m) (m?/s) 0
0.65 wm Al,O; pH4 0.IM NH,Cl 045 0.3 983 14
0.65 um Al,O5; pH9 0.IM NH,CI 045 0.3 127.79 0.11
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mass transfer through the unsaturated portion of the bed is
known. The term “crust” applied throughout this article refers
to a region at the top of the drying bed, where the volume
fraction is such that the particle network is strong enough to
withstand the applied compressive forces without further
consolidation, that is, P,(¢) > P, ().

(2) In the low Q regime, (Q < 1), where the volume frac-
tion gradients are negligible, when the volume fraction at the
top of the bed reaches ¢,, the remainder of the bed has vol-
ume fraction ¢(z,¢) such that P($)> P, (¢), and the en-
tire bed will stop consolidating and start to desaturate. Smith
et al. (1995) use a different constitutive model to predict the
volume fraction at which desaturation begins.

Heat transfer

Often, the temperature changes in drying beds as a result
of heat lost during evaporation and heat gained by convec-
tion from the gas being used for drying. Figure 2 illustrates
the main heat flows considered during the drying process.
The net effect of the heat transfer is that the temperature of
the drying body will change until it reaches its wet bulb tem-
perature where heat lost by evaporation matches heat gained
by convection. Due to the sensitivity of p, to temperature,
this transient can produce substantial changes in the drying
rate.

For the system configuration in Figure 1, a heat balance
may be written for the suspension as

[( PCpi0+ piCst) 0]

(3%)

d( ppCppt) . 30 d
ot Coz\ Yaz) oz

M;gas

»

Convection

Evaporation

Figure 2. Heat transfer during drying of saturated sys-
tem.
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where 0 is the temperature of the suspension at a given height
z, and k, pp, and C,, are the volume averaged thermal con-
ductivity, density, and heat capacity of the suspension, re-
spectively. Equation 38 has the initial condition

0(z,0)=196, (39)
and boundary conditions
k il A h.6,—6(0 40
—k—| =- + —0(0,¢
9z |- o Q vP1 c [ g ( )] ( )
70 0 41
0z l:=ny S

where 6, is the gas temperature, h, is the heat-transfer coef-
ficient, A, is the latent heat of vaporization, and p,; is the
liquid density. Equation 41 indicates that the body is insu-
lated at its base and as such there is no heat transfer from
this surface. As shown in Appendix B, Eq. 38 can be rewrit-
ten using a similar approach to that used for Eq. 32.
Equation 40 may be rewritten in dimensionless form as

(?é Q)\Uplho
0Zlz-0 k(6o = 655)

hho[ 6, — 0(0,0)]
k(6y—67,)

(42)

where Z = z/h, and 6 =(6 — 6%)/A6, — 6%). 6% is an esti-
mate of the wet bulb temperature of the drying body ob-
tained by solving Eq. 42 when the lefthand side is equal to
zero. The actual wet bulb temperature will be different from
607, due to the temperature dependence of the vapor pres-
sure and, hence, Q, as well as details of heat flux to the sur-
face.

As shown in Eq. 42, the heat flux at the gas/liquid inter-
face contains two dimensionless groups. The first group rep-
resents the ratio of heat lost due to evaporation to the rate of
heat conduction to the surface. The second group represents
the ratio of the rate of heat convection to the surface to heat
conduction through the surface. When both these terms are
small, heat is conducted so rapidly through the body that there
are no temperature gradients in the bed. Under these condi-
tions, Eq. 38 can be replaced by

dH

Ezhc(eg_Hb)_kgpl(pu_pa))\v (43)

where H = p,hC,,0, and 6, is the temperature of the body.
We can make Eq. 43 dimensionless by defining

H=p,hC,,0 (44)
where p, = p,/pyg> h = h/hg, Cpp, = Cp,/Cpp and 6, = (6, —
6,)/(6,0 — 6,,) where the subscript 0 refers to initial condi-
tions and the subscript b refers to bulk or volume average
conditions in the drying body.

By substituting the relevant dimensionless variables of time
and temperature, we see that the heat transfer during the
drying process under these conditions can be described by
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the differential equation

dH A
ﬁ=c1(0g—9b)—czQ (45)
where
hch(] (46)
cr=— <7
! D(¢0)Pbocpb0
and
d)g P Au
2= _ p* C (47)
(9g0 wa) PboCpbo
Equation 46 has initial condition
" o 0,0 — 05
H(0)=H,= M (48)

(050 = 03)

Equations 32 and 38 or 45 are solved numerically for the
relevant initial and boundary conditions using either the im-
plicit finite difference method of Crank and Nicholson for
Eqgs. 32 and 38 or a Runge-Kutta fourth-order method for
Eq. 45 (Heath, 1997).

Model Inputs

Solution of the model for volume fraction and temperature
profiles in the saturated drying body as a function of time
requires knowledge of several parameters. These include: the
compressive yield stress P,; the initial volume fraction ¢,;
the mass-transfer coefficient for the system k,; the tempera-
ture of the gas and body 6,, and 6,,, respectively; the initial
height 4, and diameter D of the bed, and the heat-transfer
coefficient k.. Rather than demonstrate model predictions
with approximate forms of P, k,, and other material prop-
erties of the suspension, we have chosen to characterize real
suspensions.

Physical property data for water were obtained from stan-
dard tables (Perry and Green, 1984). Vapor pressure data for
pure water was used because of the low salt concentrations.
The surface tension of the solutions was measured using a
“Cenco du-Nouy” tensiometer that employs the ring method
(Zuidema and Waters, 1941). The Sumitomo AKP-15 0.65 um
a-Al,O; particles suspended in NH,Cl were assumed to be
spherical. The heat-transfer coefficient 4, was determined
using an equation proposed by (Shepherd et al., 1938) of the
form

h,=C,G"* (49)
where C,, is a constant set equal to 14.5 and G’ is the gas-flow
rate across unit area of the drying surface.

As an initial test of the model, drying experiments were
conducted using aqueous suspensions of commercially avail-
able Sumitomo AKP-15 1.3 um diameter alumina particles at
pH4 and pH9 and a salt concentration of 0.1 M NH,CI.
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Figure 3. Compressive yield stress measurements for
0.65 um Al,O; particles at pH4 and pH9 in
0.1 M NH,CI, and corresponding fits using Eq.
55.

The compressive yield stress curves at pH4 and pH9 were
obtained using methods outlined by Miller et al. (1996) and
Green (1997). The compressive yield stress data was then fit
as a function of volume fraction ¢ using a five-parameter
model based on an equation developed by Garijo and Zukoski
(1998) of the form

P, P,
¢7=A1(1—A2 exp (—A—3))(1—A4€Xp (_A_s)) (50)

where the A; are constants for a given suspension. This
equation provides an excellent fit of the experimental data as
shown in Figure 3. Several other three-parameter models have
been employed to fit compressive yield stress data including
those of Channell and Zukoski (1997) and Auzerais et al.
(1988). However, these models do not accurately predict the
behavior of P, over the entire range of volume fractions. The
values of the coefficients obtained from fits of P, data using
Eq. 50 are given in Table 2.

Evaporation experiments were conducted using de-ionized
water to estimate the value of the mass-transfer coefficient
k, for the drying configuration used. We assumed that the
same k, value measured for de-ionized water evaporation

Table 2. Coefficients in Eq. 50 for 0.65 pum Al,O;
Particles Suspended in 0.1 M NH,CI at pH4 and pH9

Coefficient pH4 pHO9
A, 0.60 0.53
A, 1,337.7 0.106
A, (Pa) 989 14,427
A, 0.104 0.634
As (Pa) 58,247 106,768
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could be used for the suspension at the corresponding height.
Actual drying experiments conducted to obtain data for com-
parison with the simulation results involved blowing dry ni-
trogen gas over the samples to be dried in a fixed-bed setup
with drying from one surface only. The weight changes in the
samples were then recorded as a function of drying time. The
temperature of the gas entering the drying cell was kept con-
stant by passing it through a coil submerged in a heat bath to
ensure entry into the drying cell at the required temperature.
Due to consolidation of the sample (decreases in height), k,
was found to decrease by approximately 10% during each ex-
periment (this was confirmed by evaporating water from the
same cell and observing the effect of changing liquid height
on k). This was accounted for in the application of the dry-
ing model.

The start of desaturation was determined from the drying
curves, when the drying rate changed from being constant
and was confirmed by studying video footage of the experi-
ment which showed an elimination of glare caused by liquid
at the surface at this point.

Model Predictions

Solutions to Eqgs. 32, 38, and 45 were determined for aque-
ous suspensions of 0.65 um Al,O; particles at pH4 and pH9
in 0.1 M NH,CI, under conditions where the mass-transfer
coefficient k, was on the order of 107 —107" s-m*-kg™".
Model parameters were chosen such that 0.005 < Q < 5. Fig-
ure 3 shows the compressive yield stress curve for suspen-
sions of 0.65 um Al,O; particles at pH4 and pH9 respec-
tively in 0.1 M NH,CI salt. It can be seen from this figure
that the particle network is stronger at pH9 (the particle iso-
electric point) than at pH4.

Figures 4a and 4b show the drying rate behavior obtained
from simulations of drying of these suspensions and the cor-
responding experimental results. For both simulations, Q < 1
and consolidation is controlled by the resistance to mass
transfer on the gas side. As a consequence, during consolida-
tion in addition to the drying rates being the same, the corre-
sponding volume fraction profiles predicted by Eq. 32 and
shown in Figures 4c and 4d are quite similar. However, due
to differences in strength of the particle networks, the consol-
idation phase ends at different volume fractions in each case.
Note there are no adjustable parameters used in comparing
experimental and model results in Figures 4a and 4b.

If the initial height of the saturated bed /4, is increased
while mass-transfer conditions are held constant, substantial
changes in the volume fraction profiles are predicted. As
shown in Figures 5 and 6, for the same sample sizes and val-
ues of k,, the model predicts that the interparticle forces at
pH4 and pHO9 result in substantially different volume fraction
profiles. The surface of the beds desaturates when ¢(0,t)
reaches ¢,, which is defined as the volume fraction where
P, = P,,,. For the pH4 samples, this occurs at ¢, = 0.597 while
for pHY this occurs at ¢, = 0.526. Note that, for pH9, O <1
and when ¢(0,¢) = ¢,, the bed has a fairly uniform volume
fraction profile. However, at pH4 where Q = 1.4 when ¢(0,¢)
reaches 6,, substantial gradients exist. This phenomenon is
further emphasized in Figure 7 where /A has been increased

such that Q =4.3. Under these conditions, when ¢(0,r)
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Figure 4a. Comparison of model prediction of the total
drying time with experimental data for 0.65
pm Al,O; particles at pH4 and 0.1 M
NH,CI.

reaches 6,, the volume fraction at the bottom of the bed has
increased only slightly from 6, indicative of crusting. Figures
6 and 7 demonstrate that increasing sample size at fixed
mass-transfer conditions and P,, exacerbates crusting.

The time where the surface reaches 6, marks the point
where the bed begins to de-saturate and the falling rate pe-
riod begins. For many systems where Q <1 and ¢, < ¢,,
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Figure 4b. Comparison of model prediction of the total
drying time with experimental data for 0.65
pm Al,O, particles at pH9 and 0.1 M
NH,CI.
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Figure 4c. Volume fraction predicted by simulation of
drying of a suspension of 0.65 um Al,O,
particles in 0.1 M NH,CI and at pH4 under
conditions in Figure 4a.

the mass of liquid left in the bed at the breakthrough time ¢,
will be small. Under these conditions, an excellent approxi-
mation for the total drying time can be found by assuming
that the rate of drying remains constant at the rate at ¢, until
the bed is completely de-saturated and then drops to zero.
The overall drying time 74, is then given by

he
tdry=t6+(1_¢e)R_ (51)

where R, and h, are the rate of evaporation and the bed
height respectively at ¢,. This approximation is shown in Fig-
ures 4a and 4b, indicating an excellent agreement between
measured and predicted drying times. As Q grows, the mass
of liquid remaining in the bed at ¢, will grow. As the front of
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Figure 4d. Volume fraction predicted by simulation of
drying of a suspension of 0.65 um Al,O,
particles in 0.1 M NH,CI and at pH9 under
conditions in Figure 4b.
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Figure 5. Volume fraction predicted as a function of
drying time for 0.65 um Al, O, at pH9 and 0.1
M NH,CI at Q < 1. Each line corresponds to a
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liquid moves into the solid, with increasing O, we anticipate
an increase in the extent of the falling rate period. In these
circumstances more accurate models of drying for ¢ > ¢, will
be required.
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Figure 6. Volume fraction predicted as a function of
drying time for 0.65 um Al,O, at pH4 and 0.1
M NH,CI at Q > 1. Each line corresponds to a
time step of 30,000 s.
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Summary and Conclusions

Our model for drying of compressible beds couples the rate
of mass transfer at the body/gas interface with the ability of
the bed to collapse under an external load. By linking bed
strength to particle properties through the compressive yield
stress, we predict volume fraction variations, the cake volume
fraction at which the drying front enters the drying body and
the overall drying rates. For Q <1, the model captures the
data very well. This is emphasized in Figures 4a and 4b where
experimental results are compared with parameter-free model
predictions of the drying rate.
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Figure 8. dP,/d¢ for 0.65 um Al,O, particles at pH4
and pH9 in 0.1 M NH,CI.
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As discussed above, volume fraction variations in the dry-
ing body depend on the rate at which the solvent can move
through the gas phase relative to the rate at which the bed
can express the solvent by consolidating. The former is domi-
nated by the mass-transfer coefficient, and thus can be con-
trolled by the fluid mechanics of the gas phase and the geom-
etry of the drying body. The rate at which the bed can ex-
press fluid is controlled by dP,/d¢ and the permeability of
the drying cake. The strength of interparticle forces is re-
flected in the magnitude of P, (Figure 8).

Under conditions where Q <1 (small k,, thin cakes or
weak beds), all beds will dry at a rate controlled only by the
rate of mass transfer from the surface. However, the point
where the drying front will enter the bed is controlled by P,.
When Q is of order unity or larger (large k,, thick cakes or
strong beds), drying rates will reflect the dynamics of bed
collapse and substantial volume fraction gradients will de-
velop in the bed.

Detailed experiments comparing model predictions with
volume fractions at the termination of the consolidation stage
and demonstrating the need to understand changes in P,
during the consolidation phase provide further evidence for
the validity of this model. These experiments and model com-
parisons will be presented in a companion article.
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Appendix A

Derivation of governing momentum balance equations
We take as our starting point the volume averaged equa-

tions for fully saturated two-phase flow of a solid/liquid sys-

tem in the presence of a gravitational body force (Egs. 1 and
2) viz

¢ -
E+V-(¢u)=0 (Ala)
Ll; 2 +V-[(1-$)T]=0 (Alb)

The conservation equations for incompressible phases where
¢ is the mean solids volume fraction and u, v are the local
mean velocities of the solid and liquid phases, together with
the momentum conservation equations

Vg —nf=+(1-¢)pg=0
Veos+nf—+ dp,g=0

(A2a)
(A2b)

We are neglecting in these equations inertial terms, and o is
the contribution to the mean stress in the system supported
by particle-particle interactions (solid-solid contact forces in
the case of a flocculated solid network or intersurface col-
loidal forces in the case of a stable suspension). The mean
fluid stress o acts throughout the total two-phase volume,
not just in the fluid phase, but also inside the solid phase
since the fluid stresses are transmitted to the solid phase via
the solid-liquid interfaces where the local force balance must
apply. We neglect here the Laplace pressure contribution to
the interfacial force balance and, hence, to the mean stress
inside the solid phase. The quantity f is the mean force on a
solid particle exerted by the fluid phase, and n is the local
mean number density of solid particles. We have that

¢ =nv, (A3)
where v, is a mean particle volume. These volume averaged
quantities change on a length scale L which is large com-
pared to particle separations which are at least 9(a,), where
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a, is the mean particle size. The shear components of V-o
are &(nW/L?), where 7 is the continuous phase viscosity and
W is a typical fluid velocity change. The mean force f on a
solid particle will contain (see below) a term which repre-
sents the local hydrodynamic drag on the particle and hence
the nf term in the force balance equations is at least of
Hndp(u — U)]/ai}. Provided that we are modeling a process
where there is significant differential solid/liquid motion, that
is, (u — v) = (W), we observe that the shear contribution to
V-0 may be neglected in comparison to nf. Hence, we may
write

o=—-PI (A4)
where P, is the mean hydrostatic pressure in the fluid phase.

The plastic rheological model (Buscall and White, 1987)
that we invoke for the solid phase asserts that the solid net-
work behaves as a solid, that is

D¢
— =0for [g?| < P,[$(z.1)] (AS)

Dt

and that, when D¢/Dt > 0, fluid drainage is sufficiently rapid
that the network can immediately adjust to make
o'=-Plé(z0)]I (A6)

Thus, the momentum equations (A2a, A2b) in this two-phase
flow rheology may be written as

—VP—nf+(1-¢)pg =0 (ATa)
—VP,+nf + ¢p,g =0 (A7b)
where the solids pressure P, is given by
P(z,0)=P[(z,1)] (A8)
Adding Eqs. A7a and A7b gives
V(P +P)+[(1-d)p + ¢pJg = =0  (A9)

which asserts that the total mean pressure at a point in the
suspension is determined by the gravitational load of the
slurry above that point. As discussed by Anderson and Jack-
son (1967), we may write

nf = — GVP, + (@ —7)

A pr() (A10)

P

Substituting for nf in Eq. A7a yields

Ay dr(d)
v

P

—(1=¢)VP, + (u—-0)+(1-)pg=0 (Alla)

~ VP, — $VP,—

w(ﬁ— )+ ép,g =0 (Allb)

P
Dividing Eq. Alla by (1— ¢) yields

A
—VPI+M(M—U)+ 0,8=0

= 9) (Al2a)
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and multiply this equation by ¢ and subtract from Eq. Allb
yields

Aadr(p) . _
_VPg—l)p(l—_d))(u—n)-{- Ap¢g—0 (Ale)
where Ap = p, + p;.
Identifying
)\S,af7
R($p)=—=¢r(¢) (A13)

and setting g = 0, we obtain Egs. 1 and 2.

Appendix B

Using the previously defined variables, we can rewrite Eq.
38 as

a(fo) 4 90 9 a(fo)
T —Gﬁ(k¢ﬁ)—¢w[(a+3)9]—3 P
(BL)
where
¢
=—— B2
T 43D () 2
) _ D(#)
a—chpl(—QﬂLEm%) (B3)
) _ D($) i
B - pscpx( - Q — € d) W) (B4)
=e€D " 4D B
S=¢ (d))ﬁer)Q (BS)
f=[¢ps+(]‘_¢)pl][¢cps+(1_¢)cpl] (B6)
where Eq. B1 has the initial condition
6(w,0) =0, (B7)
and boundary conditions
6 w| $0D($,)0
B bohy ow ©,7) B hs[ b~ O(O’T)] B hy Au
(B8)
7 =0 B9
awlan (%)
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