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INTRODUCTION

Production of chlorofluorocarbons (CFCs) for virtually all applications in refrigeration and air
conditioning will be phased out by 1996 in developed countries. This production ban is required under
the Montreal Protocol and its subsequent revisions. Some individual countries have agreed to an even
more rapid phaseout of CFCs and are also undertaking to regulate or prohibit the use of
hydrochlorofluorocarbons (HCFCs) and hydrofluorocarbons (HFCs). Many fundamentally different
technologies could serve as alternatives to vapor compression systems using HCFCs or HFCs. These
include Stirling cycle refrigeration, gas-fired absorption chillers, thermoelectric cooling, magnetic
refrigeration, and acoustic compression, among others. Conventional compression equipment using
“natural” refrigerants such as ammonia or hydrocarbons is another viable alternative. It is extremely
important that policies regulating the uses of refrigerants be developed with an accurate
understanding of what technologies could be developed to replace conventional compression systems.
Questions need to be answered concerning when end-use equipment based on these technologies
could be available; what segments and fractions of the market would be affected; and perhaps most
important, how the equipment effiencies, energy use, and ultimately indirect CO, emissions compare
with equipment designed to use HCFCs or HFCs. Without knowledge of these issues, there may be
prolonged periods when essential products are not available because fluorocarbons were forced out
of use before viable alternative technologies could be developed. There could also be substantial
increases in worldwide energy use and CO, emissions because decisions were made on incomplete
or theoretical predictions of system energy efficiencies.

The Alternative Fluorocarbon Environmental Acceptability Study (AFEAS), a consortium of
fluorocarbon manufacturers, and the U.S. Department of Energy (DOE) are collaborating on a
project to evaluate the energy use and global warming impacts of CFC alternatives. The goal of this
project is to identify technologies that could replace the use of CFCs in refrigeration, heating, and
air-conditioning equipment; to evaluate the direct impacts of chemical emissions on global warming;
and to compile accurate estimates of energy use and indirect CO, emissions of substitute
technologies. The first phase of this work focused on alternatives that could be commercialized before
the year 2000; the results and conclusions are presented in the 1991 report, Energy and Global
Warming Impacts of CFC Alternative Technologies. The time frame under consideration limited this
phase of the study primarily to HCFC and HFC replacements for CFCs.

The second phase of the project is examining not-in-kind and next-generation technologies that
could be developed to replace CFCs, HCFCs, and HFCs over a longer period. As part of this effort,
Oak Ridge National Laboratory held a workshop in Breckenridge, Colorado, on June 23-25, 1993.
The preliminary agenda covered a broad range of alternative technologies and at least one speaker
was invited to make a brief presentation at the workshop on each technology. Some of the invited
speakers were unable to participate, and in a few cases other experts could not be identified. As a
result, those technologies were not represented at the workshop.

Each speaker was asked to prepare -a five to seven page paper addressing six key issues
concerning the technology he/she is developing. These points are listed in the sidebar. Each expert
also spoke for 20 to 25 minutes at the workshop and answered questions from the other participants
concerning the presentation and area of expertise. The primary goal of the presentations and
- discussions was to identify the developmental state of the technology and to obtain comparable data
on system efficiencies. The papers submitted by each speaker are reproduced in Appendix C, along
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with the questions raised after each presentations and answers prepared by each speaker. Note that
the material in Appendix C has not been edited or reviewed, and its technical accuracy is not
endorsed by AFEAS, Oak Ridge National Laboratory, or DOE.

There is an inherent conflict of interest between AFEAS as sponsors of the workshop and the
proponents of technologies that could compete with products of the AFEAS companies. There is also
a possible bias within Oak Ridge National Laboratoty because of its involvement in existing or prior
contracts between DOE and some but not all of the companies represented by the invited speakers.
To maintain objectivity throughout the meeting, a panel of independent -experts from academia,
mdustry, government, and environmental interest groups was assembled to conduct the technical
sessions of the workshop. Members of this panel were as follows:

Dr. Horst Kruse of the University of Hannover in Germany,

Mr. William Kopko of the U.S. Environmental Protection Agency,
Dr. Shigehiro Uemura of Daikin Industries, and

Mr. Damian Durrant of Greenpeace.

Dr. Kruse served as chairman of this panel. He questioned the speakers at the end of their
presentations to ensure that they addressed the six key issues, permitted the other panel members
to comment on the presentations and ask questions, and opened the discussion to the other workshop
participants.

Copies of the papers submitted by the speakers, some of their visual aids, and questlons and
answers for each technology are included in these proceedings.

SUMMARY

At the conclusion of the workshop, Dr. Kruse also led the panel members in compiling a
summary of each technology and its stage of development, potential for commercialization, and
relative effect on system energy use compared to HCFC and HFC systems. The panel was not asked
to reach a consensus or conclusions about the future viability of any technology. The panel’s
observations on the technologies are summarized in the following sections.

" Hydrocarbon Refrigeration

~ Domestic refrigerators using hydrocarbon refrigerants have already been commercialized in
Europe, although they have not been introduced into the markets in Japan or the United States
because of product liability concerns. In fact, it is questionable whether a significant market potential
will develop in either of those countries because of the concerns raised about using a flammable
refrigerant. The market potential throughout Europe and in the developing countries is considered
to be high. The energy efficiency of refrigerators using hydrocarbons is more or less the same as that
of a refrigerator using HFC-134a; conflicting claims are made by the advocates and the opponents
of using hydrocarbons in a refrigerator, and no conclusive data from directly comparable tests appear
to be available.



Free-Piston Oil-Free Compressor Developments

An American manufacturer has produced a very well designed prototype for a free-piston oil-free
compressor and could bring the product to the market in 2 to 3 years. There is a high market
potential for this compressor because it has superior efficiency resulting from the absence of a crank
assembly and the associated friction losses. This product has an especially good chance for future
application in small capacity systems such as household refrigerators.

Stirling Cycle Refrigeration

Several research and development companies and appliance manufacturers are actively pursuing
application of the Stirling refrigeration cycle to refrigerator/freezers and supermarket display cases.
Different approaches are used both in the drive mechanism (free-piston and kinematic drives) and
in ways to achieve low friction losses within the systems (e.g. gas bearings and flexible bearings). Two
free-piston systems have demonstrated energy efficiencies that are comparable with conventional
refrigerators. One project, a collaboration between two companies, resulted in a free-piston prototype
with gas bearings. This system demonstrated an efficiency that is comparable with’conventional vapor
compression refrigerators in the 200-W range and would have superior efficiency in the 50-W range.

. In this case, it will take about 7 years to bring a product to the market because of the need to
develop external funding to cover the initial investment costs for a production line. Presently, the
private research and development funds of appliance manufacturers are being absorbed by the
near-term task of converting from CFCs to HFCs.

A separate project at a different company has resulted in a demonstration prototype using
flexible bearings instead of gas bearings. Flexible bearings limit the compressor stroke to a certain
extent and are also advantageous from the point of view of oil-free compression and expansion with
low friction. This design may be competitive with conventional refrigerators. The company has also
found that the investment costs for a potential manufacturing partner are an obstacle for introduction
into the market within the next 7 years.

Unfortunately, the market potential of Stirling refrigerators appears to be severely limited
because they have not demonstrated an efficiency advantage over conventional refrigerators using
HFCs. There may be potential in the United States and Japan if international agreements force the
use of nonfluorocarbon refrigerants with essentially zero global warming potential (GWP) and
manufacturers in those countries insist on nonflammable working fluids (that is not the case in
Europe and most developing countries). In that case, the Stirling refrigeration ‘cycle might have
market potential because it uses helium as the working fluid, combined with heat pipes that could use
nonflammable heat transfer fluids, such as CO,.

A kinematic Stirling cycle refrigeration system (rhomboidal crank drive mechanism) has been
developed for supermarket display cases. Because of the additional friction and adiabatic losses with
the kinematic drive and high speeds, it is important that the temperatures of the application be
sufficiently low to take advantage of the inherently higher efficiency of the Stirling cycle in this
temperature range. This product exists only at the design stage, and the efficiency has not been
demonstrated with a prototype system. The Stirling cycle requires a secondary heat transfer loop
because of the local heat transfer area at the head of the Stirling machine—in which case there may
be no efficiency advantage over conventional compression equipment using ammonia or
hydrocarbons—and a secondary heat transfer loop to keep the hazardous refrigerants out of the retail

4




area of the store. No high market potential is foreseen for Stirling cycle refrigeration in commercial
applications. The technology could compete successfully in even ldwer temperature applications where
vapor compression cascade systems currently dominate and where there are essentially no available
nonflammable refrigerants to replace the CFCs and HCFCs used today.

Compxession/Absofption Hybrid Heat Pump Cycles

A laboratory demonstration unit of a hybrid compression/absorption heat pump has been
developed in the United States which could be brought to market in about 3 years; similar systems
using ammonia/water have already been built commercially in Europe for heat pump applications.
These systems need an oil-free compressor to avoid contaminating the heat and mass transfer surfaces
in the heat exchangers with oil. Presently only niche applications appear possible in the market for
substitution of HFCs. The efficiency of compression/absorption hybrid cycles may be superior to
conventional compression systems because of the gliding temperatures in the heat exchangers.
Ammonia systems with a water solution in the heat exchanger seem to present a drastically lower
danger of releasing ammonia to the ambient air than do compression systems using ammonia. This
system can also use fluids in their supercritical state by dissolving them into the solution. It seems to
have long-term potential as an energy efficient substitute for larger sized vapor compression systems
using an HFC.

Ammonia Compression

Past technologies using ammonia as a refrigerant in chillers are being reviewed and developments
are being pushed with the aim to establish highly reliable ammonia compression systems. Ammonia
is both toxic and flammable at low concentrations, so restrictions on installation methods pose
obstacles to promoting ammonia equipment, especially in the United States and Japan. Research is
being carried out on improving heat exchangers to reduce the volume of ammonia used and to make
the systems more compact. The efficiency is considered to be the same as for fluorocarbon
compression systems, but improvements in heat exchangers may make ammonia compression
efficiences superior to that of fluorocarbon compression.

Commercial refrigeration systems using ammonia are already commercialized in Europe, but they
are still in the evaluation stage in the United States and other countries. It will be necessary to set
up safety measures to protect against both the toxicity and flammability of ammonia. Secondary brine

‘loops may be required to isolate the ammonia from the customer areas of stores, in which case the
energy efficiency will be slightly reduced.

Absorption

A small number of ammonia/water unitary air conditioners and heat pumps are being
manufactured worldwide. Technical issues include improvement of operating efficiency, reliability of
solution pumps, identification of corrosion-free materials, and development of system control
technology. Reduction of the sizes of the absorber and generator would also be desirable. The
generator absorber exchanger (GAX) cycle has been recommended for future applications, and
demonstrations of the operation of this system are being conducted. Absorption efficiencies have not
been high in the past, but it is highly possible that efficiency may be improved with adoption of the
GAX cycle. The market potential for this equipment will be affected by the relative costs of natural
gas and electricity and by the availability of natural gas. The company developing absorption air
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conditioners and heat pumps wants to take about 10% of the present market for vapor compression
equipment. :

Absorption cycle chillers have a long history of being manufactured worldwide. One of the key
benefits of absorption chillers is that they suppress peak electricity consumption during the summer
months, reducing utility demand charges. In the past, the double-effect chiller was developed to
improve upon the energy efficiency of the single effect system, and now there is an effort to develop
the triple-effect system for further efficiency gains. The high initial costs of absorption chillers and
the availability of natural gas limit the market potential of these systems; favorable comparisons thh
the life cycle costs of vapor compression systems are important.

Evaporatxvc Coolmg

Dlrect evaporatlve cooling has been widely used in desert climates for many years. Indirect
evaporative cooling can be used in more humid areas. Efficiency is superior; energy use is typically
less than half of that of conventional air-conditioning systems. Market potential is large in dry
climates where evaporative cooling can match the comfort levels provided by mechanical cooling.
Limited markets are possible even in humid areas in locations such as factories and farms with looser
cooling requirements. Besides climate limitations, barriers to greater use of evaporative cooling
include reluctance of designers to specify an unfamiliar technology. Water availability is rarely a
problem in the United States, but it could be a barrier in areas such as the Middle East that have
severely limited water supplies.

Evaporative cooling has also been applied successfully for air conditioning of transit buses in
many areas of the United States, and these systems for vehicles are already in commercial production.
They should save a significant amount of energy compared with conventional air conditioning and
eliminate the need for a refrigerant. Bureaucratic concerns about changing air conditioning
specifications appear to be a major barrier to increased use of evaporative cooling for public
transportation. Although evaporative cooling works best in dry climates, indirect cooling systems
should be able to provide acceptable comfort in the United States, except in the humid southeastern
region.

Desiccant Cooling

Liquid desiccant systems use a salt spray to dehumidify air and can be combined with evaporative
cooling for air-conditioning purposes. A boiler drives the excess water out of the salt solution. With
a single-effect boiler, the efficiency of the system is relatively low. Multiple-effect boilers can improve
efficiency but increase both the cost and complexity of the system. Solar-driven systems are also
possible. This technology is currently in limited commercial production.

Another variation of desiccant cooling combines evaporative cooling with heat wheels and solid-
desiccant wheels to create a-heat-driven (i.e., natural gas or waste heat as opposed to electricity-
driven) cooling system. Manufacturers are workmg to develop proprietary desiccant materials that
should substantially reduce the source temperatures needed to run the systems. The typical
application uses natural gas as the energy source to drive the system, although electric heat-pump
systems are also possible. The energy efficiency of gas-powered systems is comparable with that of
conventional electric cooling when power plant and transmission losses are included. Desiccant
systems can provide superior efficiency in areas where evaporative cooling can be used for much of
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the year. Solar-driven systems are also a possibility for improving efficiency. Some companies are
planning field tests as early as 1994. This technology is in small-scale commercial production. Full-
scale production requires participation of a larger manufacturer; the absence of a major manufacturer
to produce and distribute the product is a significant barrier facing desiccant cooling systems.

Adsorption Coolmg

Several companies are pursuing the development of adsorption cooling systems. One organization
has designed a system using multiple canisters of activated carbon that use heat to pump refrigerant
to a higher pressure. This technology is in.the laboratory demonstration phase with field tests
scheduled for 1995. Another developer is in the early stages of developing a prototype and has a field
test planned for 1996. The cooling efficiency of both these systems is lower than that of conventional
electric cooling systems based on source fuel use, although one laboratory working on the concept
has proprietary modifications that could make its system more efficient than conventional air
conditioning. The heating efficiency should be superior to conventional electric systems. The relative
prices of electricity and natural gas will be an important factor in determining the market for
adsorption cooling systems.

Sonic Compression

Sonic and thermoacoustic cooling devices present an appealing elegance and simplicity, and
unlike some technologies presented at the workshop, they do not require development of advanced
materials. The compressor could use fluorocarbons, ammonia, or hydrocarbons (inert gases require
high-frequency valve oscillation), depending on choices by industry.

A laboratory proof-of-concept device exists, and initial obstacles of noise and oil free valve
operation are solved. There is manufacturer involvement in development, and the efficiency is more
than theoretically comparable with vapor compression with an EER of 7 to 8 (confirmed in July). The
first prototype in May 1993 delivered 372 to 852 Btu/h, similar to domestic U.S. refrigerator values;
but as of June, the prototype was not yet instrumented and energy efficiency therefore was not
measured (as of August 1993, efficiencies are measured but confidential).

With manufacturer support continuing through realizing predicted efficiency improvements, there
is a 3- to 5-year plan from research and development to life testing to first run for small applications.
The technology represents a potential low-investment, low-cost, oil-free, in-kind compressor
alternative, scaleable to larger applications for air conditioning. The market potential was estimated
as medium to high for initial applications, which will use HFCs as the working gas.

Thermoacoustic Cooling

A small cooling capacity (4 W at T, — T, ;4 = 37°C) thermoacoustic cooling device, STAR, was
demonstrated on the space shuttle Discovery in January 1992. A higher powered unit (700 Btu/h
refrigerator, 400 Btu/h freezer) originally designed for the Shuttle is currently undergoing testing.
Both refrigerators utilize inert helium/argon gas with none of the direct GWP of fluorocarbons.
Thermodynamic energy efficiency as high as 20% of Carnot was measured for STAR, and a predicted
42% of Carnot is expected for the upcb“fning variant, including heat exchanger losses but excluding
electrical losses. Manufacturer collaboration includes evaluation by the auto industry for a variety of
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applications, including mobile air conditioning (the initial report is due in fall 1993) and initial
commercialization for refrigerator/freezers for marine craft.

The thermodynamics of the technology have been demonstrated, as well as primary heat
exchange within the engine at the 100-W level. Efficient, low-cost generation of acoustic power, as
well as efficient coupling of the cooling engine to the intended load, will be the key to realizing
energy efficiency for refrigerator size uses. Future applications could include the kilowatt to several
tons of cooling range for domestic air conditioning, perhaps 2 years into the future.

The key external variable remains sustained funding, both federal and private, to demonstrate
the modeled competitive energy efficiency of the overall system, including secondary heat exchange
and electroacoustic energy conversion, which includes driver and power source. Given funding, there
could be as little as. 3 years to first market because of the potential for an energy-efficient,
low-investment, low-production-cost device with broad application. The use of nonfluorocarbon inert
gases could be increasingly attractive to industry and consumers alike, given global warming concerns.
The market potential of thermoacoustic cooling is broadly estimated as medium to good.

Magnetic Refrigeration

Magnetic refrigeration technology remains in the proof-of-concept or demonstration phase, and
the planned retail-size refrigeration system remains in the concept/design phase. Obstacles to the
technology are the need for cryogenic cooling of the superconducting system, development of low-
cost superconducting magnets, and low-cost materials. The projected life-time return on investment
may not counteract the high projected initial investment cost of a retail-size system.

The energy efficiency is not demonstrated, but a modeled COP of 5 is reported for the retail-size
system. A demonstration prototype of a refrigerator-scale magnetic cooling device is being built with
U.S. DOE support to validate the model. It was felt the time to enter the market could be in the
order of up to 5 to 10 years, with sustained funding, and assuming the HFC regulatory environment
is unchanged. ‘ :

Nevertheless, magnetic cooling might find supporf from the electric power industry as an
alternative to emerging competitive gas-fired systems for retail/supermarket cooling and
dehumidification applications, particularly if HFC refrigerants are limited or regulated.

Hydraulic Refrigeration

Presentations were made on gravity-driven hydraulic refrigeration and Malone cycle hydraulic
refrigeration. A laboratory prototype gravity-driven cooling system is in operation, and a commercial
product could be on the market in as little as 3 years. The major drawbacks are the overall size of
the system and, in the United States and Japan, flammability. The greatest market potential would
appear to be in the developing countries, and the efficiency is predicted to be comparable to that of
compression systems using fluorocarbons. The Malone cycle hydraulic system is at the laboratory
concept demonstration stage and could not be commercialized for 7 to 10 years. The major obstacles
to further development are the limited funding available for development and the high operating
pressures. The market potential is probably low. In the near term, the predicted efficiency is relatively
low, but the potential exists for it to be comparable to compression systems.
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Thermoelectric Cooling

Thermoelectric cooling based on the Peltier Effect is in one sense a mature technology; it is
already available in some consumer and specialty products and could be used in additional
applications in a year or less. A major breakthrough in thermoelectric materials is needed, however,
to achieve an energy efficiency 90% that of compression cooling systems at low AT’s; energy
efficiency at high AT’s is a major obstacle to developing this technology. Market potential is believed
to be limited to specialty niche applications in cooling elements on electronic circuit boards, military
applications, and convenience consumer products.

Metal Hydride Cooling

Metal hydrides could potentially be incorporated into cooling systems for vehicular air
conditioning. Right now this technology is at the laboratory demonstration stage in the United States,
and a commercial product could not be available for another 3 to 5 years. The major obstacles to
employing this technology are the cost and flammability of the materials. No conclusions were drawn
concerning the market potential for this technology. The system efficiency is low, although it can
operate on waste heat (alternatively, an additional burner would be required).

Sorption

A prototype sorption system is operating and a commercial unit could be available in 1 to
4 years. The market potential for this technology is good in some geographic regions, depending on
the regional gas and electricity prices and on the gas supply. System heating and cooling efficiencies
are not presented in the paper.
Advanced Fluorocarbon Compression Systems

Vapor compression systems using fluorocarbon refrigerants have not reached their
thermodynamic limits in performance, and industry is actively looking at feasible concepts for

improving their efficiencies. Those concepts include the following:

¢ Vane axial and air foil fans could be used in residential air conditioners in place of the prop fans
currently used in condensing units and the forward curved blade fans in indoor air handlers.

e Zeotropic blends of refrigerants may be required for long-term efficiency gains for water-cooled
chillers that are already pushing the practical efficiency limits with current refrigerants.

e Variable-speed motors and drives may be more widely applied to push efficiency higher than is
cost effective using single-speed components.

¢ Scroll and screw compressors may be adopted to improve both reliability and efficiency.

¢ Heat exchangers with smaller internal volumes are being developed to reduce refrigerant charge
levels.

¢ Devices are being developed to recover some of the lost work in the expansion process.



It is not possible to project over the long term which of these developments—or what other
developments—will be incorporated into future products, or what will be the impacts on cost and, to
a lesser extent, efficiency.
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Refrigeration & Air Conditioning Technology Workshop |
Breckenridge Hilton, Breckenridge, CO
June 23-25, 1993

Wednesday - June 23

8:00-8:45
8:45-9:00
9:00-10:00

10:00-10:30
10:30-12:00

12:00-1:30
1:30-3:00

3:00-3:30
3:30-4:30

Continental Breakfast
Introduction and Welcoming Remarks

Alternative Compression Systems
Hydrocarbon Compression (Manfred
Doechlinger)

Free-Piston Oil-Free Compressor (David
Berchowitz, Sunpower)

Coffee Break

Stirling Cycle Refrigeration

Stirling Cycle Refrigeration (David Berchowitz,
Sunpower)

Stirling Cycle Refrigeration (Pete Riggle, STC)
Stirling Cycle Refrigeration (Ed Miniatt, STM)

Luncheon

Acoustic, Thermo-Acoustic, &
Magnetic Cooling

Acoustic Compressors (Tim Lucas, Sonic
Compressors)

Thermoacoustic Cooling (Steven Garrett, Naval
Postgrad School)

Magnetic Refrigeration (Anthony DeGregoria,
Astronautics)

Break

Evaporative Cooling
Evaporative Cooling (Robert Foster, NMSU)
Evaporative Cooling (James Mattil, Climatron)

Thursday - June 24

8:00-8:45
8:45-9:00
9:00-10:30

10:30-11:00

Continental Breakfast
Introductions & Welcoming Remarks

Advanced Compression Systems
Fluorocarbon Compression (Paul Glamm,
Trane)

Fluorocarbon Compression (Sonny Sundaresan,
Copeland)

Ammonia Compression (Kent Anderson, IIAR)

Coffee Break

11: 00-12 30

12:30-2:00
2:00-3:30

3:00-3:30
3:30-4:30

6:00-7:00
7:00

Absorption Cooling - ‘ 7
NH, / H,0 Absorption Cooling (Joe Marsalla,
GRI)

LiBr / H,O Absorption Cooling (Jay Kohler,
York International)

Compression / Absorption Hybrid (Reinhard
Radermacher, UM)

Luncheon

Desiccant Cooling

Liquid Desiccants (Andy Lowenstcm AIL
Research)

Desiccants (James Coellner, ICC Technologles)
Desiccants (W. Belding, Innovative Research
Enterprises)

Break

Adsorption Technologies
Adsorption (Jack Jones, JPL)
Adsorption (Bill Ryan, GRI)

Reception - Cash Bar

Dinner

Friday - June 25

8:00-8:30
8:30-9:30

9:30-10:30

10:30-11:30

Continental Breakfast

Hydraulic Refrigeration

Gravity Driven Hydraulic Refrigeration (Warren
Rice, Arizona State Univ.)

Malone Cycle Hydraulic Refrigeration (Gregory
Swift, Los Alamos)

Thermoelectric & Metal Hydride
Technologies

Thermoelectric Cooling (B. Mathiprakasam,
MRI)

Metal Hydride Cooling (Dave DaCosta,
Ergenics)

Sorption (Sam Shelton, Wave Air)

Wrap-Up and Summary
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_ Ihtroduction |
Following the CFC ozone crisis independent scientists and technicians in the refrigeration

field have become very éceptical regarding synthetic refrigerants’ long term compatibility
with nature and human health, despite extensive testing of the materials.

Natural, non-synthetic substances such as Water, carbon dioxide, ammonia and
hydrocarbons are efficient and safe refrigerants. There is long term experimental data
for these substances for air conditioning and refrigeration.

In the last year hydrocarbon-based domestic refrigeration has been developed
significantly and'major advances in efficiency and performance have been proven in the
field. ‘Such fridges are now on the market in Europe having passed all official safety and

efficiency requirements (Figure 1).

Environmental Impacts

The indirect global warming effect resulting from power production is a key issus,
however experience in Europe demonstrates that hydrocarbons can have superior energy
efficiency relative to R-12 and even R-134a and other proposed substitutes. This is due
to the inherently superior thermoydnamic characteristics of hydrocarbons. Optimizing the
design of of refrigerators offers the greatest energy saving capacity - the EPA's Super
Energy Efficient Refrigerator report bears this out.

Apart from energy efficiency we must consider life-cycle environmental costs. The
chlorine-based manufacture of HFCs results in the production of pernicious organo-
chlorine wastes and subsequent risks to workers. Production of small quantities of
hydrocarbons as refrigerants would be less environmentally costly.

Figure 2 shows the ODP and GWP profiles for various refrigerants, with GWPs over 500
and 20 year time frames. The direct global warming impacts of released refrigerants
demonstrates that hydrocarbons such as butane and pentane are far less environmentally
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damaging. They are not visible on this scale. : . | _

Foron and Liebherr hydrocarbon fridges have recieved German 'Blue Angel’ awards for

environmentally-sensitive products.

Inflammability o o
The inflammability of hydrocarbons must be compared to the global warming and toxicity )
hazards of synthetic refrigerants (HCFCs, HFCs). In refrigeration, inflammability is a local
‘concem and is rhanaged securely worldwide in millions of installations for heating and
cooking; methane and propane are approved as alternative automotive fuels in the US
and elsewhere; in the US 4 billion cans of aerosols using hydrocarbons are sold each

year, without major safety impacts or liability problems.

Additional fire safety measures, eg placing thermostat and light switches outside the
cabinet away from the evaporator, have been incorporated into the design of hydrocarbon
fidges. Gas-proof lights are widely available at low cost (Figure 3). '

New German hydrocarbon-cooled refrigerators have safety and reliability approval from
the German Technical Institute (TUEV). Safety has been proven by experts in safety
requirements for appliances and installations of LPG and natural gases.

One of the advantages is the small refrigerant charge, approximately one ounce, making

- it easy to control any danger of fire or explosion.

Market Penetration . ,
- Figure 1 illustrates the recent breakthrough of natural hydrocarbons-in Germany and

Europe. In the short term the three largest German companies (Bosch-Siemens, Foron
and Liebherr) have adopted hydrocarbon refrigerants. In the medium term most will
switch to hydrocarbons. In China the Qaingdao factory is changing to R-600a/R-290.



~ Technical Performance

""Ir.l small size refrigerant equipment hydrocarbons can easily be used, even as a drop-in,
o “for R-12, R-22 and R-502.

Figure 4 shows superior performance data for hydrocarbons in terms of:

* lower compression ratio _

* higher thermal conductivity for better heat exchange

* very high specific entropy for low refrigerant charge
“* low viscosity and hence a low air pressure drop which allows higher velocity and thus —

better heat exchange.

Figure 5 shows that the pressure characteristics of the R-290/R-600a blend exactly
matches those of R-12 between -60°C and 10°C. For higher temperatures the pressure

of the blend is lower.

Figure 6 illustrates calometric tests for a compressor (FORON) optimised for R-12, R-
134a and the blend R-290/R-600a. The blend exhibits better COPs and the lowest
discharge and winding temperatures ovér most of the range of evaporation temperatures.
Hence, greater efficency and longer compressor Iifetifne are achieved with the blend.

Figure 7 shows performance data for a 4.8 cubic foot single temperature refrigerator
containing R-12, R-134a and R-290/R-600a. The resuits in row 4 show that the blend
does not perform satisfactorily as a drop-in. To attain better energy efficiencies changes
in evaporator circuiting are needed. With these changes energy consumption is 10%
lower with the blend than with any other refrigerant using the same design. Compared
to R-12 and R-134a, the refrigerant charge is much lower. For R-290, the compressor
capacity was too high relative to the condensor and evaporator and therefore some data
for propane could not be obtained.

Data from Liebherr’s fridges on sale (Figure 8) prove that the best efficiencies obtainable
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with R-134a were also achievable using a R-600a refrigerant in combination with pentane

blown insulation foam.
This was in spite of the relatively short time available for optimisation of the circuiting in

the hydrocarbon fridge. Better results are expected with further development.

Figure 9 compares the thermodynamic properties of various refrigerants using a Whirlpool
compressor which had been optimised for R-134a. In terms of COP and EER, 134a
performed better than R-12, but not as well as R-600a.

With Bosch-Siemen refrigerators, power consumption and refrigeration charge have both
decreased as development has progressed (Figures 10.1, 10.2, 10.3).

Bosch-Siemens latest 12.85 cubic feet model, KD 37RQO0, uses only 20 g of refrigerant
and needs only 0.35 kWh/day, 10.5 kWh/month and roughly 128 kWh/year (Figure 10.3).
With a specific power consumption of 0.10 kWh/1 00 litres it is the most energy efficient
fridge in- the world (Figure 11). In addition it is the quietest on the market, due to the low
pressure characteristics of R-600a. Although this model is much larger than the other
hydrocarbon fridges it has been possible to keep the charge below 20g. Bosch-Siemen
believes that the charge for the smaller fridges can also be reduced. For larger two
temperature refrigerators two separate circuits will be needed, each with a charge of

under one ounce.

General Advantages
As reflected in the winter ASHRAE meeting, during February 1990, hydrocarbons are

superior in the following ways:

* lifecycle environmental impact: no organochlorine waste products, lesser toxic

production processes
* non toxic, non-toxic combustion products
* superior reliabilty, as unlike HFCs they do not hydrolize to corrosive acids
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*® operates at lower dischargé temperatures

* higher energy efficiency .

* low cost, non-patentable, wide availabilty | .

* therefore an appropriate technologoy for growing developing country demand
* materials compatibiity

* smaller (less than half) of the charge required with R-134

* ease of service and maintenance

Other uses

Hydrocarbonsvhave enormous potential for most air conditioning and refrigeration systems
using up to 10lbs of CFCs today. This would include residential air conditioning units.
Propane (R-290) in particular is an almost perfect, drop in substitute for R-22 and R-502
in existing air conditioning and refrigeration systems as it works without involving changes
to components such as éXpansion devices, dryers, lubricants etc. and with only very little
loss of capacity.

For decades propane_ has been widely used as a low temperature refrigerant, especially
in the petroleum industry. Most major compressor manufacturers provide R-290 ratings
to their compressors on request. - It not, there is little problem as ratings for proane are
very close to R-22 ratings over the typical evaporation temperatures.
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FIGURE 1
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FIGURE 3
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FIGURE 7

Table 1
Results of energy consumpton with different refrigerants at the example of the refrigerator
KT 135 R with the compressor KH 0,52 N 05-2

Refrigerant ' ambient tenipemmre
2°c .| 25°C 16°C

RT t P, | RT ¢ E|RT t E|RT ¢ E
R-12 100 -1 70| 60 +5 1,12 37 450,73 | 16 +5 0,37
(75 8)
R-134a 100 +0,5 74 | 65 +5 1,26 | 40 +5 0,77{ 23 +5 0,41
o l ST
R-290 100 05112 - < -5 +5 10| - - -
(30 gﬁ\
R-290/ 100 -1 76| 60 +5 1,23 38 +5 0,74 | 19 +5 0,38
R-600a* ‘
(18 g)
R-290/ 100 -1,3 68| 54 +5 1,02] 35 +5065 | 18 +5 0,34
R-600a2 -
(24 g)

¢ first change of the refrigerator plant

* second change of the refrigerator plant

RT: run time'in %

t: average temperatur of inside in °C

P,: performance input in W

E: Energy consumption in k<Wh/24 h



FIGURE 8

Liebherr Hausgerite GmbH Technische Entwicklung

Geriit Energieverbrauéh Kiltemittel - Fiillmenge
KT 1580 - 10. 0,35 Kwh/24h 55gR 134a
KT 1580 - 20 0,35 Kwh/24h 24 g R 600a
*'KI1830-10 0,70 Kwh/24h 50gR 134?
KI 1830 -20 0,70 Kwh/24h 23 g R 600a
KE 1830 - 10 0,70 Kwh/24h 50 gR 134a
KE 1830 - 20 0,70 Kwh/24h 23.g R 600a
KI12530-10 0,80 Kwh/24h 65gR 134a
KI12530-20 0,80 Kwh/24h 30 gR 600a
KE 2530-10 0,80 Kwh/24h 60 g R 134a
KE 2530 -20 0,80 Kwh/24h BQ g R 600a

16.06.93 Wiest
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LIEBIERR HAUSGERTTE Gt
FIGURE 9 T A0 B, Hallbass fog

Tabellarischer Vergleich der Liltetechnischen Eigenschaften
(Berechnete Daten)

Theorciical ASIIRAE Cycle Ri2e REJ4a**} % Var. R29044 % Var. Ro6Ma Ut e
Suction Pressure (absole) bas 1.2401 . 1.070 %
Discharge Pressure (absolute): hay : 12.100 13.1% 0 %
Compression Rutio: - 9.76 12.33 g160 _ -13.26 %
Inscharpe Temperature (iseatrapic):: ) 1243 117.5 7.0 153 02
Suction Specific Volume: wAg 0.1653 0.22820| _ 3805%| 0.27420]_ 65.88 %
Evaporation Enthalpy Difference: KiAg 141.84 187.021  31.86% 353,971 149,56 %
Power lnput x 150kcal/h of Cool. Capacity: ||W) 63.70 62801  -141% 63.70 0.00%
Mass Flow x 150keal of Cool Capacity: 1 {kg/h) 4420 3360] 2398 1.770] _ 5995 %0
Digplac. x 150kealh of C.C. (2900 REM): | [cm®/giro) 4.199 4410 5.03 % 2,790} -33.56%
Cov; wWiw| 2.738 2,780 1.53% 2.734 0.00%%
LEER: kcal/hW) 2350} 2.390 1.70 % 2.350 0.00 %%
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FIGURE 10,1

PRODUCTINFORMATION: Free-standing appliance at table height, with compressor
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DESICN A TYre SEFROSTING NETHOD
freestarding appl lance/suiteble for building under oy refrigerator:
freestanding appliance uith worktop at table helght . aanuel -
built under eppliance/integratable -f- seni-automatic -
bullt in applience/integratable S sutomatic .
rumber of cuter doors/external drewers - freezer section:

. door hnging . e/u manusl .
decor frams standerd/retrefit option LY d sem!-sutomatic -
star reting of freszer section Lad sutomatic -
climnte reting "

SQUIPMENT FEATURES
DINENSIONS retrigerators s/
helght o N ] 98 recks no. of sgee %
wuidth [ 2] door comparts. with flap eor sliding door no. 2
depth including mil clesrance [} [ door shelves and/or boxes no, 4
height with worktop removed [ a2 shelves in refrig. comperts. no. 3
vidth with door open o ] incl. adjustable shelves or spport grill no. H
depth with door open or boxss in refrigerator compartmsnt no. 1
drawver pullad out o "2 freezer sections
max.hefght [ %“
VELIGHT UNEN BPTY [ 7] 3 ice cube treys no, 1
PERFORMANCE CMARACTERISTICES L~ SLECTRICAL COMMECT10M
gross capecity, totsl Litre ' 143 wvol tege v 220-240
net capacity, total . Litre 140 connectad {oad ] 100
usable capecity, refrigerator sectien Litre 1
incl, stay-fresh compartiment, sax./ain. Litre - *. POMER CONSLAGPTY 10N .
apecisl compartment Litre - in 20 hours h 0.7
wsable capacity, freezer cempartment Litre 19/- specielly per 100 L ussble capacity kvh 0.53
in 30 deys K 2.2
freezing capacity in 24 hre kg - complies with Gorman safety regulations .
epeciatly per 100 | wable eapecity kg - titted with {nterference suppressor .
storage time In the svent of power aat heurs - eperetion instructions/manuetle .
fratatllation {netructions .
CFC QUANTITIES |
¢ Insuletion Nature: Penten [ ]
* Refr.circle Neture: Suten (] 30
S8 I BMENS - Produot Specification - (KTLIS00) Potes 14.06.93
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FIGURE 10.2

PRODUCTINFORMATION: Free-standing appliance at table height, with compressor

ZMK-T

TYPE/SBALES DESIGNATION 3 KT15RB8O0

DESIGN AND TYPE

DEFROSTING METHOD

freestanding appliancessuiteble for bultding under L dd refrigerator:
freestanding appliance with worktop at table height - manuel

built under appl{ance/integratable -1~ senf-automatic
built in appliance/integratable -/~ automat fc
nurber of outer doors/external drawers 17- freezer section:
door hinging riv manual

decor frame standard/retrofit option -/ seni -sutomatic
star rating of freezer section - automat ic
climate rating 1}

DIMENSIONS

EQUIPMENT FEATURES

. refrigerator:
height ca 85 eg99 racks’ no. of eggs 12
width cn 55 door compartm. with flap or sliding door no. 2
depth including wall clearance ca 60 door shelves and/or boxes no. 4
height with worktop removed cm 82 shetves in refrig. comparta. no. 4
width with door open cn 58 incl. adjustable shelves or support grilt no. 3
depth with door open or boxes fn refrigerator compartment no. 1
drewer pulled out ca 12 . freezer section:
max. helght ca -
VEIGHYT WHEN EMPTY kg 3 {ce cube trays no. -
PERFORMANCE CHARACTERISTICES ELECTRICAL CONNECTION
gross capacity, total Litre S 17 vol tage v 220-240
net capacity, total Litre ! 1% ! connected load '} 90
usable capscity, refrigerator section Litre v 142 .
incl. stay-fresh compartiment, max./min. Litre ’ - POMER CONSUMPTION
special compartment Litre - in 24 hours kih . 0.48
usable cepacity, freezer compartment Litre -/~ specially per 100 | usable capacity kwh ! 0.34
in 30 days kuh %4
freezing cepacity in 24 hre kg - complies with German safety regulations L]
speciatly per 100 | usable capacity kg . fitted with Interference suppressor -
storage time in the event of power cut hours - operation fnstructions/manuells -
installation instructions -
CFC QUANTITIES
¢ Insulation Nature: Pentan ]
o Refr.circle Mature: Butan s ; 2
8 T EMENS - Product Bpecification - (KTR1570) Date: 14.06.93
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PRODUCTINFORMATION: Free-standing (upright) appliance, with compressor

SMK-T

.

TYPE/SALES DESIGNATION 3

KD37RO00

DESIGN AND TYPE
freestanding eppliance/suftable for building under
freestanding appliance with worktop at table height
built under appliance/integratable

" bullt. in eppl fance/integratable
number of outer doors/external drawers
door hinging . '
decor frame standard/retrofit option
star rating of freezer section
climate rating

DIMENSIONS
height ]
width cm
depth including wall clearance ca
height with worktop removed -]
width with door open ’ cm
depth with door open or ‘
drawer pulled out ]
WEIGHT WUHEN EMPTY ke
PERFORMANCE CHARACTERISTICES
gross capacity, total : Litre
net capacity, total Litre
usable capacity, refrigerator section titre
incl. stay-fresh compartiment, max./min. Litre
special compartment Litre
usable capacity, freszer compartment Litre
freezing capacity in 24 hre kg
specially per 100 { useble capacity ke
storage tims in the event of powsr cut .hours

'/;

-/-
-/-
-
riu
-/.

187

DEFROSTING METHOD - -

refrigerator:
manuel .
seai-sutomatic
sutomatic

froozer section: .
manual
seai-automatic
automatic

EQUIPHENT FEATURES
refrigerator:

B

egg racks - no. of eggs

door comparts. with flap or sliding door.
door shelves and/or boxes
shelves in refrig. compartm.
incl. adjustable shelves or support grill
boxes in refrigerator cospartment
freezer section:
max.hefght .
fce cube trays

ELECTRICAL CONNECTION
voltage
connected load

POWER CONSUNPTION

in 24 hours

specially per 100 | usable capacity

in 30 days
complies with German safety regulations
fitted with {nterference suppressor
operstion {netructions/menuelis
fnstallation instructions

CFC QUANTITIES
+ Insulation Nature: Pentan
+ Refr.circle Nature: Butan

no.
no.
no,
no.
no.

WO

220-240
90

=<

h S 0.5,
kvh 0.10 )
kwh .

20

8 IEMENS

~ Product 8pecification -

(KDR3700) Date: 14.06.93
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Free-Piston Stirling and Rankine Cooling

D.M.Berchowitz
Sunpower, Inc

1) Technology description
Two applications of the free-piston / linear motor technology will be described, namely:
free-piston Stirling coolers and free-piston Rankine (vapor compression) compressors.

Free-piston Stirling coolers

These machines employ the Stirling cycle for cooling, which under ideal circumstances
of isothermal heat wansfer, has Camnot efficiency. This cycle operates entirely in the gas
phase, so none of the typical refrigerants are required (such as CFC's and HCFC's).
Helium or a non-explosive Hydrogen gas mixture is used. Proper motion of the moving
parts is obtained by utilizing the pressure forces developed by the cycle. There is no crank
shaft, connecting rod or any other kinematic components. Only two moving parts are
required. Since side loads are extremely small, gas bearings are used which ensure non-
contact operation and high mechanical efficiencies. Since the amplitude of a linear motor is
directly proportional to the drive RMS voltage, modulation of lift is possible by controlling
input voltage. Units are hermetically sealed. .

Free-piston Rankine compressors

This is a conventional refrigerator compressor in which the drive motor has been
replaced by a linear motor. Again, since side loads are very small, gas bearings are used
which allows the use of oil-free operation. The removal of the kinematic mechanism and
the oil lubrication results in a much higher mechanical efficiency and hence overall
efficiency. Owing to the flexibility of amplitude and mean position (controlled by aDC
voltage), these machines are able to tolerate a wide variety of refrigerants without
modification. Modulation of lift is obtained by controlling the input RMS voltage.

2) Application

In principle, taken together, the free-piston Stirling and Rankine machines are able 1o
cover all cooling applications from a few 10's of Kelvin to domestic air conditioning and
heat pumnping. They are positive displacement machines and would only be limited to the
point where turbo-type machines make more sense (usually in terms of capacity). More
specifically:
Free-piston Stirling coolers

Our studies and prototypes suggest that free-piston Stirlings should be able 10 achieve
similar or slightly better performance to high efficiency free-piston Rankine machines at
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domestic refrigeration temperatures (about -26°C). Below these temperatures the Stirling
does increasingly better while above they do poorer than Rankine. Wherever it is necessary
to cascade a Rankine, the Stirling will do better. Both in-performance and in cost (assummg
large production numbers). The Stirling also scales well to small sizes and may enjoy a

- margin over the Rankine for small domestic refrigerators requiring only a few tens of Watts
of lift. Excellent applications include Biological refrigeration, vaccine coolers, low
temperature electromcs and some low tempcrature apphcatlons in the pharmaceuucal
mdusu'y - : '

Free-piston Rankine compressors : - :

These units do well at domestic refrigeration temperatures where they already hold the
record in COP at the standard test point. At temperatures above this they become even more
competitive with other technologies. So heat pumps and air conditioners are perfect
applications. Also, they are useful with refngerants which are not compauble w:th oil
lubrication. N ' : :

3) Benefits

Free-piston Stirling coolers , ‘ ‘
Non-CFC, HCFC or HFC coohng ngh efﬁcxcncy Low cost. Long life and hlgh
reliability. :

COP's of around 60% of Camot should be posmble at domestic refngerauon temperatures.
Best so far achieved is 32%. - :

Fme-plston Rankmc compressors _ :
Non-CFC cooling (would use HFC or ammonia or H3S). High eﬁ'ic:ency Low cost.

Long life and high reliability.

Improvements of between 9 and 15% have already been achieved and venﬁcd at standard .

ASHRAE conditions for refrigerators. At least 60% of Carnot should be possible.

4) Technical issues - .
Free-piston Stirlin g coolers

Very litle hardware work has been done for machlnes intended for operation at above
100K and below 240K. Hardware for domestic refrigeration has also been poorly funded.
. Prototype units should be built to verify the theoretical predictions of performance at these
relatively warmer temperatures. Experiments should be conducted with Hydrogen gas
mixtures and improved internal heat exchangers. External heat transfer in higher capacity
machines would likely be handled by heat pipes. Work should be directed in building and
interfacing the required heat pipe technology. Cost analysis of production is not well
identified.
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Free-piston Rankine compressors

Developing these machines for warmer and higher capacuy apphcat]ons All work has
focused on domestic refrigeration applications. Investigate the advantages or otherwise of
continuous modulation. Costing analysis.

5) Boonormcs _

Free—plston Stirling coolers _
Only one analysis has been completed (GE Corp) for units des1gned for large domestic

refrigerators. Costs appear to be in the range of $30 / unit for 1 million units per year for a

production op‘timized design. Investment cost was estimated at $20.24 million.

Fnee—pxston Rankmc comprcssors

No cost analysis has been performed. However, the free-pxstOn units have less
components and are smaller than the conventional units..In addition, no oil is required,
which for HFC units is a significant cost saving. It is generally expected that the free-piston
units will be less expensive than conventional units. '

6) Technology outlook:
Free-piston Stirling coolers :

Development status for domestic reﬁ'lgemuon is on hold as no further funding has been
assured. Units for high temperature superconductivity are currently under development.
Production could begin within one year if unit costs could be reduced to $500/unit.

A few warmer temperature units have been constructed for use aboard the space shuttle.
The market potential of high tech applications is not seen to be very large. - E

Free-piston Rankine compressors : - :
Relating to domestic refrigeration, initial development is complete. Design for
manufacture will begin the process to full commercialization for this field of use. Actual
availability of product could be within two years.
Other applications for air conditioning or markets requiring ol free operauon require
additional producr development and definition.
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STIRLING CYCLE REFRIGERATION

A Discussion Prepared for the
ORNL / DOE / AFEAS

Refrigeration and Air Conditioning Workshop

By
Pete Riggle and Barry Penswick
STIRLING TECHNOLOGY COMPANY

Bréckenridge, Colorado
June 23 - 25, 1993
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1.0 TECHNOLOGY DESCRIPTION
The Stirling Machine

The Stirling cycle was selected from alternative candidate technologies because it is
environmentally acceptable, has the potential for long maintenance-free life, high COP,
and acceptable manufacturing cost. The free piston Stirling refrigerator employed has
three moving assemblies, each supported by flexural bearings. The flexural bearings
rely on the concept of the endurance limit to provide essentially infinite life and a
statistically predictable failure rate. In this application the flexural bearings are able
to maintain clearance seals with about one mil of radial clearance. With this amount
of radial clearance the seal leakage effects are acceptable and there is no rubbing
between piston and cylinder surfaces. No lubricants are required.

The configuration.employed is shown in Figure 1. The displacer flexural bearings have
been eliminated from Figure 1 to avoid disclosure of proprietary technology. The three
moving parts are 1) the piston and motor armature assembly, 2) the displacer
assembly, and 3) the vibration isolator, which is a passive auxiliary mass damper. The
piston causes pressure in the helium working fluid to rise and fall more or less
uniformly throughout the Stirling cycle portion of the machine, which is the portion
of the machine to the left of the left piston face in Figure 1. The displacer is
essentially a hollow piston which moves the working gas to the heat acceptor at the
portion of the cycle when pressure is falling and moves the working gas to the heat
rejector at the portion of the cycle when pressure is rising. The gas expansion and
compression effects cause cooling and heating effects, resuiting in the pumping of
heat. Motions of the piston and displacer are essentially sinusoidal in time. The
displacer is driven by the pressure wave with a motion that leads the power piston
motion by about 90 degrees. This phase lead is such that the expansion and
compression effects are maximized, resulting in the greatest heat pumping capacity
and efficiency. ’ '

Rejector Power Piston

Vibration Isolator

Regenerator
\ Drive Motq' Stator \
1]

4] =
---_[;——= ............... T
..‘:— | \ |
AN FEEANY.

N\

Linear Orive Motcr Armature
Flexural Bearings

Figure 1. Free Piston Stirling Refrigerator Concept
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The theory of linear motors indicates that the best motor efficiency occurs when the
piston and motor armature assembly is in mechanical resonance at the operating
frequency. Therefore, the design is specified to assure that the spring effects
provided by the armature support flexural bearings, and by the gas spring effects of
the working gas and the gas in the motor compartment, are just right to resonate the
effective moving mass of the piston and motor armature assembly. The displacer
operates as a freely oscillating mass spring damper assembly driven by the oscillating
pressure of the working gas. The displacer is sprung by the displacer flexural
bearings, not shown in Figure 1. The displacer is damped by windage effects of gas
flowing through the heat exchangers. ‘

Heat Exchangers and Heat Transport Systems

The heat exchanger complement is typical of the three heat exchangers required for
Stirling coolers and engines. Heat enters the machine through a heat acceptor. The
energy fluctuation required to fluctuate the working gas rapidly between acceptor and
rejector temperatures is provided by the regenerator. Heat leaves the machine
through the heat rejector. In the design presently under study, the acceptor uses
internal and external fins. The regenerator can be either sintered random wire. or
polyester fiber. The rejector currently under study uses tubes embedded in fins.

Due to the basic configuration of standard domestic refrigerator cabinets, the Stirling
cycle refrigerator will have to be located in the lower portion of the refrigerator
currently occupied by the vapor compression system compressor. Unlike for the vapor
compression system, there is no intrinsic process occurring in the Stirling cycle which
will pump a cold working fluid to the freezer compartment or "hot" fluid to the heat
rejection heat exchanger. This energy transfer must be carried out via an independent
heat transport system coupling the Stirling cycle heat exchangers to the respective
"cold" and "hot" portions of the domestic refrigerator.

The acceptor and rejector heat exchangers are critical because they provide the
energy flow interface from the Stirling cycle to both the load and the environment.
The system performance is highly dependent on the temperature rise across the
acceptor and the temperature drop across the rejector. Also, the additional energy
required to operate auxiliary equipment (pumps and fans) and their costs must be
considered in the selection of the heat transport system. Heat exchanger
effective\ness is typically maximized by making the heat exchanger surface area as
large as possible. However, large surface areas can result in significant unswept
volumes within the Stirling machine which compromise Stirling cycle performance and
lead to excessive hardware costs.

Throughout this phase of the GCR (Gas Cycle Refrigerator) evaluation a standard
upright refrigerator cabinet configuration was employed. In this arrangement the
freezer space is located in the upper portion of the cabinet above the refrigerated food
space. The lower portion of the cabinet is allocated for the GCR refrigerator and its
associated equipment. The selected configuration was considered to be quite
conservative and placed a number of restrictions on the GCR hardware and system
performance. However, since this cabinet layout can be easily modified to
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- configurations more adaptable to the GCR, the system evaluated in the Phase | effort
clearly represents the lower boundary of refined GCR’s performance capabilities.

- The reference Phase | heat transport system is based on the use of a pumped liquid
loop coupling the Stirling cooler with the freezer compartment and an air-cooled heat
rejector supplied with ambient air via a fan/blower. The acceptor heat exchanger
'surrounds the Stirling cycle’s helium heat exchanger and is insulated over its exterior
to minimize losses. The rejector heat exchanger employs thermal conduction through
the pressure vessel wall coupled with air-cooled extended surfaces on the pressure
vessel exterior to reject the cycle waste heat.

Throughout the Phase | effort it was evident that the proposed heat transport system
described above would have a significant impact on the refrigerator system COP for
two reasons: 1) both heat transport systems introduce significant temperature
differences between the Stirling cycle heat exchangers and the various source and
sink temperatures, and 2) the power required to operate the auxiliary equipment is
large enough to degrade COP to unacceptable levels. At present, the only obvious
alternative to improve system COP (other than radically increasing Stirling cycle
efficiency) is the use of a "passive” heat transport system which will totally eliminate
the auxiliary power requirements.

A heat pipe represents the logical device to satisfy the passive heat transport system
requirements. However, issues concerning toxicity of potential heat pipe working
fluids, status of heat pipe technology as it applies to low cost manufacturing, and the
ability of the heat pipe to effectively operate over a 5 to 6 foot elevationina 1 G
environment all need to be resolved prior to committing to this concept. Because of
the significant impact on the overall viability of the proposed GCR, STC will
recommend an aggressive heat pipe evaluation during the next phase of the GCR
effort.

2.0 APPLICATION

The application currently under study is the domestic refrigerator. Participants in the
Phase | study just completed are Stirling Technology Company and the Americold
Division of White Consolidated Industries, Incorporated. If the ongoing study does
establish technical and economic feasibility for Stirling machines in what has been
vapor cycle machine applications, it would be reasonable to expect significant market
penetration into all vapor cycle applications, including domestic refrigerators,
residential and commercial heat pumps, commercial refrigeration, and smaller markets,
such as biological coolers. .

3.0 BENEFITS

Benefits include elimination of CFC and HCFC refrigerants, elimination of refrigeration
lubricants, and potentially high efficiency, particularly with 2-stage coolers, which are
easier to implement in a Stirling machine than in vapor cycle machines.
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4.0 TECHNICAL |SSUES :

The basic Stlrhng cycle machine has very high performance. Computatrons using ~
validated computer codes indicate the COP could be 1.97 for a single stage Stirling -
cooler, if the temperature differences and the pumping losses could be eliminated for
the heat transport system which connects the Stirling machine acceptor with'the'cold
compartment. ‘The temperature difference of the current. reference design heat
transport system drops the COP from 1.97 to 1.57. Pumping power -of the current
heat transport systems drops the COP from 1.57 to 1.32. A 10% reduction in input
power can be achieved by a 2-stage Stirling approach, which is less complicated to
implement than a 2-stage vapor cycle approach. From these COP figures, it is clear
that reducing the temperature drops and pumping power of the auxiliary heat °
transport loops should be given high priority. In addition, further work on the Stirling
machine internal heat exchangers is expected to drive the COP values higher. The
reported COP values are computed with-validated codes, and are’ therefore expected'
to be achievable. : : :

Remote and close coupled heat transport configurations were explored:in the Phase.
| study. The remote ‘configurations allow separation of the Stirling machine and the -
point of heat removal from the food compartment. The close coupled integral Stirling
refrigerator-configuration places the Stirling machine acceptor directly into'the point
of heat removal from the cold compartment. The close ‘coupled integral Stirling
arrangement is ideal from an energy efficiency point of view, but:is applicable to only
a small portion of the currently popular domestic refrigerator product configurations.
An alternative close coupled arrangement which has not been studied, but is worthy
of further study, is the split Stirling arrangement. In this arrangement the compressor
occupies a location at the bottom rear of the refrigerator system, as vapor cycle
compressors currently do, and the expander, which is much smaller, occupies a
location in the freezer compartment. The remote heat transport.configurations studied
include 1) a pumped liquid loop, 2) a gas loop, and 3) phase change loops, including
gravity reflux boilers and heat pipes. Liquid loops are compact and easily insulated. -
Temperature differences and pumping loss are significant and there is concern for
pump life. - -All heat transport fluids explored have increased pumping power
requirements-at normal operating temperatures. Gas-flow loops pose problems .of
duct volume, duct insulation, fan power requirement, and frost buildup on the Stirling
acceptor.’ In general the gravity reflux boiler is considered unacceptable because it
requires the Stirling machine to be located at the top of the domestic refrigerator
~ system where the space is desired for easy access to stored food. The heat pipe is
promising and has been recommended for serious study in Phase Il of the program.

5. 0 ECONOMICS

The fundamental approach employed in the evaluation of the current GCR from the
cost ‘and manufacturing viewpoint was to focus on the truly unique components
making up the Stirling cycle portion of the system.: These selected components were
compared, .where‘ possible, ‘to .components ‘of conventional -vapor ‘compression: -
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systems Wthh provnde similar functlons for example the GCR’s Imear drive motor and
a rotary motor of a convention refrigerator drive. A total of 3 components or
subcomponent assemblies were ‘evaluated: 1) flexures which provide the gas
clearance seals on the piston and displacer, 2) linear drive motor, and 3) the:
displacer/power piston assembly.

Since it was impossible to place absolute dollar values on the individual components,
an attempt was made to define there relative cost-in comparison to existing
components assuming that .the investment had been made in the necessary
tooling/manufacturing eqmpment to support the manufacturing rate common to the
domestic refrigeration market

The basic conclusions of this review were that the GCR concept can be brought to
mass production with a sufficient further design refinements and a major investment
in new or modified tooling. This latter point is critical since the basic components
making up the proposed GCR differ radically in form and function from those
employed in existing refrigeration systems.

GCR system cost is a major concern; however, there are no fundamental reasons that
its costs cannot be comparable to that of high performance refrigeration systems in
the future. All cost reduction efforts must be carefully evaluated against their impact
on the performance of the GCR system since the relative performance advantages of
the GCR in comparison to advanced vapor compression systems are relatively small,
with the primary advantage being environmental.

6.0 TECHNOLOGY OUTLOOK
Development Status

As shown in Figure 2, the Stirling machine has been developed and demonstrated in
the laboratory as a maintenance free long life free piston refrigerator with excellent
potential for high COP. All of the technologies required to achieve long life and
efficient performance have been proven. The next step in Stirling machine
development for domestic refrigerators involves extensive thoughtful product design
to achieve manufacturability and low cost without sacrificing demonstrated potential
for efficiency, freedom from maintenance, and long life. Additionally, further systems
integration work is required to integrate the cooler with the domestic refrigerator
system without excessive loss of efficiency or excessive cost for the heat transport
connection between the Stirling machine and the cold space.

Timetable for 'Commercialization

With serious intent and serious design for commercial implementation, the Stirling
domestic refrigerator could be a product by the turn of the century. On the basis of
our impressions of the interests of the refrigerator industry, it appears that serious
design for commercial implementation will not be paid for by the industry. The
situation is chicken and egg. Support from the industry for commercial design will not .
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Figure 2. STC Stirling Domestic Refrigerator Unit
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come until the costs can be demonstrated to be low. Costs will not be demonstrated
to be low until support exists for serious design for commercial implementation.
Fortunately, DOE has been far sighted enough to nurture the development to date.
Realistically, to achieve correct answers on the potential for commercial
competitiveness of Stirling refrigerators, the government will probably have to pay for
the serious design work we would historically have expected to come from industry.

Qualitative Assessment of Market Penetration
Assuming that the Stirling cycle domestic refrigerator will ultimately compete with the
vapor cycle refrigerator in terms of performance and cost, which seems likely to the

authors, Stirling would be expected to replace the vapor cycle in domestic refrigerator
applications as a result of consumer conscience.
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STM4-120RF AS REFRIGERATOR FOR SUPERMARKETS

Roelf J. Meijer and Edmond C. Miniatt
Stirling Thermal Motors, Inc., United States

® Abstract

The search for harmless working media for cooling systems with respect to ozone
depletion has led STM to reconsider the Stirling cycle for this purpose. By using the
"short block" of the STM4-120 engine and by developing heat exchangers based on new
insights in the Stirling cycle, a reliable, high performance machine can be developed in a
short time.

The Stirling cycle is well known for being efficient, clean and quiet for engine and
‘cryocooling applications. Due to its adiabatic behavior, it is generally considered to be
inefficient for small temperature differences between the compression and expansion side.
However, STM has discovered ways to improve the efficiency considerably.

The prediction of performance of the new refrigerator, designated the STM4-120RF, now
being fabricated, will be given and can be compared with the results of existing vapor
COMPressor units.

The cold production of the STM4-120RF does not depend heavily on the temperature
ratio between the ambient and the "cold temperature" as the vapor compression system
does, and could therefore have a yearly economic advantage over the vapor compressor
. system.

e Introduction

Due to the fact that the well known vapor-compressor refrigerating system with CFC or
HCFC as the working medium will eventually be banned, the industry is looking for
alternative refrigerating machines. '

In this paper we are describing the modification made to the well known Stirling Thermal
Motors all-purpose engine, the "STM4-120", in order to be suitable as a supermarket
refrigerator. The use of the "short block" (drive and power control) of STM's engine fits
the policy of STM to use the major part of the engine for different applications.
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STM4-120 DH - heated directly by flue gases

STM4-120 RH - heated remotely by using heat pipe technology

STM4-120 DS - Heated directly by concentrated sunlight

and now we are introducing:

STM4-120 RF - including heat exchangers for‘ refrigeration (see Figure 1)

T T PR
%
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|
T

focesatlf ' © 740 mm fow——

v vy

Figure 1
STM4-120 RF

e Technology Description ‘/

Historically, Stirling cycle machines have been known and used with great success for
cryocooling, and not for food refrigeration. Why is this?

In the Philips Technical Review of 1954, Kohler and Jonker state that, due to the losses,
the Stirling cooling machine (later.called the Philips cryocooler) has the best efficiency
between -80°C and -200°C. Figure 2 shows the ratio of the efficiency divided by the
Carnot efficiency plotted versus the cold expansion temperature.

o
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The decline of n/1¢ at low temperature is due to the fact that the heat conduction losses,
insulation losses and especially the regenerator losses are proportional to the temperature
difference between the ambient and the temperature of the cold production, but the cold
production by itself decreases with lower temperature.

The decline of n/n at higher expansion temperature is caused mainly by mechanical
losses and by the so-called "adiabatic" losses (losses in efficiency due to the adiabatic
behavior of the gas in the cycle). The mechanical losses are always present, but the
magnitude is dependent on the desxgn of the dnve The adiabatic losses are approx1mately

proporuona! to the pressure ratio.

Considering all these effects, it all boils down to raising the efficiency (or COP), by
making the adiabatic behavior of the normal Stirling cycle, with the unwanted temperature.

fluctuation, as small as possible. S

oo oaocacoanoaee e o o
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Figure 2

e Design Philosophy

STM's standpoint has always been to avoid complexity, which leads to-expensive
machinery and lowers reliability Therefore, we were not looking for a means to
isothermalize the compressmn and expansion space, which leads to complexity, but were

able to find other ways to raise the COP considerably.
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The adiabatic temperature fluctuation of the gas depends also on the properties of the

. c
gas, in this case P,
' Cv

In the isentropic pressure variation, the temperature variation is proportional to
K-1

p K where K = 2P
Cy

- For helium, K = 1.68 at room temperature and atmospheric pressure, and for
~ hydrogen, K = 1.40. That means, as an example, Theliym = C.P9-40 and Thydrogen

= C.P0.29 which means that the temperature fluctuation in helium is much higher than
in hydrogen. This is the reason to choose hydrogen instead of helium.

The adiabatic losses are approximately proportional with the pressure ratio.because
the temperature fluctuation depends on the pressure ratio. Theoretically,

K-1
I _ (2.
Ty © \P)

S - , .
which means if we make i’% smaller, the temperature variation also becomes smaller.

Of course the cold production decreases if we do that. To compensate for this
decrease we raise the internal working pressure in order to get a satisfactory
production. This is possible in our case because the drive is developed for a mean
-engine operating pressure of 12 MPa. For our coolmg machine, even higher
pressures are possrble :

- Wnth thls basrc phllosophy we optlmrzed the new heat exchangers whrch are the. key

to the success of our cooling machine, with the limitation that the heat exchangers
should fit on the short block of the STM4-120 engine.

For simplicity, our cooling machine will.use our four cylinder all: purpose drive -
mechanism. Only the heat exchangers will be different. The cooling capacity will be
controlled very simply by means of the variable swash plate which controls the swept
volume of the pistons.
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e Application

Due to the cooling capacity of the machine that would best fit our all purpose short block,
STM has determined that the most practical application for our coolmg machine would be
supermarket refrlgeratlon

e Benefits

Ecologically, Stirling cycle machines are famous for being environmentally friendly. Our
cooling machine is no exception. Economically, there are several advantages.

1. Our all purpose short block is already being developed and is proving itself to be a
simple, reliable, and efficient drive mechanism. When the engine goes into mass
production any number of short blocks will be available at very low cost.

2. The cooling heads themselves are also simple and would be very inexpensive in mass
production.

3. The cooling capacity of our machine is controlled by the variable swash plate. Just
one of our machines would replace a whole bank of vapor compressors. Currently,
several compressors have to be switched in and out to compensate for the varying
demands on the supermarket refrigeration system.

4. Whatever chemical the existing refrigeration companies find to replace CFCs, it is
difficult to imagine that it will be as efficient as CFCs. STM's intent is to develop a
cooling machine that not only matches current CFC vapor compressor systems, but
exceeds them in manufacturing cost and annual operation performance

The performance characteristics of the vapor compressor and that of the STM4-120RF
predicted by the STM/Philips simulation code, are entirely different. The performance
curves are very steep for the vapor compressor system over a wide range of cooling
temperatures, whereas those for the STM4-120RF are quite flat. The STM4-120RF is
more efficient at deep freeze temperatures (-30° to -60° C), while the vapor compressor is
hard to beat at higher food storage temperatures. Therefore, overall performance must be
determined and compared on a yearly operational basis. For this reason, a study will be
conducted this year in the Netherlands to determine the annual pérformance of both
systems. Figure 3 shows the performance of the STM4-120RF compared with that of a
modern vapor compressor unit of comparable cooling capacity.
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Figure 3

e Technical Issues

The success of the STM4-120RF rests almost entirely on the heat exchangers. They must
be simple, highly efficient, inexpensive and compatible with the short block. STM is now
developing and building such heat exchangers for the first prototype. In addition, the
short block, although successful, is still being developed and improved. Obviously, more
endurance and performance tests must be done and improvements made before the
machine is ready for the market.

e Economics

It is anticipated, from experience, that the "first costs" of the system will be high. This is
always the case with any prototype or R&D. Therefore, it is more practical to consider
mass production costs. The first costs for prototypes are always high, but they are only
one time costs and are insignificant compared with production costs. As for the short
block, STM has a corporate agreement with DDC to develop the engine, so it will already
be in mass production. The cooler heads are already inexpensive. The whole design is
centered around being competitive with existing vapor compressor systems in mass
production. ‘

5
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e Technology Outlook

STM expects to have the first prototype STM4-120RF on the test bed by the end of this
summer. The second generation prototype will be made by the end of this year.
Improvements will be made as experience is gained in endurance and performance tests.
As testing is successful, more and more machines will be made each year until
commercialization which should take place in 5 years. Projected market penetration is
very difficult to determine, especially when some existing suppliers of supermarket
refrigerators do not report their market share now.

e Conclusion

The cooling capacity of the Stirling refrigerator is nearly constant with different
temperatures of the cold production. It is also nearly constant over a wide range of
ambient temperatures. This is a significant advantage over the vapor compression cycle
where this effect is considerable due to the fact that the cycle is based on two phases of
the working medium. This means that the vapor-cycle compressor system needs different
working media for different temperature regions.

A particular advantage of the STM4-120RF is that, with the piston stroke control the
cooling capacity can be changed continuously over a wide range without adversely
affecting the COP. In order to match the desirable load, several compressors of the
vapor-cycle have to be switched in and out. See for instance, the Oak Ridge National
Laboratory study, ORNL/Lab/80-61601/2 concerning Research and Development of
Highly Energy Efficient Supermarket Refrigeration Systems, where it is proposed for a
unit of 30 hp input, to use three different compressors consisting of 5 hp, 10 hp and 15 hp.
This will improve the efficiency, but make the control complicated and the system more
expensive. '

Consequently, the dévelopme_nt of the STM4-120RF will not only maintain the important

characteristic of using a harmless working medium, but will also simplify any application
“considerably and, therefore, be more cost effective.
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Acoustic Compressors

Tim Lucas :
SONIC COMPRESSOR SYSTEMS, INC.

1. Technology Description

As the name implies, an acoustic compressor is in fact a compressor and does not comprise
a thermodynamic cycle in and of itself. These compressors are being designed as drop-in
replacements for the positive displacement (PD) compressors used in standard vapor-
compression systems.

Like PD compressors, acoustic compressors create an internal pressure cycle which is
converted into an external pressure lift and mass flow via a set of suction and discharge
valves. However, the similarity to a PD compressor ends here.

Unlike PD compressors, which create their internal pressure cycle with a changing
mechanical volume (i.e. pistons, rotaries, scrolls, etc.), the internal pressure cycle of an
acoustic compressor is created by a resonant acoustic wave. As such, acoustic compressions
take place within a constant volume chamber, thereby ehmlnatlng any frictionally moving
parts that require lubrication.

The elementary theory of operation is explained by referring to the figure, which shows the
conceptual features of an acoustic compressor. The top figure is a cross section of a hollow
resonance tube (resonator), containing a gaseous refrigerant. The far left end of the
resonator is terminated with a rigid metal flange. The far right end is terminated with a
rigid metal valve plate having discharge and suction valve ports. The valve plate is backed
by the discharge and suction plenums.

A linear motor is attached to the left end of the resonator. The armature coil is rigidly fixed
to the resonator and the permanent magnet is resiliently connected to the resonator with a
spring. When the armature is excited with an oscillating current, the magnet will be set into
mechanical oscillation. The magnet’s reaction forces are communicated through the spring
to the resonator, thus causing the entire resonator to be mechanically oscillated along its
cylindrical axis in response. This style of linear motor is a reaction-type shaker and is
typically used for structural excitation in the field of vibration research. Such drivers have
been developed by companies like Wilcoxon Research and BEI Motion Systems Company.

When the entire resonator is driven back and forth along its cylindrical axis, the two rigid
metal end flanges move with the resonator thus acting as piston sound sources. If the
resonator is driven at the frequency of one of its resonant acoustic modes, a standing wave
will develop with the pressure waveform envelope shown. A frequency of 300 Hz is typical
for a 27 cm long resonator filled with CFC-12 or HFC-134a. The resonator’s mechanical
displacement amplitude is only 50-100 microns peak.

C-43



\ v v [g |
N N /
X 7
N
I ST
\ 100,
’Pc = -
P
-R
‘ .
MAGNET
-SPRING
= [ ‘_5

C-44




The"_pressure waveform envelope shows the extremes of the pressure oscillation along the
~ length of the resonator. During one acoustic cycle, the pressure at the end of the resonator
oscillates between the condensing pressure P and the evaporator pressure Pe.

" The suction and discharge valves respond to this acoustic pressure cycle in the same way
they respond to the mechanically generated pressure cycle of a PD compressor. Thus, once
the standing wave is established, a low pressure vapor will be drawn into the constant
volume resonator, acoustically compressed and discharged.

If the spring constant of the driver is properly chosen, then the mechanical resonance of the
magnet-resonator mass-spring: system can be tuned to a frequency near the acoustic
resonance of the resonator, thereby improving the electro-acoustic transduction efficiency.

Unlike the conceptual model shown in the figure, actual resonators do not have a cylindrical
geometry. Historical attempts at building acoustic compressors have been unsuccessful, due
to the nonlinear effects present in high amplitude acoustic waves. The most dramatic of
these nonlinear effects is that of shock wave formation. Shock waves are undesirable, since
they lead to excessive energy dissipation in the form of heat flow across the shock front. If
not eliminated, shock waves will create severe limits on the acoustic pressures which can be
achieved as well as on the energy efficiency of the compressor. For a simple cylindrical
resonator, shocks will form at pressures of less than 1 psi.

Sonic Compressor Systems, Inc. has recently developed the core technology which now
makes acoustic compressors possible. In its essence, this core technology is the ability to
selectively control the wave shape of extremely high amplitude resonant acoustic waves. This
control is provided through resonator geometries that cause the unwanted higher harmonics
to be self-canceling. When present, these harmonics add to form shock waves. When the
harmonics are canceled, shock waves are eliminated.

A recent acoustic compressor prototype has provided pressure lifts in excess of 200 psi and

mass flow rates of 0.1-0.2 lbs/min. Prototypes are now being designed for testing at the
standard check point (SCP) conditions used for U.S. home refrigerator compressors.

2. Applications

Acoustic compressors are first being optimized for home refrigerators, with other appliance
applications such as room air conditioners and dehumidifiers to follow.

However, the technology will also be scaled up to larger capacity applications. In the future,

Sonic Compressor Systems, Inc. will be working to adapt acoustic compressors for use in
home central A/C, heat pumps, and light commercial applications.

C-45



3. Benefits

Oil-free operation

Acoustic compressors require no lubrication and thus can use any refrlgerant without
consideration of oil-refrigerant compatlblhty Equally important, acoustic compressors can
- tolerate oil and particulate contaminants in the system if such environments are encountered.

Drop-in Replacements .
Acoustic compressors are designed as drop-in replacements for current PD compressors,
thus requiring little or no retooling and reinvestment for refrigerator OEMs.

New form factor

The shape of an acoustic compressor, could reduce the space typically occupied by a
compressor. For home refrigerators, this could provide greater interior cabinet volume
without increasing the refrigerator’s external dimensions, thus compensating for volume
losses due to thicker wall insulation.

Efficiency
Based on experimental and theoretical investigations, acoustic compressors optimized for
U.S. home refrigerators could provide EERs of 7-8 at U.S. standard check point (SCP)

conditions.

Thermodynamically, acoustic compressors provide a compression which is between isentropic
and isothermal. This means that the indicated enthalpy of compress1on is characteristically
lower than PD compressors of equivalent capacity.

In addition to EERs measured at SCP conditions, further kW-hr/yr reductions are expected
from the inherent variable capacity offered by acoustic compressors.

Still further kW- hr/yr reductlons are expected from the compressor’s ability to vary its
discharge pressure. If the condensing pressure drops, due to lower ambient temperatures,
the compressor can lower its internal acoustic pressure to the minimum value required to
maintain condensation. An acoustic compressor’s internal energy losses decrease with the
square of the compression ratio for constant capacity. Thus, when ambient temperatures
drop below SCP conditions the compressors internal energy losses will decrease with the
square of the compression ratio.

The first acoustic compressor prototypes are being instrumented for efficiency
measurements, and data will be available in the near future.
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4. Technical Issues

The first fully working prototypes are only months old. Technical feasibility has been
established with regard to compressions and mass flow rates. However, acoustic compressors
have not benefitted from decades of development and are just beginning their development
life cycle. Characteristic of this early stage, improvements are taking place at a rate which
quickly render performance data obsolete. The resulting intellectual property issues prevent
detailed performance and design information from being discussed at this time. For now,
technical issues can be dealt with only briefly.

The primary components of an acoustic compressor are the resonator, valves, driver and
control circuit. Technical issues/problems are discussed on a component basis as follows.

Resonator
The resonator is the heart of an acoustic compressor. Within the resonator is the resonant

acoustic wave which creates the acoustic compression cycle. The primary problem, which
has prevented the prior development of acoustic compressors, is the extreme energy
dissipation associated with nonlinear effects in high amplitude acoustic waves. If not
eliminated, pressures are severely limited and acceptable energy efficiencies are
unacceptable. The nonlinear effects of key concern are shock formation and turbulence.

As explained in section 1, the problem of shock formation has been solved with new
resonator designs. Turbulence due to large acoustic velocities was also a concern. Today’s
resonator designs can provide the needed pressures w1thout the high velocity penalty that
leads to turbulence-related energy losses.

The energy efficiency of current resonator designs must be verified at SCP conditions.
Preliminary work is underway to provide efficiency testing at these conditions.

Current resonators sizes, which run at 300 Hz, should be reduced for home refrigerator
applications. When a resonator is downsized, its resonant frequency increases which
requires the compressor valves to run faster. It must be shown that valves running at these
higher speeds can provide the required efficiency.

The compressor’s operation depends on mechanically oscillating the entire resonator. This
creates noise levels which would be higher than current PD compressors unless noise
attenuation schemes are integrated into the design. One approach would be to contain the
compressor in a secondary vessel, like the hermetic vessels used for PD compressors. Other
acoustically absorptive containments could be used. No work on noise control has been
conducted to date. The noise generated by an acoustic compressor is a pure tone which is-
not a complex problem in noise control, and is not perceived as a significant problem by the
appliance industry.
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Valves :
The problems anticipated with acoustic compressor valves are related to the very high speeds
required. At speeds of 300 cps, pressure losses were expected to be unacceptable. Also,
valve wear in an oil-free environment is a concern.

A current solution to the high speed pressure loss problem has been to exploit the inertial
phasing of the resonator’s motion to provide actuation of the valves.

As shown in the figure, the valves are positioned at the end of the resonator to take
advantage of the inertial forces created by the resonator’s vibration. The motion of the
resonator is of exactly the right phase to open and close the valves in the proper suction and
discharge sequence. This provides an actuation effect which allows valves to be operated
at rates of 300-600 cycles per second, without the normal opening and closing delay losses
previously associated with very high speed valves.

A glass fiber-reinforced plastic has been used as a valve material with satisfactory results for
up to 20 hours, but thorough life tests have not yet been conducted. There are many -
engineering plastics with more robust properties which will also be tested.

Plastic valves also have the advantage of being very quiet compared to metal valves.

Drivers

The drivers, or linear motors, required are well understood and can provide clectro acoustic
efficiencies of 90-95%. Initial driver-related life testing will look for constancy of the
permanent magnet’s field strength and the spring’s dynamic properties.

Estimated driver cost, obtained from vendors, is appropriate for the desired overall
compressor unit cost.

Controls

During operation, changing gas temperatures within the resonator can change the acoustic
resonance frequency. Thus, a control is needed which will allow the driver frequency to
remained locked to this changing acoustic resonance. Simple circuits, such as PLL chips,
can provide this control.

Today’s laboratory controls are being.used to study the dynamic behavior of acoustic

compressors as part of a vapor-compression system. Reducing these controls to a circuit
card is not considered a problem by the industry.
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5. Economics

Low Manufacturing Cost

An acoustic compressor’s design is inherently simple and leads to lower manufacturing
investment as well as potentially lower unit cost. Unlike (PD) compressors, which require
high precision machining, the Sonic Compressor can be manufactured with very low-tech
manufacturing methods such as forming and welding. As such, the unit cost is expected to
be equal to or less than current (PD) compressors.

A group of appliance industry manufacturing engineers conducted a study of both
manufacturing investment and unit cost. Three different manufacturing alternatives were
studied, with each having a million unit yearly capacity. The three methods used were
determined by the chosen materials: engineering plastics, steel, and aluminum. In each case
machining/forming/welding, materials handling, transfers, assembly, painting, inventory,
storage, shipping, quality control, and size of facility were considered. Remarkably, the
entire facility cost was under $5 million in each of the three cases. In sharp contrast, the
cost today of building a competitive rotary compressor plant is estimated at approximately
$100 million, for the same capacity.

Developing Countries

Due to the low cost of entry, the technology can be very acce551ble to developing countries
where first investment is a critical concern.

6. Technology Outlook
Acoustic compressors are currently in the research and development stage. The technology
can provide compressions and mass flow rates appropriate for home refrigerators. Efficiency
studies are now underway which will improve theoretical models and provide the data
needed for adaptation and sizing of the compressor for home refrigerators.
Based on the current rate of R&D progress, it is estimated that the technology should be
commercially available within 3-4.5 years. This short time frame can be attributed to the
technology’s current stage of development and its inherent simplicity, which is expected to
abbreviate life tcstmg This simplicity may also reduce the time required for manufacturmg
process design, since simple methods such as forming can be used.
The anticipated time table is as follows:

1-1.5 years of further R&D and initial life testing

1-2 years of preproduction activities, including life testing

1 year of limited runs for field testing leading to.initial production.
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At this time, the potential for market penetration is excellent. Acceptance of the product
is high and the product is widely sought out by manufacturers. The home refrigerator
industry is currently involved in the compressor’s development and is willing to manufacture
upon satisfactory development.

Sonic Compressor. Systems, Inc. is.currently beginning negotiations with a U.S. appliance
manufacturer.  Market share is predicted to' be high, -again assuming satisfactory
development of the compressor.

The technology’s low market resistance can be attributed to its unique combination of
solutions to the conflicting problems of energy efficiency and environmental compatibility
now facing the industry. Acoustic compressors are currently perceived by the industry as the
lowest cost path to solving these problems, with the least negative impact on existing
refrigerator manufacturing investments.

- C-50



Alternative Fluorocarbons Environmental Acceptability Study .

Refrigeration and Air Conditioning Techn(')'loéy' W'orkshop
Breckenridge Hilton, Breckenridge, CO
June 23- 25 1993

THERMOACOUSTIC REFRIGERATION

Steven L. Garrett, Thomas J: Hofler; and David K. Perkins
Physics Department and Space Systéms Academic Group ’
Naval Postgraduate School Monterey, CA 93943

1.0 TECHNOLOGY DESCRIPTION

1.1 Historical Perspective. The thermoacoustic heat pumping cycle is the youngest technology
that will be presented at this workshop. Although the reverse process - the generation of sound by
an imposed temperature gradient - had been observed for several centuries by glassblowersl!] and
for decades by cryogenic researchers[2]; the recognition that useful amounts of heat could be
pumped against a substantial temperature gradient with a coefficient-of-performance which is a
significant fraction of the Camot limit was only made ten years agol3], with the first demonstration,
including efficiency measurements, bcing made in 1986!4].

This discovery was made even more significant by the recognition that the thermoacoustic
heat pumping cycle was intrinsically irreversible. Traditional heat engine cycles, such as the
Camot Cycle typically studied in elementary thermodynamics courses, assume that the individual
steps in the cycle are reversible. In thermoacoustic engines, the irreversibility due to the imperfect
(diffusive) thermal contact between the acoustically oscillating working fluid and a stationary
second thermodynamic medium (the "stack") provides the required phasing. This "natural
phasing"[4] has produced heat engines which require no moving parts other than the self-
maintained oscillations of the working fluid.

During this relatively short period, several refrigerators and prime movers have been
fabricated and tested at Los Alamos National Laboratories(3-5] and two refrigerators for spacecraft
applications were built at the Naval Postgraduate School. The Space ThermoAcoustic
Refrigeratorl7] was flown on the Space Shuttleé Discovery (STS-42) in January, 1992, and the
ThermoAcoustic Life Sciences Refrigerator (TALSR)I8] is now being tested and should be
characterized completely by October, 1993.
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TALSR was designed to pump 700 Btu/hr in the refrigerator mode (+4°C) and 400 Btu/hr in
the freezer mode (-22°C). This makes it the first thermoacoustic refrigerator which would be
capable of 6peration as a conventional domestic food refri gerator/freezer. At the present time, there .
are several preliminary designs which should be capable of one-half ton to three tons of air

~-conditioning capacity, but no prototypes are currently under construction.

1.2 A Simple Invisid Model of the Thermoacoustic Heat Pumping Process. Although a
complete and detailed analysis of the thermoacoustic heat pumping process is well beyond the
scope of this paper, the following simple, invisid, Lagrangian representation of the cycle contains
the essence of the process. A complete analysisl®] would necessarily include the gas viscosity,
finite wavelength effects, longitudinal thermal conduction along the stationary secound
thermodynamic medium and through the gas and the ratio of the gas and solid dynamxc heat
capacities.

A schematic diagram of a sxmple one-quarter wavelength thermoacoustlc refrlgcrator is
shown in Figure 1.
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Tube = = Rigid= _~
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Figure 1. Schematic diagram of a one-quarter wavelength
-thermoacoustic refrigerator. .

The thermal penetration depth, 8,;, repfesents the distance over which heat will diffuse dAurin'g
a time which is on the order of an acoustic period, T = 1/f, where f is the acoustic frequency. It is

defined® in terms of the thermal conductivity of the gas, K, the gas density, p, and its isobaric
specific heat (per unit mass), Cp-

- [ - : .
O = rfpc, M

This length scale is crucial to understanding the performance of the thermoacoustic cycle since the
diffusive heat transport between the gas and the "stack" is only significant within this region. It is
for that reason that the stack and the spacing between its plates are central to the thermoacoustic
cycle. ‘
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For this analysis we will focus our attention on a small portion of a single plate surface
within the "stack” and the adjacent gas which is undergoing acoustic oscillations. The distance
from the solid stack material is small enough that a substantial amount of thermal conduction can
take place in an amount of time which is on the order of the acoustic period. In the lower half of
Figure 1, a small portion of the stack has been magnified and a parcel of gas undergoing an
acoustic oscillation is shown. The four steps in the cycle are represented by the four boxes which
are shown as moving in a rectangular path for clarity. In reality they simply oscillate back and
forth. As the fluid oscillates back and forth along the plate, it undergoes changes in temperature
due to the adiabatic compression and expansion resulting from the pressure variations which
accompany the standing sound wave. The compressions and expansions of the gas which
constitute the sound wave are adiabatic if they occur far from the surface of the plate. The relation
between the change in gas pressure due to the sound wave, pi, relative to the mean (ambient)
pressure, pp,, and the adiabatic temperature change of the gas, T, due to the acoustic pressure
change, relative to the mean absolute (Kelvin) temperature, T,,,, is given below in equation (2).

o

L Q)

|

-1
Y

|

Although the oscillations in an acoustic-heat pump are sinusoidal functions of time, Figure 1
depicts the motion as articulated (a square wave) in order to simplify the explanation. The plate is

assumed to have a mean temperature , T,;,, and a temperature gradient,VT, referenced to the mean
position, x = 0. The temperature of the plate at the left-most position of the gas parcels excursion

is therefore T, - x{ VT, and at the right-most excursion is Ty, + x{VT.

In the first step of this four-step cycle, the fluid is transported along the plate by a distance

2x1 and is heated by adiabatic compression from a temperature of Ty, - X; VT to T, - x;VT + 2Tj.
The adiabatic gas law provides the relationship between the change in gas pressure, py, and the
associated change in temperature, T, as described in equation (2). Because we are considering a
heat pump, work, in the form of sound, was done on the gas parcel hence it is now a temperature

which is higher than that of the plate at its present location (i.e., Ix; VTI| <ITyl).

In the second step, the warmer gas parcel transfers an amount of heat, dQpq, to the plate by
thermal conduction at constant pressure and its temperature decreases to that of the plate, T, +

x1VT. In the third step, the fluid is transported back along the plate to position -x; and is cooled
by adiabatic expansion to a temperature Ty, + x{VT - 2T . This temperature is lower than the
original temperature at location -x, so in the fourth step the gas parcel adsorbs an amount of heat,

dQcolg> from the plate thereby raising its temperature back to its original value, Ty, - x{VT.
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The net effect of this process is that the system has completed a cycle which has returned it to
its original state and an amount of heat, dQ.4, has been transported up a‘temperature gradient by
work done in the form of sound. It should be stressed again that no mechanical devices were used
to provide the proper phasing between the mechanical motion and the thermal effects.

If we now consider the full length of the stack as shown in the upper portion of Figure 1, the
overall heat pumping process is analogous to a "bucket brigade" in which each set of gas parcels
picks up heat from its neighbor to the left at a lower temperature and hands off the heat to its
neighbor to the right at a higher temperature. Heat exchangers are placed at the ends of the stack to
absorb the useful heat load at the left-hand (cold) end of the stack and exhaust the heat plus work
(enthalpy) at the right-hand (hot) end of the stack. The fact that the gas parcels actually move a
distance which has typically been on the order of several millimeters means that intimate physical
contact between the heat exchangers and the stack is not crucial.

2.0 APPLICATIONS

‘The applications of thermoacoustic engines fall into two categories which depend upon
whether the refrigerator is powered by electricity or by heat. Although the heat driven
thermoacoustic refrigerators and cryocoolers are attractive for applications where there is abundant
heat or waste heat, at the present time, only two thermoacoustically driven refrigerators have been
demonstrated. The first was a "beer cooler"[5,10] and the second was a thermoacoustically driven
orifice-pulse-tube cryocooler designated the "Coolahoop”[11]. A more compact commercial
version of the Codlahoop is now under development for cooling of high speed electronics. Several
other heat-driven thermoacoustic refrigerators are currently in the design stages for the above
applications including a refrigerator for storage of medical supplies and vaccines in Pakistan’f a
solar driven refrigerated cargo container for transportation of tropical fruits, and a natural gas
liquefaction plant. ' o

‘Work on electrically powered thermoacoustic refrigeration has, until last year, been
concentrated on laboratory experiments and spacecraft applications. At the present time, Ford
Motor Company is developing thermoacoustic refrigerators for proprietary applications. NPS is
currently developing two refrigerators. One is a third-generation, single-stage thermoacoustic
cryocooler (TAR-3) which is designed to reach high-T, superconductor transition temperatures.
The other is TALSR, which is capable of producing cooling comparable to commercial domestic -
refrigerator/freezers. TALSR was also designed for use on-board the Space Shuttle(8]. The first
commercial application of a TALSR-likc design, which will use a less expensive driver, will be
targeted to a "niche” market which we are unwilling to disclose at this time.

Due to the simpliqity of its 6pcration and the use of only one moving part, thermoacoustic
refrigeration is also be suitable for cooling the latest generation of computer chips which can run at
twice their room temperature design speeds when their temperature is reduced to -50°C.,
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Figure 2. Cross-sectional diagram of the half-wavelength resonant TALSR. Two separate
drivers are used for redundancy in space applications. A commercial unit would use a single
double-acting drive. The two stacks and four fluid-filled heat exchangers are configured so that the
total temperature span is greater than that of either individual stack.

3.0 BENEFITS

3.1 Inert working fluid. Helium, being an inert gas, cannot participate in chemical resactions
and hence no toxicity, flammability, or negative environmental effects (ODP=GWP=0).

3.2 No sliding seals or lubrication. Due to the high frequency operation, high powers can be
achieved with small displacements so no sliding seals or gas bearings are required. This also
means that no "tight tolerance" machined parts are required thereby reducing manufacturing costs.
3.3 Very few simple components. Electrically driven systems require only one moving part and
thermally driven systems have no moving parts. The "stack" can be fabricated from cheap plastics.
3.4 Large range of working temperatures. Dépending upon the position and length of the stack
in the acoustic standing wave field, one can trade off the temperature span and the heat pumping
power. Different working fluids are therefore not required for different temperature ranges.

3.5 Intrinsically suited to proportional control. Just as one is able to control the volume of a
stereo system, a electrically driven thermoacoustic refrigerator's cooling power is continuously
variable. This allows improved overall efficiency by doing rapid cool-down at a lower COP and
then maintaining heat leak losses at higher COP. This "load matching” can also reduce heat
exchanger inefficiencies by minimizing temperature differences within the fluids and exchangers.
3.6 Immaturity. Thermoacoustics is the youngest of the heat engine cycles. It is more likely
that important breakthroughs which substantially improve performance and manufacturability will
still occur here rather than the older technologies which have already "skimmed the cream”.
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4.0 TECHNICAL ISSUES

4.1 Immaturity. Because thermoacoustics is the youngest of existing heat engine cycles, it lacks
the infrastructure (suppliers, sales and service base, educational programs, etc.) which can enhance
marketability. In addition, since there are presently no commercial products on the market,
thermoacoustics does not have a "cash flow" which can be "tapped” to make either incremental
component improvements or to finance general research and development efforts.

4.2 Efficiency. Although computer models(12] of TALSR predict that it will have a Coefficient-
of-Performance Relative to Carnot (COPR) of 42% (exclusive of motor inefficiencies and
secondary heat exchange fluid pumps), TALSR has not yet been tested. The previous
thermoacoustic cryocooler designs have been optimized for temperature span rather than COP.
Their best measured performance has given a COPR < 20%, again exclusive of electroacoustic
efficiency. ' -

4.3 -Power density. The simple boundary layer models of thermoacoustic engine
performancel6.12] may not apply as acoustical amplitudes are increased. If acoustic mach numbers
are restricted to M¢<5%, then the realizable power density of conventional thermoacoustic stack
geometries may be restricted to 10 Tons (35 kW) per square meter of stack cross-sectional area at
working fluid pressures below 20 atm. Higher power research refrigerators and numerical
hydrodynamic computer simulations would be very useful to determine what would ultimately limit
the power density.

4.4 Electroacoustic conversion. Although electrical to acoustical conversion efficiencies on the
order of 90% are, in principle, realizable at reasonable cost, present thermoacoustic drivers have
had electroacoustic efficiencies under 50%. This should not be a problem since efficiencies for
similar linear motor technology in Stirling applications as high as 93% have been measured(13],

4.5 Secondary heat transfer. All thermoacoustic engines produced thus far have used either
conduction for small heat loads (<10 Watts) or electrically pumped heat exchange fluids for large
heat loads (>100 Watts). Unlike the vapor compression (Rankine) cycles, the working fluid in a
thermoacoustic refrigerator/chiller is not circulated outside the engine. In order to obtain maximum
overall efficiency (i.e., net COP), it is therefore necessary to simultaneously optimize primary and
secondary heat exchanger geometry, transfer fluid thermophysical parameters, transfer fluid flow
rates, and electrical pump or heat pipe performance, all subject to economic constraints, in order to
achieve the best performance at the lowest cost.

4.6 The "talent bottleneck.” Because thermoacoustics is a new science and requires expertise in
a diverse number of non-traditional disciplines within the refrigeration and HVAC communities
(acoustics, transduction, gas mixture thermophysics, PID, PLL and AGC control, etc.), there are
very few experimentalists who are interested or capable of research in this field. This severely
limits the number of potentially pronﬁi;jgg applications which can be pursued simultaneously.
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5.0 ECONOMICS

All thermoacoustic engines which have been produced to date have been research prototypes.
The costs have been typically 1-2 M$, which accounts primarily for scientific and technical staff
salaries. No systematic cost projections or comparisons to existing system costs have been
attempted. Limited commercialization attempts which address niche applications are expected over
the next three years and should begin to provide some economic benchmarks which would lead to
reliable cost estimates.

6.0 TECHNOLOGY OUTLOOK

Those of us who work with thermoacoustics feel the outlook is bright for the reasons
enumerated in Section 3.0 of this paper. We recognize that our strongly positive outlook is both
prejudicial and self-serving. On the other hand, the failure of technology outlook projections made
by those who are not knowledgeable in thermoacoustics can be equally prejudicial, self-serving,
and more importantly, wrong. This may be best illustrated by the recent analysis of "Energy:
Efficient Alternatives to Chlorofluorocarbons" prepared for the Department of Energy by A. D.
Little, Inc. In that study[14], several domestic refrigeration technologies were ranked from 1
(Lowest) to 5 (Highest) based on the probability of success and assigned a 1-5 priority for R&D
support. ' ; : : ’ S

In that A. D. Little analysis, Stirling Cycle was evaluated in the areas of analytical tools,
linear drive systems, compact heat exchangers, reliability, and market potential of prototype
designs. The sum of the scores for "probability of success” and "R&D priority" averaged 8.4 t
0.6 out of a possible maximum sum of 10. The sum for thermoacoustics (improperly labeled
Thermal Acoustic) was 2, with the minimum sum being 2! Of the other fourteen technologies
evaluated in that table, none of the others had a sum lower than five.

The ultimate failure of that A. D. Little analysis can best be established by the "head-to-head"
comparison that was sponsored by the Life Sciences Division of NASA. In an attempt to fcplace
“the existing Space Shuttle Life Sciences refrigerator/freezer, NASA awarded three contracts to
companies with potential replacement technologies. One went to A. D. Little for a scroll
pump/vapor compression technology. The other two contracts went to Sunpower, Inc., for a
linear motor Stirling technology and to NPS for thermoacoustics. As of the date of this-
- conference, less than a year after the award of the NPS contract, the A. D. Little team has dropped
out and the Stirling system has been delivered with only one-third of the originally specified heat
pumping capability. At this point, it appears that only the thermoacoustic technology will meet the -
original contract specifications. ' » o |

When attempting to predict the future utility of a new discovery or emerging technology, it is
always useful to recall the observations made !)y Prof. Faraday, D.C.L., F.R.S., in 1817(15];
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"Before leaving this subject, I will point out the history of this substance, as an
answer to those who are in the habit of saying to every new fact, 'What is the use?'
Dr. Franklin says to such, 'What is the use of an infant?" The answer of the
experimentalist is, 'Endeavour to make it useful." :

We know that reports that this infant was stillborn are wrong! We feel that thermoacoustics
is still too immature to make definitive technological projections. The growth curves for both
efficiency and heat pumping capacity are still very steep and the number of industrial and academic
‘researchers, though still small, is growing at an increasing rate. (ThcrmoacouStic cooling
demonstration units are now even starting to appear in high school science fairs!) At this point, the
only outlook we can guarantee is that thermoacoustic systems will continue to prove that the
initially pCSSImISUC outlook of those unfamlhar with this technology were wrong.
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Mégne’tic Refrigeration

Dr. Anthony DeGregoria
Astronautics Corporation of Amerlca
5800 Cottage Grove Rd.

Madison, WI 53716

Technology description:

Magnetic refrigeration exploits the magneto-caloric effect,
in which, certain magnetic materials adiabatically watm upon
application of a magnetic field and cool upon removal of the .-
magnetic field. There are many magnetic materials for which
this process is highly reversible. One such material is
Gadolinium (Gd) metal. Its maximum adiabatic temperature
rise is about 2 degrees C per Tesla of applied magnetic
field which occurs around room temperature (20 C).

For near 'room temperature applications, temperature spans of
"tens of degrees C are typically required. Large
cryogenically cooled superconducting magnets can produce
peak fields of approximately 7 Tesla. Regeneration is '
utilized to increase the temperature span to the desired
value.

Flgure 1 1llustrates the preferred des1gn for a large
'magnetlc refrigerator. A wheel rotates continuously through
a region which has a large magnetlc field produced by
superconducting magnet coils in persistent mode ‘and ‘a region
-where the magnetic field is essentially zero. :The ‘wheel
contains magnetic material in the form of a porous heat-
transfer bed. Heat is transferred between the bed and a -
heat transfer. fluid in the pore volume. Fluid flow occurs.
in the radial direction. 1In the high field region, a
radially outward flow is produced by slldlng seals on the

. inner and outer portion of the wheel. In the low fleld
region, a radially inward flow is produced.

v_Follow1ng a small angular section of bed around a complete
cycle, the segment enters the high field region where flow
starts in the positive radial direction, and proceeds for
approximately a third of the rotation period. It then
leaves the flow region and demagnetizes with no-flow. . Next
the segment ‘enters.the region where flow is. in the radially
inward direction and the field is low. Finally it leaves .
the flow region and magnetizes with no-flow. In the radial
flow direction, the outside of the bed is hot and the inside
is cold. : o

The heat transfer fluid can either be a liquid such.as water
with antifreeze or a compressed gas such as helium at 20
atmospheres or more. It is circulated by a pump. Fluid
leaves the hot heat exchanger at 300 K (27 C), the assumed
hot temperature. It enters the hot end of the demagnetlzed
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bed and is cooled to below 250 K (-23 C). It enters the
cold heat exchanger where heat is absorbed as the fluid is
warmed to 250 K. The fluid then enters the cold side of the
magnetized bed where it is warmed to above 300 K. The fluid
then enters the hot heat exchanger where it rejects heat as
it cools down to 300 K. (The cycle that the bed segment is
going through is known as the AMR or Active Magnetic
Regenerator cycle.)

Application:

The superconducting magnet is in persistent mode and it sees
no time varying magnetic environment. It, therefore,
requires no power supply to maintain the field. A cryogenic
cooling system is needed, however. This limits the
application of the technology to large scale refrigeration
and air conditioning (hundreds of tons) since the power to
the cryocooler can be from 1 to 5 KW. This is an estimate
based on current technology. The development of high
temperature superconducting magnets operating at 40 K rather
than 4 K will reduce this parasitic load by more than an
order of magnitude. :

Benefits:

The main benefit of the technology is higher efficiency than
the current vapor compression (VC) technology and, as a
consequence, reduced operating cost. 1In a previous study
(1), an analysis of a 50 KW magnetic refrigerator was
presented. . Table 1 lists the characteristics of the device.

Table 1: Characteristics of a 50 KW AMR Refrigerator

Power 50 KW
Efficiency (% Carnot) 50 %
CcoP 2.6
Temperature span 255 - 305 K
Wheel diameter 78 cm
Wheel speed 240 RPM
Bed length 3 cm
Bed height 3 cm
Porosity 0.1
Amount of Magnetic Material 18 kg
Field change _ 7.5 T

Spanning a temperature range of 305 K (32 C) to 255 K (-18
C), the device has a COP of 2.6. These are the temperatures
of the fluid reentering the hot and cold end of the magnetic
beds. The temperature of the fluid emerging from the beds
is about 10 C higher or lower than those values. To produce
the emerging fluid temperatures, a standard vapor
compression refrigerator must span from 315 K to 245 K. The
ideal COP for such a temperature span is 3.5. The vapor
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compression refrigerator would have to have an efficiency of
74°% to break even with the magnetic refrigerator.

An additional benefit is that no harmful gases are required!
If a liquid is employed as the heat transfer fluid, no gases
are used except for helium, an inert gas, which is required
in the cryogenic coollng system for the superconducting
magnets. »

. The cycle is regenerative. 1In applications where. the
temperature range may vary due to changing conditions at the
hot temperature end or the setting of the cold temperature,
the device automatically responds, improving efficiency.

The device has 'glide' at both the hot and cold ends. That
is, the temperature of the fluid emerging from the device is
“hotter or colder than the returning fluid at the hot or cold
"end, respectively. This temperature difference is often.
compatlble with application requirements and serves to
improve eff1c1ency

Technical issues:

_ It has been shown (2) that there exists an 'ideal' magnetic
material for a balanced flow AMR. This material has an
adiabatic temperature increase with the applied field which
increasés linearly with the absolute temperature.
Gadolinium deviates significantly from this ideal. This
means that efficiency will fall as the temperature span of
the device increases. Any pure magnetic material will
suffer from the same problem. As a consequence, research is
required to make a blended material bed which will come
close to the ideal behavior. The outlook for success
appears high. There are many materials and material blends
to choose from. A research effort spanning at least two or
three years is required.

While Gadolinium is far from ideal for a balanced flow
refrigerator, it is nearly ideal for an unbalanced flow
device operating from about 300 K down. In such a device,
more heat transfer fluid flows from hot to cold through the
bed than in the opposite direction. The excess is diverted
at the cold end of the device and passed through a heat
exchanger which warms the fluid all the way to the hot
temperature. The fluid then reenters the bed at the hot
end. We are exploring potential applications of this unique
device. - In appllcatlons where a large fraction of the
cooling power 1s used to cool a product from room
temperature, efficiency improvements could be dramatic.

4Add1tlonal technlcal issues are bed fabrication.and bed
corrosion. Gadollnlum can be formed into sheets. Many
other poss1ble ‘magnetic materials are brittle and cannot be
worked into that form. Particle beds may only be practlcal
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with these materials. Particle beds must utilize a liquid
as the heat transfer fluid to reduce pressure drop. (Beds
with laminar flow channels have at least an order of
magnitude less pressure drop than one comprised of random
particles.) The obviocus choice for the liquid is a mixture
of water and .antifreeze, however, water corrodes Gadolinium.
This corrosion problem must be addressed when selectlng the
medlum to be used.

The last technical challenge is the cryogenic cooling system
for the magnets. Improvements in cost and rellablllty will
enhance market acceptance.

Economics:

In a previous .study (3) we arrived at a retail cost of"
$55,000. for the first cost of a 50 KW magnetic supermarket
freezer. Table 2 lists the cost breakdown. This is based
on a conceptual design. No detailed drawing were made. The
magnet wire and the magnetic material represents about 10 %
of the total cost. A small cryogenic refrigerator, which
may be employed to cool the magnets, is not included.
Cryogen (liquid helium and liquid nitrogen) boiling is
assumed for magnet cooling.

Table 2: Cost breakdown of a 50 KW supermarket freezer.

. Component , _ Cost . ($)
Magnet wire (Oxford Superconductor) . 3,600
Magnet bobbin with HEX (ACA shop) "1,200°

* Magnet support structure (ACA shop) ’ 400
Wheel housing. (American Fabrication) . 1,400
Split wheel (AC Equipment Services) .. 500
Adiabatic material (Engineering estimate) 1,200
Seals (Engineering estimate) ‘ 700
Bearings ' 200
General support structure (ACA shop) 500
Drive  system (shaft, motor, seals, gears) - 500

- (Engineering estimate) . .
Manifolds (Engineering estimate) 500
Sensors, control system (ACA suppllers) 1,000
Dewars (NBP LN,, LHe, cryostat) (ACA shop) - 2,000
Misc. piping, valves, flanges ' © 100

_ (Engineering estimate) - ' .
Magnetic Material ($100/kg) . 1,500 °

-Material Subtotal - 15,300
. . Burden (100 %) _ 15,300
Labor, 800 hr, $10/hr - ' 8,000

o Burden (200%) 16,000
Recurrlng cost 7;7 ' = o 54,600

A vapor compre531on refrlgerator, .comparable in size and’
temperature range, would cost a small fraction of the

\
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magnetic refrigerator. The initial cost of these devices is
a small fraction of the total life cost. Table 3 gives data
from the previous study (2) with some updated numbers.

Table 3: Costs comparison - vapor compression vs magnetic
refrigerator (50 KW) (costs in K$§)

unit first cost operating cost comments

vC 8.9 13.1 COP = 1.6
MR 55 10.7 uses LHe,LN,
MR 60 _ 8.9 1 KW cryocooler

Operating costs are annual and are based on 6000 hours
annual operation at an electricity cost of $0.07/KWH.
Liquid helium costs are $5/liter and nitrogen $0.08/liter.
The assumed COP for the vapor compression refrigerator
corresponds to an efficiency of 46 % of Carnot assuming 10
degrees C 'glide' on both the hot and cold end.

Technical outlook:

At present, the technology has been demonstrated near room-

temperature (4) and in the cryogenic regime (5). We have
recently made efficiency measurements in the cryogenic
regime which are very promising (6). We have a program

sponsored by the Department of Energy to build a magnetic
refrigerator which produces 50 W of cooling at 40 K,
rejecting heat to a 77 K liquid nitrogen bath. This program
is in collaboration with researchers at Oak Ridge National
Laboratory. The device is scheduled to operate in January
1994,

At present, we are seeking support from government and
industry to develop the near room-temperature magnetic
refrigerator further. With support, a full scale device '
could be operational in 5 to 10 years. ’ '

The market is large, commercial or industrial air
conditioners and freezers.
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AN OVERVIEW OF
'EVAPORATIVE AIR CONDITIONING TECHNOLOGIES AND
CONTRIBUTIONS TOWARDS REDUCING CFC AND ENERGY USAGE

Robert E. Foster
Southwest Technology Development Institute
New Mexico State University
Box 30001 / Dept 3 SOLAR
Las Cruces, NM 88003-0001 / USA
Tel: (505) 646-1846 / Fax: (505) 646-2960

1.0 TECHNOLOGY DESCRIPTION ‘

Evaporative air conditioning is the most underutilized air
conditioning technology available in the United States. Evaporative air
conditioning is the cooling effect provided by the adiabatic evaporation of
water. Two principle methods of evaporative air conditioning are commonly
used: direct cooling, in which water evaporates directly into the airstream,
thus reducing the air’s dry-bulb temperature while humidifying the air, and
indirect cooling, where primary air is cooled sensibly with a heat exchanger,
while the secondary air carries away the heat energy from the primary air as
generated vapor. Direct and indirect processes can be combined
(indirect/direct). Compared to vapor compression systems, increased air
flowrates are used for direct evaporative comfort coolmg to compensate for
higher supply air temperatures.

1.1 DIRECT EVAPORATIVE AIR CONDITIONING

~ Air is drawn through porous wetted pads or a spray, and its sensible
heat energy evaporates some water, reducing the air's dry-bulb temperature.
The temperature of the nearly saturated moist air approaches the ambient
- air's wet-bulb temperature. The air temperature is reduced by 60 to 95% of the
wet-bulb depression (ambient dry-bulb temperature less wet-bulb
temperature). Note that there is no sensible cooling and that this is
essentially an isenthalpic process for direct evaporative air conditioning (also
termed evaporative "cooling").

In arid regions direct coolers provide comfort cooling, while more
humid areas can use direct cooling for specialized applications. Direct
evaporative air conditioning consumes significantly less energy than vapor
compression refrigeration. The only power consuming components of an
evaporative cooler are fans and small water pumps. Energy savings of
eva‘porative coolers vary with humidity levels and temperatures. Direct
systems in low humidity zones typlcally realize an energy savings of 60 to
80% over refrigerated systems.
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1.2  INDIRECT/DIRECT EVAPORATIVE AIR CONDITIONING

Indirect/direct (or two-stage) evaporative air conditioning cools
primary air via a heat exchanger, while the secondary air carries away the heat
energy from the primary air as generated vapor. The indirect stage is sensibly
cooling the airstream. ,

Performance of an indirect/direct evaporative cooler is shown for
ASHRAE 1% summer design conditions (dry-bulb/mean coincident wet-bulb)
for various cities in Table 1. The psychrometric process is shown in Figure A.
The cooler is assumed to have a 65% indirect and an 85% direct effectiveness
and is representative of available commercial equipment (even greater
effectiveness is achievable). An indirect cooler provides sensible cooling of
the outside air, followed by an evaporative air conditioning effect from the
direct cooler. In the Denver case, the representative indirect/direct
evaporative cooler can deliver 54°F supply air for ASHRAE 1% design
conditions (Foster, 1990).

~ TABLE1
INDIRECT/DIRECT AND PRECOOLING PERFORMANCE

. 1% Design 2 Indirect/Direct b % Precooling ©

Location Condition Supply Air (°F) Capacity Added
Albuquerque 96/61 54 14%
Chicago 94/75 73 - 5%
Dallas 102/75 72 7%
Denver 93/59 56 14%
El Paso 100/64 59 13%
| Las Vegas 108/ 66 61 15%
Los Angeles 93/70 73 5%
New York City 92/74 72 7%

2 All temperatures in °F, 1% Dry-bulb/Mean Coincident Wet-bulb design conditions.

1% design dry bulb condition and 5% design wet-bulb condition (ASHRAE, 1989).

All cases assume an overall performance factor of 65% for the indirect process and a

saturation effectiveness of 85% for the direct process; dry-bulb supply temperature °F.

¢ The overall performance factor of the precooler is 65%. 20% outside air was mixed with
return air. Return air was 78/66°F and supply air was 55/52.5°F.

b
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Las Vegas 61

Et Paso 59
Albuquerque 56
’ Denver 54
El Paso 100/64
. Las Vegas 108/66

Humidity Ratio lbs moisture/lb dry air

== Albuquerque 96/61.
Denver 93/59

Dry Bulb Temperature °F

FIGURE A :
INDIRECI‘ /DIRECT EVAPORATIVE AIR CONDITIONING PROCESS

1.3 EVAPORATIVE PRECOOLING

Evaporative air condltlomng can be used throughout the U.S. as a
supplemental precooler to increase capacity for commercial buildings with
refrigerated systems. Indirect coolers without a direct stage can precool all
summer make-up air. Direct evaporative precoolers can be used on air-
cooled condenser coils. Estimated cooling capacity added by use of an indirect
precooler for 1% design conditions for various U.S. locations is shown in the
last column of Table 1, and demonstrated in Figure B. A return air
temperature of 78° and 66°F (78/66) dry and wet-bulb temperatures was
assumed. The supply air was provided to the building at 55/52.5. The overall
effectiveness of the indirect precooler and heat exchange process
(performance factor) was assumed to be 65%. Areas with a relatively high
wet-bulb temperature gain at least 5% capacity, and arid regions can gain 11 to
15% cooling capacity for these design conditions.
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- FIGURE B: INDIRECT EVAPORATIVE PRECOQOLER .

Indirect systems with refrigerative second stages can provide adequate
comfort cooling in high humidity zones with an energy savings of 20 to 25%
(Watt, 1987). The performance of refrigeration systems can also be enhanced
by evaporatively precooling air used to cool condenser coils. The retrofit is
simple and economical and both power savings and increased capacity for the
- cooling system are realized. An added advantage is that the direct precooler
will reduce head pressures and thus extend compressor life. In a direct
evaporative precooling process, panels of wetted medium are used mounted
on condenser faces to precool all condenser air.

1.4 DESICCANT-ASSISTED EVAPORATIVE AIR CONDITIONING

A desiccant-assisted evaporative air conditioning system dehumidifies
the ventilation air first with a desiccant to a desired state, and then employs
evaporative air conditioning (either direct or indirect or a combination
thereof) to cool the air to the desired supply temperature.

Processes developed use either liquid (eg. triethylene glycol) or solid
(eg. silica gel) desiccants. The desiccant must be reactivated with a heat source
such as natural gas, or non-polluting sources such as solar, geothermal, or
waste heat. A desiccant combined with an evaporative cooler allows
evaporative air conditioning' to meet all comfort needs in even the most
humid environments without use of any CFCs. Thermal COPs of 2.0 or
higher, with an EER of 35 or better for electric parasitic power (fans, pumps,
wheel motors) are possible for desiccant-assisted evaporative air conditioners
(Penney, 1986). :
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2.0 APPLICATIONS ,

Direct evaporative air conditioning can provide comfort over
approximately 40% of the United States land area, from southern California
to central Texas, and Arizona through Montana. Indirect/direct evaporative
air conditioning can provide comfort in an additional 40% of the country for
central and eastern areas outside of the-lower Mississippi Valley and humid
coastal plains (Watt, 1986). Many buildings in the Southwestern United
States use refrigerated air conditioning, which can be replaced with
indirect/direct evaporative air conditioning systems for comfort cooling. One
problem for retrofit situations is that existing building ducts may be
inadequately sized for the increased airflow delivery used by indirect/direct
evaporative coolers. Comfort cooling can be provided throughout the
country with staged and hybrid evaporatlve air condmomng systems.

Evaporative air conditioning is useful in many commercial and
industrial applications, such as schools, commercial greenhouses, buses,
laundries, warehouses, factories, kitchens, poultry houses, and other similar
situations. Relief cooling for greenhouses and industrial sites can be
provided throughout the United States.

3.0 BENEFITS

Evaporative air conditioning does not use CFC refrigerants and only.
requires water. Its use in place of vapor compression systems eliminates CFC
and other greenhouse gas emissions. Over 4 million residential evaporative
coolers are in operation today in the Southwest, directly obviating the need
for about 23.6 million pounds of HCFC-22; these residential coolers save
approximately 11.8 million barrels of oil annually and 5.4 billion pounds of
carbon dioxide emissions in lieu of using vapor-compression air-
conditioning systems (Foster, 1992). Contributions from commercial and
industrial applications of evaporative air conditioning are probably greater.
Advantages of evaporative air conditioning technologies are as follows:

Significant energy and cost savings

No CFCs used

Improved indoor air quality

Life cycle cost effective

Candidate for utility rebate when peak demand reduced
Reduced CO3 and power plant emissions to environment
Easily integrated into built-up systems

Wide variety of packages available

Provide humidification when needed

Easy to use with direct digital control (DDC)

Decreased dependence on imported energy
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40 TECHNICALISSUES

Evaporative air conditioning is a proven technology that has been used
for many decades. The technology remained essentially unchanged for many
years. The technology has progressed more in the past decade than in the
previous decades with the advent of more advanced wetting medla, controls,
variable speed motors, and other recent innovations.

~ One of the greatest problems for the evaporative air conditioning
industry to date is that there has been no single performance standard
adopted for testing and rating equipment. Ratmgs for residential coolers have
typically been provided by manufacturers in terms of normalized airflow
delivery. However, the actual effectiveness of a cooler is not reflected with
this approach. ASHRAE is developing a testing standard for direct and
indirect evaporative coolers that should be adopted within the next couple of
years. Once a test'standard is adopted, engineers will be able to obtain reliable
performance ratings of evaporative coolers and w111 be able to specify
equipment with unbiased data.

As with any technology, evaporative air conditioning can continually
be improved. There has been no federal support in promoting and advancing
evaporative air conditioning technologies to date. Work is needed to further
indirect and desiccant assisted systems. Many issues that need further study
in evaporative air conditioning (EAC) are as follows:

Quantify current EAC market and future market potential
Quantify reduced CFC and energy consumption due to EAC
Project future CFC obviation and energy savings

Develop national testing standards for EAC

Improve EAC system controls

Develop more effective wetting media and components
Develop low-cost heat exchangers (HXs) for indirect EAC systems
Integrate winter heat recovery with indirect HXs

‘Life cycle cost studies for EAC systems

Research maintenance issues

Develop EAC for vehicular applications

Verify building simulation algorithms for EAC

Conduct hybrid systems research and demonstrations
Quantify health advantages of EAC systems

50 ECONOMICS

Evaporative air condltlomng is an available commercial technology
that is highly competltlve in both capital and operating costs compared to
vapor compression air conditioning. For instance, residential vapor
ompressmn system installed costs are about six times more than that for
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evaporative air conditioning units. An installed residential evaporative air
conditioning system, complete with ducting, has an initial cost of about $2,000
(EPEC, 1991). While ducts for evaporative air conditioning systems are larger
than for vapor compression systems, the ducts for vapor compression systems
are still more expensive since insulation is required. Insulation for
evaporative air conditioning ducts is not critical due to the higher airflow
rates and low energy usage of evaporative air conditioning systems.

Direct evaporative coolers in the Southwest typically require 70% less
energy than conventional compressor driven systems in residences. For
instance, in El Paso, Texas, the typical evaporative cooler consumes only 609
kWh per cooling season as compared to 3,901 kWh per season for a typical
vapor compression air conditioner of SEER 10. This equates to an average
demand of .51 kW based on 1,200 operating hours, as compared to an average
demand of 3.25 kW for a vapor compression air conditioner. Thus, a vapor
compression unit requires 2.74 kW or almost six times the electrical demand
of the evaporative cooler (EPEC, 1991).

Depending on climate conditions, many buildings can use
indirect/direct evaporative air conditioning systems to provide comfort
cooling. Similarly, other western locations can satisfactorily obtain comfort
cooling without refrigerated systems by using indirect/direct evaporative air
conditioning. Indirect/direct systems realize a 40 to 50% energy savings in
moderate humidity zones (Watt, 1986).

Energy savings from the installation of direct precoolers on air-cooled
condensers are substantial. In the West, energy savings of over 20% are

- possible, while in the East, savings from 5 to 10% can be expected. Simple

. payback in the West typically is in two years or less for precoolers (Foster,
1990).

6.0 TECHNOLOGY OUTLOOK

.Evaporative air conditioning is a commercially available technology
that today is contributing worldwide towards diminishing the use of CFCs
and reducing greenhouse gas emissions from power plants. Applications
such as direct and indirect evaporative air conditioning, as well as direct and
indirect precooling, are providing these contributions. Advances in desiccant
technologies should further contribute to the growth of evaporative air
conditioning technologies outside of traditionally arid zones.

Overall, the current direct evaporative air conditioning market is about
$150 million per year in sales. There are over 4 million residences in the
~Southwest that use evaporative air conditioning. The potential market
penetration of this technology, given advances with indirect and hybrid
systems, is enormous. Indeed, evaporative air conditioning, coupled with
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desiccant technologies, could displace the need for vapor compression air
conditioning technologies for many applications in the coming century.

California has recently recognized the importance of the significant
energy savings possible with evaporative air conditioning. The California
Energy Commission adopted energy credits for evaporative air conditioning
as part of their Title 24 code compliance program in January of 1993. These
credits are having an immediate positive impact on industry growth.

Pacific Gas and Electric Company is currently evaluating residential
two-stage evaporative air conditioning systems as an energy conservation
tool to replace vapor compression air conditioners at the end of their service
lives. Similarly, the Sacramento Municipal Utility District is evaluating
evaporative air conditioning as a demand side management tool (Laybourn,
1993).

The State’ of New Mexico requires new public schools and additions to
use evaporative air conditioning systems (mainly indirect-direct) instead of
vapor compression systems. The State places about 100 new evaporative air
conditioning applications per year on schools (Trujillo, 1993).

The Federal government has given no support to evaporative air
conditioning research and development, and only limited support for
desiccant technologies. Market penetration of evaporative conditioning
technologies could be enhanced by forming government/industry/utility
partnerships to further improve designs and methodologies. Federal
programs should strongly support the existing industry. Through increased
use of evaporative air conditioning technologies, the United States will
realize increased benefits related to saving energy, reducing power plant
emissions, obviating CFC usage, and improving building indoor air quality.
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Evaporative Air Conditioning For Vehicular Applications
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BACKGROUND: Climatran Corporation is the pioneer in developing and producing
non-CFC, evaporative air conditioning (EAC) systems for transit buses. Between 1982
and 1984, the U.S. Department of Transportation funded the research and development
of evaporative air conditioning systems for buses. In the final report on this two-year
development project, the Denver Research Institute concluded that:

"The use of a heavy duty, high efficiency evaporative air conditioning
system designed and built for the demanding requirements of transit
buses has proven to be a viable alternative to refrigerated air condi-
twmng at about half the life cycle cost.” - D.O.T.

L TECHNOLOGY DESCRIPTION: There are presently three distinct versions of
evaporative air conditioning (EAC) technology:

-1) direct evaporative cooling (DEC),

2) compound evaporative cooling (CEC),

3) desiccant-assisted evaporative cooling (DAEC). -
In a direct evaporative cooling (DEC) system, air cooling occurs as water is evaporated
into an air stream as the sensible heat of the air is converted to the latent heat of
vaporization. The amount of cooling accomplished is proportionate to the amount of
water evaporated.

Since cooling is proportionate to the amount of water evaporated, cooling is greatest
when the air source is dry and can accept additional moisture. Conversely, cooling is
decreases as the ambient air approaches saturation. Equivalent, or constant cooling
capacity can be achieved in more humid areas by increasing the air volume delivered to
the space and by increasing the air velocity, however there are practical limits to this
solution.

Refrigerant a/c systems in many automotive applications use the same technique; the
cooling effect is enhanced by increasing the air velocity. This is done by using small air
discharge nozzles which can be directed at the passenger. This increases the perception
of cooling, beyond that which is actually being achieved. Airplane nozzles accomplish
the same effect. EAC systems can use the same approach to offset diminished coohng
in more humid areas.
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Compound evaporative cooling (CEC) systems are designed to produce cooler supply
air temperatures in more humid climates, while adding less humidity to the air stream.
This is done by placing a heat exchanger upstream of the DEC module. This heat
exchanger produces sensible cooling of the primary air, as heat is transferred to the
secondary air stream, which is cooled by direct evaporation.

Climatran has conducted tests of buses equipped with a two-stage, or CEC systems
under a variety of climatic conditions. These tests have demonstrated that CEC units
should be capable of maintaining interior comfort in climate conditions as adverse as
those found in Washington, D.C. and Atlanta, Georgia (ASHRAE design conditions
95dbt/75wbt). CEC units differ from DEC units in that there is the heat exchanger and
a fan to move the secondary air. Hence, they retain the energy and mamtenance
benefits of DEC equipment, but entail additional hardware cost.

Desiccant-assisted evaporative cooling (DAEC) systems are the final version of EAC
technology. DEAC equipment is similar to the CEC system in that air is treated prior to
entering the DEC module. In a DEAC system, moisture is actually removed in the first
stage, which facilitates improved evaporation and cooling in the DEC module. In
addition to the desiccant media and a secondary fan, the system must have a heat source
and provisions to regenerate the desiccant material. DEAC equipment would have no
geographic limitations, but would be larger, more complex and more expensive than
either DEC or CEC equipment. However, DEAC units would consume significantly
less energy than vapor compression equlpment and would use no ozone-depleting
chemicals. :

The key, underlying idea of each version is to perform the most cooling work, using
the least energy. This is done by optimizing the contribution of the DEC phase. Due to
the differences in cost and advantages of each version of EAC system it is likely that
each would find applications suited to its particular characteristics.

II. APPLICATION: This report will focus on comfort cooling applications of EAC
technology to motor vehicles of different types. Some old timers may recall early forms
of evaporative cooling devices used on cars in desert climates, but today’s equipment
bears no more resemblance to those devices than does the Wright brothers airplane to
modern jets.

To date Climatran’s development has been concentrated on transit bus applications, but
we have studied additional applications including light rail, trucks, vans and passenger
cars. One particularly interesting opportunity is the potential for use of EAC on electric
and hybnd vehicles.

Data presented in this report has been obtained from transit applications and is useful
because it is generally directly proportional to anticipated data for other applications.
The relative differences between EAC and vapor compression would be similar for
specific applications. The main difference from one application to another is related
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directly to the cooling load, which in turn varies with the volume of the space, the glass
area, internal heat sources and passenger load. It is easy to appreciate that transit
applications represent a severe, possibly worst case, cooling environment. Since EAC
equipment has been effective in such situations, it is reasonable to expect similar
success in other uses.

I11. BENEFITS: Evaporative air conditioning uses no CFCs, nor any other
chemicals, thus eliminating any releases ozone-depleting chemicals. The total absence
of CFCs, HFCs and HCFCs also eliminates any "direct" contribution to global
warming. The cooling effect is achieved through the simple, natural process of water
evaporation and there are no known, or anticipated environmental concerns. EAC
systems require very little energy, typically about 85% less energy than comparable
vapor compression systems. This substantially reduces carbon dioxide emissions and
mitigates the "indirect” contribution to global warming. Naturally, the lower power
requirement also reduces fuel consumption, providing a direct economic benefit to
operators, while reducing the absolute quantities of ground-level pollutants.

. A comparison of typical EAC equipment to typical vapor compression systems on a

transit bus helps to quantify the energy advantages of EAC technology. A typical vapor
compression unit will use a total of about 24 horsepower (3 hp for air distribution,
while the compressor itself will operate over a range between 15 and 30 hp, with 21 hp
being the accepted average). A DEC unit will use less than 2 hp, while a CEC unit uses
about 3 total hp.

According to a report published by the U.S. Department of Transportation, "because
evaporative systems are relatively simple, they are far easier and less costly to
maintain”. Actual operating experience on more than 400 buses has shown EAC
systems to be far more reliable and has documented maintenance costs about 75% less
than those for vapor compression equipment. The combined fuel and maintenance cost
savings result in a much lower life cycle cost for EAC equipment. At current EAC
equipment costs the life cycle costs are about 70%: less than refrigerant systems.

IV. ECONOMICS: The first cost of any EAC system for buses can vary widely
depending on the equipment specification. However, DEC systems are essentially equal
in price to comparable vapor compression equipment, ranging from $5000-7000. Two-
stage, or CEC systems will cost about 10-15% more than either DEC or vapor
compre§sion. Currently, a target cost for DAEC equipment is about 50-75% higher.
None ofithe EAC equipment has yet achieved any scale economies.

l
Using data from the DOT report, EAC systems should result in maintenance cost
savings d)f about $1000-$1500 per unit, per year. Fuel savings will vary depending on
the length of the cooling season and the service day-and will approximate one gallon
per hour of operation. This would result in fuel savings ranging from about 400 gallons

annually in Duluth to over 4000 gallons in Las Vegas, or Phoenix.
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The maintenance cost estimates above, were prepared in the early 1980’s. Today, with
recycling requirements, higher refrigerant costs and a requirement to actually repair
leaks, rather than the traditional "recharge-and-go" approach, actual maintenance cost
are likely to be significantly higher, giving EAC systems even greater advantage.

Cooling for smaller vehicles requires smaller cooling units. The smaller refrigerant
units generally require less maintenance than large bus units and maintenance cost
advantage of EAC units may be less than on buses. Energy use is also less intensive
and vehicle life cycles are shorter, which will reduce the magnitude, but not the relative
proportion, of the fuel savings. Meanwhile, the first cost of DEC equipment for cars,
trucks and vans is expected to be lower than the cost of vapor compression equipment,
in some cases as much as 50% less.

V. TECHNICAL ISSUES: The technical issues and problems facing EAC technology
are relatively modest, however companies active in this field lack the financial
resources to address these issues.

The main limitation to EAC technology is the reliance on a suitable ambient conditions
of temperature and humidity, which limits the areas of geographic application. As
explained above, there are three general versions of equipment that address this issue -
direct, compound and desiccant-assisted evaporative cooling systems.

The first step should be a formal evaluation and determination of the suitability of the
various forms of EAC equipment (DEC, CEC, DAEC), for specific applications (bus,
truck, car and train), under the full range of climatic design conditions. In this process,
every attempt 'should be made to, first, maximize the performance of the least costly
systems, since they would offer greater cost and energy advantages. Then, efforts
should be directed to optimizing the performance of CEC equipment for the same
reasons and finally, DAEC systems should be developed an advanced as necessary to
meet any unfulfilled needs.

Climatran has accumulated extensive test results for DEC systems on buses and has
conducted a test and evaluation of CEC systems seeking to document cooling perfor-
mance under adverse climate conditions. In the course of this work, the company has
identified several unique measures to enhance cooling performance. The company
believes that significant improvements are possible that could further extend the areas
of feasibility for EAC technology, given the modest resources and cooperation needed
for such an effort.

A key step toward extending EAC geographic applicability, at the least cost, would be

development of low-cost, hlgh efficiency, indirect-stage heat exchangers for use in
CEC systems. )
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There are other technical issues of a. minor naturé such as water containment in a
moving vehicle, equipment integration into the vehicle and aesthetics, However, these
have already been addressed in transit applications and can certainly be resolved in
other automotive uses, given cooperation from vehicle manufacturers and government.
For truck, van and R.V. uses, the only problem is the need for funding to develop
adequate production molds for equipment cabinetry and water tanks.

Perhaps the greatest challenge, however, is to achieve the scale economies that would
permit competition on an equal level.

VI. TECHNOLOGY OUTLOOK: ~ Evaporative air conditioning can play a
significant role in eliminating ozone-depleting chemicals and mitigating global
warming. Since many applications of EAC technology are already commercially
available, or feasible, such contributions could be immediate and could also provide
meaningful cost savings.

Although DEC systems are commercially available, unless governments act to support
and encourage EAC technology it is unlikely that it will achieve the level of market
success justified by its numerous benefits, even in niche markets, where it already
enjoys substantial environmental and economic advantages. There are several reasons
for this pessimistic assessment.

1.) Competition. Today, total EAC industry sales are probably around $100
million and profitability is low due to direct competition for a small total market.
Meanwhile, the companies in the vapor compression industry include names like
Westinghouse, United Technology, Carrier, Nippondenso, York, Trane, Fedders,
Rheem, Thermo King and many other huge firms. EAC companies are simply unable
to summon the resources to develop, advertise and promote their technology.

2.) Resistance to Change. 1t is difficult to appreciate the power of tradition and
inertia, especially when coupled with the power and influence of large companies, that
continue to promote and foster myths about a/c performance. Many decision-makers
lack the technical understanding to appropriately compare the merits of refrigerant and
evaporative systems and thus rely on tradition as the over-riding basis for there
decisions. ' ’

3.) Lack of Exposure and Promotion. In the 1970’s solar energy became a
household word, even though the technology has never achieved the competitive
economic advantage that evaporative air conditioning enjoys today. Yet people know
about solar, while they remain ignorant about EAC technology. Small EAC firms have
lacked the resources to promote their technology, while government has lacked the
interest and willingness to help. 4

4.) Credibility. EAC products lack the credibility of competitive vapor
compression equipment, because the government has done virtually no testing,
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evaluation, certification or promotion. Meanwhile, the large refrigerant competitors
have undermined EAC technology as part of the competitive process. So, when Arthur
D. Little says EAC isn’t feasible for electric vehicles, and Climatran says it is feasible,
what is the result?

5.) No Allies. Alternative fuels development programs have attracted
considerable attention and major government funding because there are major
businesses who stand to profit, from oil & gas companies to farmers, to aluminium
producers. Meanwhile, chemical substitutes to CFCs have enjoyed similar support,
because the chemical firms are pushing these solutions. The huge and highly profitable
chemical industry has received more than 100 times more government funding help
than has the cash-starved, EAC industry. Evaporative air conditioning has no
influential allies because the technology is simple and fuel efficient. Since there are no
major beneficiaries there is no push for action and the results have been predictable.

It is our sincere hope that the U.S. Department of Energy will recognize the potential
cost-effective contribution that evaporative air conditioning technology can make to
reducing ozone depletion and global warming, by eliminating CFC’s and cutting energy
consumption. And since the technology is already feasible, commercial and faces few
technical barriers to market expansion, it is hoped that the government will recognize
this opportunity to advance an environmentally-safe technology with worldwide
applications and business prospects. '

American companies are in a unique position to-maintain a world leadership in
developing and expanding EAC technology business, especially in developing nations
where energy is less available and energy costs much higher, yet without government
help and encouragement U.S. firms will fail to capitalize on these worldwide

opportunities.
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BACKGROUND

ORNL (Oak Ridge National Laboratory) published "Energy and Global Warming
Impacts of CFC Alternative Technologies" in December, 1991 under sponsorship
from DOE and AFEAS (Alternative Fluorocarbons Environmental Acceptability
Study). ARI (Air Conditioning and Refrigeration Institute) member companies
provided information through ARI to ORNL which supported the calculation of
TEWI (Total Equivalent Warming Impact) for a variety of refrigerant and vapor
compression hardware combinations as a function of product cost and efficiency. The
results of the TEWI analysis for air conditioning equipment showed the indirect
contribution to global warming via carbon dioxide generation is much larger than the
direct GWP (Global Warming Potential) of the refrigerant chemicals themselves.

More recently, ARI has agreed to provide efficiency versus cost data for a wide
variety of air conditioning products to ASHRAE SSPC90.1, with the data being used
to justify proposed minimum efficiency levels. Other organizations expressing interest
in these data include DOE, Lawrence Berkeley Laboratories, and the Canadian
Bureau of Energy and Mines. Although ARI members have agreed to supply
cost/performance data that meets the needs of ASHRAE SSPC90.1, care should be
taken in using the data for longer range comparisons. The relatively narrow range of
efficiency levels being examined by ASHRAE SSPC90.1 can be modeled with
relatively simple changes to heat exchanger size and effectiveness, and for the most
part ignores fundamental improvements in fan, compressor and cycle efficiencies.

But, if we examine the historical trends in efficiency levels, the impact of technology
growth on efficiency and cost levels is apparent.

EFFICIENCY GROWTH

Consider the following examples which demonstrate the impact of changing
technology on product efficiency.

Example 1. The efficiency data for Trane’s centrifugal chiller sales (300 tons typical
size) have been extracted for the last 20 years and plotted in kW/ton versus year as
shown in Figure 1. The kW/ton data are typical numbers, not extremes, with the
exception of the last two R-123 data points for 1993, which shows both the typical and
minimum offered kW/ton values. The efficiency improvement from 1975 to 1980
stemmed from the 1974 oil embargo/electric price increase and was accomplished
with improved compressor performance, more effective heat exchangers and a
multimillion dollar investment, The 1990 data point for R-123 shows the poor results
obtained by dropping R-123 into an R-11 chiller without modification. The
subsequent improvements in efficiency for the typical chiller through 1993 resulted
from compressor optimization for R-123 with relatively small impact on product cost.
The 1993 data for the "best" efficiency was accomplished by adding heat exchanger
surface at considerable expense. to both Trane and our customers.

Pushing beyond 0.55 kW/ton toward the practical limit (95% motor, 83% impeller
adiabatic efficiency, 3 stages, 2 economizers, 3F total approach) by simply adding
more heat exchanger surface will be expensive, thus prodding us to investigate
compressor and cycle improvements for which simple cost/efficiency estimates are
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tenuous at best. So, what’s the point? Product cost versus efficiency has proven to be a
very complex function over the years, and may be poorly represented by simple
estimates of efficiency versus heat exchanger size. '

Example 2. Another excellent example of the impact of technology growth on product
performance is the rise in SEER levels for residential air conditioning products.
SEER levels for residential air conditioning equipment are plotted versus year in
Figure 2. The SEER data represent the high end of the product line rather than
typical, as the high end results from market drivers and not regulated minimums. As
with centrifugal chillers, the efficiency growth of residential air conditioners has
resulted from both technology improvements and heat exchanger size increases. The

" technology improvements include: =

¢ compressor.efficiency upgrades with more efficient motors, lower parasitic
pressure drops, and lower running gear losses (Note: These improvements have
only been accomplished with 100’s of million dollars in investment.), and

e more effective heat transfer surfaces on both refrigerant and air side as evidenced
by the dramatic rise in the use of internally.finned tube and slit fins.

e Variable speed compressors and fans became cost competitive as the SEER’s
were pushed past 14.

o At the same time, market forces have pushed the industry to implement lower
cost methods of doing business, from the front office to the manufacturing floor.
Improvements in development and factory cycle times have srgmfrcantly reduced
our cost of doing busmess

e 1993 will see single speed efficiencies of 15 and variable speed efficiencies of 18.
The practical limit shown in Figure 2 is for a single speed product with
compressor adiabatic efficiency of 80%, motor efficiency of 92%, 50F saturated
suction, 70F return gas, 100F saturated condensing, and 85F liquid temperature,
and total fan power of 300 watts. »

If we had calculated cost/performance data in 1980 for air conditioning products,
could we have anticipated the improvements in both technology and business costs?
Possibly, but probably not.very accurately. Any comparison of alternate technologies
to future cost/performance of vapor compression products is difficult at best.

WHERE DO WE GO FROM HERE?

The air conditioning industry is very interested in alternate cycles, as we continually
look for a technology which may obsolete fluorocarbon vapor compression products.
Although some alternate cycles appear very promising, they seem to have stayed
about 10 years from commercial viability over several decades, with the exception of
absorption and desiccant systems. Part of the challenge for proponents of alternate
cycles is trying to compete against a moving target, as we continue improving the
efficiency and cost effectiveness of our current vapor compression products through
the use of new technology. Examples of new or developing technologies include the
following:
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Residential air conditioners typically use prop fans in condensing units and FC

(forward curved blades) fans in the indoor air handlers. Although these are cost
effective today, pushing SEER’s toward practical efficiency limits may justify the
use of more expensive vane axial and air foil fans instead. Simple calculations
suggest we can raise the efficiency of a single speed air conditioner from 15 to 16
SEER through the use of more efficient and more, expensive fans.

Water cooled chiller efficiencies are being pushed toward practical limits with
current refrigerant cycles, so longer term the use of zeotropic blends in place of
single compound refrigerants such as R22, R123 and R134a may prove cost
effective. The theoretical efficiency limit for a 30/10/60% blend of R32/125/134a
is about 20% better than for R22, assuming perfect counterflow and good glide
matching with the water side. Practical design limitations due to.manufacturing,
service and marketing constraints may limit the use of zeotropic blends, but the
technical challenges are being tackled due to the impending loss of R22 and the
calculated efficiency carrot.

Variable speed technology is becoming more widely used as the demand for
higher efficiency levels increases. Expect to see this technology applied to a wider
array of products as the market demands higher efficiency and tighter capacity
control. :

Scroll and screw compressor designs offer the 1ndustry both reliability and
efficiency improvements. :

Passive composition shifting with zeotropic blends can be a problem, but
controlled composition shifting may let us optimize the performance of a heat
pump as the ambient temperatures change and the climate turns from heating to
cooling mode. This is an old idea, but still an interesting one. -

Heat exchangers with smaller refrigerént side volume are .being developed which
dramatically reduce the mass of refrigerant in the product. Implementation of
these heat exchangers should further reduce the impact of direct GWP on TEWL

Devices which recover some of the lost work of the refrigerant expansion process
are being pursued at a variety of locations. Examples of these devices include two
phase ejectors and scroll/screw expanders. The carrot is about 5% in cycle

~ efficiency.

CONCLUSIONS AND RECOMMENDATIONS

Conclusions from this discussion include the following:

The trends in cost/performance ratios of vapor compression products have been
strongly influenced by improvements in technology and reductions in the cost of
doing business. Simple engineering models cannot forecast these long term trends
with any accuracy. Technology changes generally require large sums of money for
development and implementation costs. :
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e Vapor compression systems have not reached their thermodynamic limits in
performance, and a wide array of feasible concepts for improving their
performance are being investigated. This technology is not standing still!

Thus leading to the recommendation that careful thought should be given to the
methods of comparing the. different cooling technologies with an efficiency/global
warming perspective, especially if you attempt to compare the technologies at similar
cost levels. This analysis should be repeated as often as. necessary so the effects of
unanticipated technology improvements and practical limitations are factored into the
results. . '
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' Figure 1. Centrifugal Chiller Efficiéncy Growth
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Current State of Development

Zero ODP refrigerant optibn's for R-12, R-502 and R-22 have been R
identified and are under evaluations {examples with R-502 alternatlves '
for commerclal refngeratlon presented).

New synthetic Iubncants, such as polyol esters are being developed to
meet the needs with HFC refrigerants.

 Improvements in energy efficiency are being achieved with reciprocating

and scroll compressors {see attachment).
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Commercial Refrigeration
Considerations

aCapacItyRano
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Table 1
R502 A_Itemalives

Refrigerant ODP GWP
1254321134 0.0  0.94
[52/44/4) |

126M43a 00 098

[45i55)
32251432 00 0.8

[10745145]

32M251M34a. 00 0.45

. [30/40/30]

Glide,

olo
0.8

7.0

SGS &/24/93
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" Table 2

Comparison of R502 Altemnatives

Refrigerant TEWI COP  Direct Indirect
R502 6489 1.39 2997 3492
125/143a/134a 5931 1.26 2896 3315
125/143a 6211 1.34 2816 3115
32/1125M34a 6893 0.72 11390 5763
[30/20/50] -

Conditions  -40/130°F

10%/year leak rate

20 year equipment lifB :

100 year ITH

SC8 6/24/93
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Table 3 .
Effect of Pressue Ratio on Volumetric Efficiency

'Refrigerant Pressure  Volumetric
| Ratio Efficiency

R502 18 37%

Blends Containing R32 20-25 20-25%

Condltions:  -40/130°F

§GS tr4/93
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COMPRESSOR EFFICIENCIES

TODAY’S TODAY’S
SCROLL RECIP. FUTURE

Motor | 13.0%  13.0%  10.0% —» 8.0%
Mechanical ~  8.0% 4.0% 6.5%

Flow a 2.7% 10.0% 1.7%

~ Leakage 2.8% -_— 2.0%

Thermal 5.5% 10.0% 5.0% |
USEFUL OUTPUT  68% 63% 74.8%  76.8%
CHEER (45°/100°)  19.0 17.0 20.9 21.45

ARI (45°/130%) 112 10.8 12.3 12.65

SGS e/2ye3
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EER (btu/watt)

21

Efficiency (45°F/100°F)

Recip.  Scroll

I ~|.65
20
i = o = Srol|
19} : | | 6o
18 |- —— o
Recip.
—1.556
.50
14 _1 S I | =] .45
1975 - 1980 - 1885 . '1.99-0 , 1995 2000
" - Year R
¢

SGS 06/22/93

Fraction of Carnot Efficiency .
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Technical and Other Issues

Composition control aspects due to glide of near azeotrope HFC
refrigerants.

New synthetic lubricants (such as polyolester}-and issues associated
with them {such as hygroscopicity, lubricity, solvency characteristics).

Uncertainty regarding GWP/CO2 related Ieglslatlons and their lmpact on
some HFC components such as HFC125, HFC143a. \

Pesign changes required by higher pressure refrigerants.
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In Conclusion

Vapor compression technology continues to improve in terms of energy
efficiency {(compressor efficiency and system efficiency).

Vapor compression technology continues to be the best choice in terms
of balance between cost, performance and reliability.
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Ammonia/Water Absorption Systems

Technology Description

Ammonia/water absorption systems are heat actuated devices which accept heat at high
and low temperature levels and reject heat at intermediate temperature levels. As a
closed-cycle, heat-actuated device, ammonia/water absorption systems are bounded
theoretically by dual Carnot limits and cycle stage limits, however, in practice, other
mechanisms dictate performance levels. The thermodynamics of basic absorption cycles
are discussed in Chapter 1 of the ASHRAE Fundamentals Volume (1993 edition). This
paper will only discuss NH3/H,O absorption systems and their application to heat pump,
air-conditioning, and refrigeration machines.

The simplest continuously operating two pressure NH3/H,O absorption system consists of
four components and a solution pump. Analogous to vapor compression systems, the
NH3/H,O absorption system has an evaporator where liquid NH3 is vaporized and heat is
added to the cycle, and a condenser where high pressure NH3 vapor is condensed and heat
is rejected. Instead of being coupled by a compressor, these two components are coupled
by a generator and absorber. In the generator, NHj is boiled out of a solution of NH3 and
H,0 by a heat source. The NH3 vapor then goes to the condenser. In the absorber
component, the low pressure NH3 vapor from the evaporator is absorbed into a solution
which consists primarily of HO and a little NH3 produced in the generator component.
- Once the NH3 vapor has been absorbed into the liquid phase, this rich liquid (rich in NH3)
is pumped back to the generator by the solution pump, completing the cycle.

Single stage NH3/H,O absorption systems are distinguished by the type and quantity of
heat recuperation within the cycle. The simplest method of heat recuperation is the
sensible only heat exchange between the weak liquid (weak in NH3), leaving the generator
and the rich liquid (rich in NH3), leaving the absorber. This cycle is known as the liquid
heat exchange (LHE) cycle. The amount of sensible heat in'the weak liquid limits the
quantity of heat which can be transferred.

The next level of heat recuperation in a single stage NH3/H,O absorption system is known
as the absorber heat exchange (AHE) cycle. This method of heat recuperation is
characterized by latent (heat of absorption) to sensible heat exchange. The rich liquid is
heated by the heat of absorption generated in the absorber component. The sensible heat
capacity of the rich liquid stream limits the thermal recovery possible in this cycle.

The final level of heat recuperation (and highest efficiency) available in single stage
NH3/H,O absorption cycles is known as the generator absorber heat exchange (GAX)
cycle. In this cycle, heat of absorption is used to supply some of the heat of desorption
requirements in the generator. In this latent to latent heat transfer, the working fluids
themselves limit the amount of heat which can be transferred.
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These three major single stage NH3/H,O absorption cycles are often augmented by other
smaller heat exchangers within the cycle to reduce irreversibilities in an actual machine.

More complex NH3'/HZO cycles have been proposed, which opens the way toward
efficiencies greater than those possible with GAX. Discussion of these cycles is beyond
the scope of this paper.

Mention should be made of the Platen-Munters NH3/H,O absorption refrigerator cycle.
This technology uses a non-condensable gas to equalize the pressure between the
evaporator and condenser and all solution flows are accomplished by bubble pumps and
gravity flow. The result is a no-moving parts, heat actuated, domestic refrigerator
product. This is perhaps the most widely used NH3/H,O absorption product in the world
with more than one million refrigerators built annually for world-wide markets.

Applications

Ammonia/water absorption systems are currently used in residential and light commercial
air conditioners, domestic type refrigerators, and in large industrial refrigeration
applications. Ammonia/water GAX cycles currently under development at DOE/ORNL
and GRI are intended for use as year round heat pumps providing both heating and
cooling for residential and light commercial applications. This equipment can be
configured as either single packaged or split systems depending on the market need. The
performance and efficiency of these systems is such that an ammonia/water GAX heat
pump will be attractive in substantially all of the domestic (U.S.) unitary HVAC markets.
The heat pump market is the largest market offering year round benefits to the user. As
this market matures, other product applications will develop easily from the basic GAX
technology. These other applications could be cooling only (air conditioner) products,
heating only products, water heating heat pumps, and refrigeration applications.

Benefits

Ammonia/water GAX absorption systems currently under development offer benefits to
users of the equipment and society as a whole. The use of NH3/H,O completely avoids
CFC, HCFC, and HFC refrigerants. In a heat pump configuration, an NH3/H,0 GAX
system uses our domestic resource of natural gas in an optimum way by increasing
summer gas use and decreasing winter gas use, thereby utilizing the installed capital base
more efficiently. By using primarily natural gas to power the heat pump in the summer,
the use of the already strained electric generation, transmission and distribution grid
system will be avoided, offsetting the need for large investments to meet the demand for
comfort cooling. Conversion to GAX cooling would free up capacity to meet traditional
growth requirements and improve electric system load factors (reducing the cost of
electricity to all customers.)
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From an equipment users perspective, the NH3/H,O GAX absorption system will provide
the same heating and cooling functions as existing equipment, but at substantial operating
cost savings in most parts of the country. As a gas-fired heat pump, its heating efficiency
exceeds the efficiency of a gas furnace by 20% to 80%, and in the cooling mode, it avoids
" substantial electric demand charges in many markets.

Conservative target, steady state efficiencies for an ammonia/water GAX heat pump are
1.4 COP heating (gas-fired) at 479F ambient and 0.9 COP cooling (gas-fired) at the
DOE/B test conditions. Parasitic power consumption targets for the outdoor package are
in the range of 150 to 190 watts per ton of refrigeration capacity.

Technical Issues

The technical issues and problems surrounding the development of NH3/H,O absorption
systems fall into two broad categories. The first category relates to those technical issues
and problems which surfaced during the introduction and subsequent sales of the
NH3/H,O air conditioner in the 60's and 70's by Whirlpool, Bryant, and Arkla. Many of
these problems were never completely resolved and remain issues today. The second
category of technical issues or problems concerns those associated with the development
of the next generation NH3/H,O absorption cycle, the GAX cycle. These problems push
the limits of single stage NH3/H,O cycles into previously unknown territory. Also, the
heat pump configuration of GAX adds complexity when compared to the simple air-
conditioner-only application.

The first category consists of four broad areas of concern: the solution pump, non-
~ condensable gas generation, parasitic electric power consumption, and issues relating to
cost'effective manufacturing techniques and associated quality control.

iThe solution pump has been an area of particular difficulty because of the lack of a
lubricant in NH3/H,O systems and the need for long life and low cost. Early pumps were
of the positive displacement type; either diaphragm or piston. Reliability problems with
some pump designs caused field problems with the air conditioner product. Non-
condensable gas generation in the absorption sealed system can lead to reduced capacity
and may indicate corrosion of metal. Technical issues relating to non-condensable gas
generation are fired-vessel design, material preparation techniques and inhibitor levels, and
the use of aluminum in evaporators. Parasitic electric power consumption of the gas-fired
NH3/H;O absorption system has become even more important with the historic narrowing
of electric and gas rates and widespread implementation of electric demand and seasonal
charges. This issue is addressed through efficiency improvements in air moving and
pumping of fluids. The final topic in this first category concerns cost effective
manufacturing techniques and association quality issues. This encompasses welding and
brazing methods for mild steel sealed systems, manufacturing process sensitivity, and raw
material specifications. Appropriate factory-floor quality measures must be developed and
integrated throughout the manufacturing process.
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The second major category of technical issues and problems relates specifically to the
development of the next generation NH3/H)O absorption cycle, the GAX cycle. The
most important issue facing GAX is the development of cost-effective simultaneous heat
and mass transfer surfaces for use in the absorber and generator. These specialized heat
and mass exchangers are required to maintain the desired temperature and concentration
profiles for achieving full performance from the sealed system. With the advent of more
strict environmental laws, the use of chromate compounds as corrosion inhibitors will not
be acceptable. Work is underway at DOE and GRI to find suitable replacements for
chromates in NH3/H,O absorption systems. Since the use of the GAX cycle removes one
degree of freedom from the operation of the hardware, control and control related issues
become significant. Control methods and control points within the sealed system need to
be addressed for optimum steady state and seasonal performance.

In the United Stafes, both GRI and DOE have comprehensive programs in place which
relate to all the above technical issues and problems. World-wide there is also on-going
work in many of these areas. '

Economics

A residential product application of an ammonia/water GAX heat pump cycle has been
costed from a manufacturing perspective in several studies. This 3-ton absorption heat
pump was designed by Phillips Engineering with DOE support. An independent company
developed factory costs for the outdoor package for a production level of 50,000 units per
year. The estimated base factory cost for the outdoor GAX system was $890.00 + 10%
(1985 dollars). To these costs would be added the cost of the distribution chain and other
corporate costs, as well as an indoor blower and coil with miscellaneous minor parts. The
customer would also pay for an installation charge which can be highly variable. The total
installed cost for the system might range from $3,200 to $3,800. This, of course is
dependent on reaching the cost/capacity targets for the absorption sealed system and
developing the appropriate, cost effective manufacturing processes.

In this application, the most widely used competing system that performs the same
function is a gas furnace and split system electric air conditioner. If these cost projections
hold true, then there would be no first cost premium of the GAX system when compared
to the conventional alternative in most areas. Any increase in the cost of a GAX machine
over the conventional alternative would confront consumers with a first-cost investment to
be recovered in operating savings. '
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Technology Outlook

~In terms of the status of NH3/H,O absorption technology as represented by GAX cycle
" and hardware development, Phillips Engineering, supported by DOE, currently leads with
a number of operating packaged prototype heat pumps under test both in its own labs and
'in" those of a major manufacturer. Other approaches to NH3/H,O GAX are under
~ development in the U.S. by GRI, in Japan with MITI support, and in Europe. In an
oOptimistic scenario, the full scale participation of a major HVAC manufacturer could cause
- an NH3/HyO GAX heat pump product to enter the U.S.-market as early as 1996. A more
realistic U.S. date might be 1998 market entry with more rapid scale up of a fully
developed product.

Market penetration in the U.S. will be a direct function of product installed cost. At
equivalent cost to existing furnace/air conditioner combinations market shares can be
“expected in the double digits of the residential/commercial unitary market. Significant first
cost premiums in the absence of rebates or other incentives would significantly reduce
market share and slow product introduction. 'However, environmental or other regulatory
market dislocations may accelerate the market penetration of a GAX product in spite of
first cost premiums. Worldwide markets, especially in Japan and the Pacific Rim are
expected to be substantial.
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Heat Pump Centre Newsletter; Vol. 10, No 4, December 1992
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Lithium Bromide Absorption Chillers

Background

Absorption chillers using lithium bromide as the absorbent and
water as the refrigerant have been in use for many years. Such
chillers are classified as single effect or double effect.
Absorption chillers are heat driven and are classified by heat
source as direct-fired, steam-fed, or heat recovery. They compete
in the same market with electrically driven vapor compression
equipment. The economics of absorption versus vapor compression is
heavily influenced by fuel costs, utility rate structures, and
incentives. This has led to an up and down market for these
chillers.

Single effect chillers enjoyed a favorable market share in the US
until the early 1970's. The advent of fuel shortages and higher
fuel costs led to a decline in the absorption chiller market share
in the US. 1Introduction of a steam fed double effect machine in
the US by one manufacturer (Trane) was not enough to prevent this
decline. Product development by chiller manufacturers in the US
came to a standstill.

In contrast, different economic conditions 1led to continued
development of absorption technology in Japan. Absorption chillers

enjoyed an increasing market share. New, double effect direct-
fired and steam-fed chillers were developed and improved upon by
several Japanese manufacturers. In the 1late 1970's, one

manufacturer, Hitachi, began exporting their double effect chillers
to the US. Throughout most of the 1980's, the absorption chiller
market in the US remained small. '

Towards the end of the 1980's, this situation began to change, and
absorption chillers have enjoyed a resurgence. Limited electrical
power generating capability during summer peak load conditions is
one important factor. The cost of providing transmission lines and
equipment can also be a factor, as in New York City for example.

In 1992, York International began to produce double effect direct-
fired and steam-fed chillers under license from Hitachi. Other US
manufacturers began to sell double effect machines, produced in
Japan. With this resurgence has come an increased awareness for
the need to improve the state of the art in this technology. It is

anticipated that these improvements will take several forms.

Improvements can be made to single and double effect machines.
These improvements will result in lower manufactured costs or
improved performance. Triple effect machines have been proposed to
permit heat input at higher temperatures, and consequently, higher
COPs. Consequently, the global warming impact will be influenced
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by these developments.

Technology Description - Present Technology

The single effect machine represents the simplest cycle. The
attached figure shows such a cycle. A mixture of lithium bromide
and water is circulated from the absorber, through the heat
exchanger, to the generator, back to the heat exchanger and to the
absorber. Circulation of solution is accomplished via a pump.
Heat input to solution in the generator causes the solution to
become more concentrated and consequently, increases its ability to
absorb refrigerant. The water which was vaporized in the generator
is condensed in the condenser. The condensed liquid flashes in the
lower pressure evaporator, where it is sprayed over the evaporator
tubes. Heat input from the chilled water evaporates the
refrigerant, which is absorbed by solution in the absorber.

Cycle temperatures and pressures are dictated by equilibrium
properties of the lithium bromide water mixture. System pressures
are very low - on the order of 60 mmHg absolute in the condenser
and 6 mmHg absolute in the evaporator. The maximum solution
concentration is limited by lithium bromide soclubility and a need
to avoid crystallization at high concentrations. As a result, heat
input for single effect machines is typically below 240 F. Most
equipment is steam fed, requiring low pressure (less than 15 psigq)
steam. Hot water or other low grade waste heat sources can also be
used. COPs for steam units.typically peak around .7. -

Double effect machines have two generators. Heat input into the
system occurs in the high temperature generator. Vapor is
generated from solution in the high temperature generator at a -
pressure of about 12 psia. This vapor is the heat source for the
low temperature generator, in which solution is concentrated and
refrigerant boiled off. The refrigerant vapor from both generators
is condensed and goes to the evaporator, where the useful cooling
occurs. The double effect machine is very much like the single
effect machine, except that refrigerant is generated in both a low
and high témperature generator.

Solution. flow to the generators can be either in series (i.e. to
the high temperature generator followed by the low temperature
generator) or in parallel (i.e. flow is divided between the high
temperature and low temperature generators). In each case, two or
more solution heat exchangers are typically used.

Direct-fired units are the most common type with the fuel typically
being natural gas. Steam-fed units require a steam temperature on
the order of 350 F, resulting in steam pressures of about 115 psig.
Heat recovery applications are possible, although not common. COPs
for direct-fired chillers are on the order of 1.0. Steam units
with COPs of 1.2 are widely available. The lower COPs for the
direct-fired units reflect the inefficiency of the combustion

7
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process. A side benefit of direct-fired chillers is an ability to
simultaneously provide hot water - a benefit which often negates
the need for a separate boiler.

Technology Description - New Technology

Improvements to existing single and double effect products can be
expected to improve the product cost and/or performance of those
products. For example, recent chiller designs have incorporated
electronic control panels for improved chiller control.

Because of their lower COPs, absorptlon chillers require greater
heat rejection than vapor compression equipment. Some newer
chillers help with that situation by permitting the same cooling
tower water flow (i.e. 3 GPM/Ton) as vapor compression equipment.

The size and cost of these products is largely a function of the
amount of heat exchange surface required, which is often several
times the amount of surface required for an equivalent capacity
vapor compression chiller. Improvements to the design of heat
exhangers and application of improved tube geometries has the
potential for cost reduction.

If the limits imposed by the crystallization issue can be overcome,
the potential exists for cycle improvements by operation at higher
solution concentrations. The use of organic crystallization
inhibitors has been proposed and is being evaluated for use with
single and double effect machines. Development work, sponsored by
GRI, indicates that improvements in chiller capacity or COP may be
possible with some chiller modifications.

The most significant improvements in COP would come from cycles
which allow heat input at higher temperatures than present double
effect machines. Triple effect machines offer such potential. A
triple ‘effect cycle is one which takes 'in a unit of heat at high
temperature to evaporate a unit of refrigerant from a weak (in
absorbent) solution, rejecting the heat at lower temperature(s)
and reusing it to boil off two additional increments of
refrigerant. A wide range of lithium bromide based triple effect
machines have been and continue to be proposed.

Some of those cycles involve use of a double loop, in which case
the lower loop typically uses lithium bromide and the upper 1loop
uses some other fluid. Some form of heat exchange exists between
the upper and lower loops.

Other versions involve use of lithium bromide only. Many versions
are possible, involving various methods for heat exchange between
different components at different temperature levels.

For a specific cycle, the maximum full load COP depends on many
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~factors 'such as the heat exchange efficiency and the maximum
.operating temperature. Assuming ‘'practical' amounts of heat

- exchange surface and 'reasonable' maximum operating temperatures,

various researchers have claimed full load COPs from under 1.3 to
over 1.8. Whether or not machines with COPs over 1.8 are practical
remains to be seen as several obstacles to their construction
exist. These COPs do not account for combustion losses in the case
of direct fired equipment.

Application, Benefits, & Economics

Absorption water chillers are sold in the US in capacities from 100
to 1500 Tons. All have water cooled absorber/condensers. The
principal competition for absorption chillers is electrically
driven vapor compression equipment. The decision as to which
product to use is generally made based on life cycle costs. Since
absorption chillers have higher first costs, significant operating
cost savings or other incentives are required to justify their
purchase. In some cases, utilities offer significant rebates
towards the purchase of gas or steam driven equipment in order to
reduce peak summer electrical demand.

Single effect absorption chillers are the only technology available
for producing chilled water from low temperature (i.e. 190 to 240
"F) waste heat sources. Nearly all new applications for single
-effect chillers involve use of waste heat so that operating costs
"for such applications are low. Two general sources of waste heat
‘are process industries (e.g. o0il refineries and paper mills) and
“electric generation plants (e.g. extraction steam off steam
‘turbines). Chilled water generated from such applications is used
for either comfort cooling, process cooling, or, in the case of
electric generation, gas turbine inlet air cooling. Process
~applications ‘are 1limited to those requiring chilled water
- temperatures of 40 - 42 F or above.

. Double effect machines represent the most efficient, commercially
~available absorption technology. Because they require a higher
temperature heat source, applications for waste heat recovery are
- not common. As stated above, the economics for double effect
machines are determined by life 'cycle costing. As a rough guide,
" double effect chillers sell for a 250 $/Ton premium over electrical
chillers with COPs of 5.75 or better. Natural gas costs tend to be
uniform nationwide. Consequently, the incremental cost of

.. electricity for the locality in question is a key factor in the

life cycle costing. The incremental cost can be determined by
evaluating the cases with and without electrically driven chillers
-and is a function of demand charges. The majority of units do not
run as peaking duty units, but are also used for base load duty.

The economics for new technologies would be no different. For
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single or double effect machines, performance and cost improvements
will provide lower life cycle costs. For triple effect machines,
the two key unknowns are the cost premium for such machines and
COP. Once known, the economics of these machines versus
electrically driven or double effect absorptlon equipment can be
determined.

Technical Issues

The variety of new technologies proposed for 1lithium bromide
absorption chillers raises a variety of technical issues. Since
the direction and status of development work by manufacturers is
generally confidential, discussion of technical issues is limited.

Improvements in product costs are possible as older chiller designs
come under competitive cost pressures. Improved product packaging
offers one possibility. Improvements in the design of heat
transfer surfaces require a fundamental understanding of the heat
exchange. process combined with experience in the manufacture of
cost effective heat  transfer surfaces. In the case of absorber
design, experience has shown that use of a heat/mass transfer
additive is required in order to be cost effective.

Evaluation of crystallization inhibitors involves several steps.
First is a systematic review of potential candidates in terms of
impact on. system performance and compatibility with existing
chillers. Thermodynamic and thermophysical property data are
required by the designer. The impact of property changes on the
design of individual chiller components needs to be evaluated. The
potential for chemical interaction with corrosion inhibitors and
heat transfer additives needs to be considered. Construction of a
functional chiller is required to prove out design details.:

Development of a triple effect machine represents a more
significant advance in technology than any of the above changes.
Identification of technical issues depends on the cycle chosen and,
as stated above, there are many cycle possibilities. None-the-
less, some general statements can be made. Operation at higher
temperatures raises concerns about chemical reactions which occur .
at accelerated rates at higher temperatures. The corrosive nature
of lithium bromide solution is enhanced by operation at higher

temperatures. If alternate fluids are used, as 1in dual 1loop
cycles, chemical reactions in the presence of those fluids must be
considered. Corrosion resistant materials may be required. The

ability of heat/mass transfer additives to survive higher
temperatures is a concern. Equipment must be capable of operating
efficiently at part load conditions and be able to go to standby
conditions without crystallizing. Thermodynamic and thermophysical
property data are required. For lithium bromide, this means data
at higher temperatures and pressures than is presently available.
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Technology Outlook

Improvements in the design of single and double effect chillers
will continue as competition forces manufacturers to reduce cost
and improve performance. Improvement in COP for such chillers is
possible, but limited. Substantial improvements in COP require use
of systems, such as the triple effect cycles, which allow for heat
input at higher temperatures and effective internal heat exchange.
A variety of triple effect cycles are p0551b1e. Different costs
and different COPs are to be expected with each version. The
practicality of such equipment will ultimately be decided by an
ability to demonstrate reduced 1life cycle costs versus other
commercially available equlpment.
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VAPOR COMPRESSION CYCLE WITH SOLUTION CIRCUIT
Eckhard Groll, Reinhard Radermacher

University of Maryland
CEEE - Center for Environmental Energy Engineering
College Park, MD 20742-3035

1. Technical Description

The principle of vapor compression cycles with solution circuits (VCCSC) has been known in
the literature for about 100 years [1].- The first theoretical investigations were carried out by
Altenkirch [2,3] and indicated a large energy savings potential. Based on this potential and the
additional need to replace the ozone depleting CFCs, the research activities toward the VCCSC
have increased rapidly during the last 10 to 15 years and several different experimental plants
were build [4,..,16].

The VCCSC is a vapor compression cycle, which employs a working fluid mixture
consisﬁng of a refrigerant and an absorbent, which are characterized by a large boiling point
difference. The evaporation of the mixtures is not complete so that the fluid leaving the
desorber (comparable to the evaporator in a compression cycle) is a vapor/liquid mixture. Vapor
and liquid are usually separated at the desorber outlet. While the vapor proceeds to the
mechanically driven compressor, the liquid is recirculated to the absorber (comparable to the
condenser in a compression cycle) with a solution pump in a separate liquid line. Both, vapor
and liquid meet again at the inlet of the absorber. Since there are two liquid streams available,
one from the absorber to the expansion valve, and the other from the solution pump to the
absorber, it is advisable to bring them into heat exchange for better performance of the cycle.

Figure 1 shows the. schematic of such a cycle in a pressure-temperature-diagram so that the

relative location of the heat exchangers is indicative of the temperature and pressure levels.

C-123



Possible variations of this cycle have been discussed by Alefeld [17].

~ There are two major differences between the conyentional compression cycle and the
VCCSC employed here. The first is the usage of a mixture of wo;king fluids instead of a pure
fluid. The second is that the mixture does.not evaporate c,omp_,le_tely._ Rather, a two-phase
mixture is leaving the evaporator. By introducing a working ﬂuid mixture two important
features are accomplished:

First, although desorption and absorption occur at constant pressures, the saturation
temperatures are no longer constant but vary with the composition changes of the liquid and the
vapor phases which occur during the phase change processes. This results in the so-called
’gliding temperature intervals’. These temperature glides can b¢ adjustgd over a wide range or,
if desired, eliminated almost completely.

Second, a change in the overall concentration of the mixture circulating th;ough the cycle
results in a change of the vapor pressures and densities at a given temperature and therefore in
a change of the capacity of the entire unit. Both of these features, gliding.,temperatures and
capacity control by means of concentration change can be used to increase thq overall COP
compared to conventional compression systems. e !

So far, two modifications of the VCCSC have been diScussed in thg litegatﬁre. First, the
introduction of two stage solution circuit, as shown in Figure 2. This can lead to a reduction
of the pressure ratio of up to 45% compared to the pressure ratio of cycles with pure refrigerants
for a given temperature lift [13]. With this technique é single stage compressor can achieve a
major increase in temperature lift and/or a reciprocating compressor can operate at higher

volumetric efficiencies.

Second, the modification of the VCCSC featuring a desorber/absorber heat exchange, as
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shown in Figure 3. In this case, the gliding temperature intervals in the desorber and the
absorber overlap, i.e. the highest desorption temperature becomes higher than the lowesf
absorption temperature, and a portion of the absorber is able to supply heat to a part of the
desorber. This results in an everi further reduction of the pressure ratio than obtained with the
cycle with the tWo—stdée solution circuit [16]. However, in all cases any decrease in pressure
ratio is traded in for an increase in mass flow rate through the com_pre‘ssor' as required by

thermodynamics [ 1’8].‘

2. Application
The most important feature of VCCSCs with regard to applications is the enormous flexibility.
Further, applications are highly dependent on the mixture used in the cycle, the cycle
conﬁgura*ti.on- and the desired and available temperature levels. Examples for likely applications
are:
~ High temperature heat pumps,

High temperature lift heat pumps,

Combined heating and cooling/refrigeration,

Commercial/industrial heating and/or cooling,

Dehumidification,

Solvent recovery,

‘Food processing and

Process industry.

Other applications will become obvious as more information about the VCCSC and their

potential becomes available.

3. Benefits

The méin benefits are energy _efﬁciéncy and the high degree of flexibility. In particular, the
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following benéfits are important:
Adjustable temperature glide,
_ Energy efficiency, = .
Low, adjustable ‘ovetall pressure levels
Very low pressure ratios are possible (50% or less of what is commonly expected),

Use at temperature levels beyond critical témperature of refrigerant and at low pressures,
Capacity control by changing concentration.

4. Technical Issues
. The following technical issue have to be addressed:
‘(;.ycle Sele_c,t'ion‘andrl_nteg’ration: A large number of cycles is known, however, the feasibility
; and applicahil_ityof these cycles has not been assessed at all. While VCCSCs us_ually tend to
' l)ec_ome_ rather complex con_ﬁgurations, there are options to reduce the complexity considerably
_ _for special applications. Many of those are only at the beginning of being explored. : Further,
certain cycle selections offer the opportunity for alternative and possible more beneficial system
integration. These options have not been considered so far. Another possibility is the
cogeneration of power and/or heating and/or refrigeration. System integration with absorption
___‘heat pumps and w1th chemical processes in the chemical industry is yet another opportunity.
Controls Only a rather limited number of experiments has been conducted with VCCSCs In
those rather simple systems, control issues did not turn out to be a major concern. However,
. With new system integration concepts, cycle 0ptions and real life applications control issues have
o be addressed.

A‘Con.lponent_ | Selection; Such .q:uestions_ as oil-free, oil-lubricated or solution-lubricated
- COmPpressors, pump design and’ flow rate optimizati_on, heat exchanger technology andvallocation
| *9f< heat transfer area have__to_be addressed.

Design Tools: In order to facilitate the use of this newly discovered technology, comprehensive
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design tools have to be provided in the form of verified simulation models. These models have
to be writteh and tested on suitably designed hardwa{ré.
Economics: For specific applicatidns it is necessary to workvout deté.ile_:d cost/beneﬁt analyses

that are also compared to alternative technologies.

5. Economics

Not much work was done in terms of economic analyses especially on a first cost basis.
Estimates of the operating cost, however, indiézite that the VCCSCs have great pbtential in large
témperature lift applications, industrial applications and wherever conventional technology
reaches its limits. It is anticipated that certain VCCSC systems can potentially outperform
conventional technology. Even in conventional HVAC applications VCCSC can provide
interesting design options especially in conjunction with new components such as 'new’ rotary

compressor technology.

6. Technology Outlook

VCCSCs represent a "young’ technology that is only at the beginrﬁng of being explor'ed[ Due
to the large number of cycles, many design dptions become available and a wide vériety of
possibilities for system integration.

It is anticipated that this technology will first be used in custom designed a’.pplicationé and
large systems. Also for those applications where conventionai technology reaches its limits
(temperature range, pressure ratio, pressure rangés) are li_kely areas for VCCSC to succeed. -"As
expen'encé is gained, it is pos.sib~1e that the applications reach as far heafing and air-conditioning.

At this point it is difficult to provide a more reliable assessment of the performance potential.
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Liquid Desiccant Air Conditioners: 4
An Attractive Alternative to Vapor-Compression Systems

Andrew Lowenstein, Ph.D.
AIL Research, Inc.
Princeton, NJ

1.0 Introduction

The 1990s are a challenging decade for the HVAC industry. The need for ever more efficient
heating, cooling, ventilation and dehumidification technologies is more urgent today than
during the "Energy Crisis" of 1970s--energy resources are more depleted and the energy
demands of a growing global population continue to increase.

However, the development of more efficient HVAC technologies is much more constrained
now than it was twenty years ago. CFCs and HCFCs are no longer available. CO, emissions
should be curtailed as a prudent response to potential global warming. Ventilation rates to
buildings must be increased to insure occupants a healthy indoor environment. The relative
humidity within a building’s HVAC system must be kept sufficiently low to inhibit the growth
of microorganisms that can cause disease and other health problems. And, in some parts of
the country, electric utilities are having trouble serving their peak air conditioning loads.

While it is unlikely that a single cooling and dehumidification technology will emerge as the
preferred alternative to today’s CFC/HCFC systems in all applications, liquid desiccant air
conditioners are unique in their ability to provide high efficiency cooling while addressing all
of the proceeding problems.

2.0 The Operation of a Liquid-Desiccant Air Conditioner

A desiccant air conditioner can be viewed as an indirect evaporative cooler that has been
modified to operate at humid outdoor conditions. This enhanced function comes at a price,
however--thermal energy must be supplied to the system.

Compared to an indirect evaporative cooler, the desiccant air conditioner performs two addi-
tional processes: dehumidification of the process air and regeneration of the desiccant. Dehu-
midification is naturally provided by the desiccant, which by definition is a material that has a
high affinity for water vapor. Regeneration is done by heating the desiccant to drive off the
water that was absorbed in dehumidifying the process air.

When air is brought in contact with a liquid desiccant and the two components come to equilib-

rium, the partial pressure of the water vapor in the air will be a function of the temperature
and concentration of the desiccant. This pressure is referred to as the desiccant’s equilibrium
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vapor pressure. If th.e'sy_st_c:m is pért»urbed, water will flow from the component with the
higher characteristic vapor pressure, i.e., air will be dried if its partial pressure of water vapor
is higher than the desiccant’s equilibrium vapor pressure.

As a desiccant absorbs water, heat is released. The source of most of this heat is the latent
heat of condensation for the water vapor, which is converting from a gaseous state to a con-
densed state on or in the desiccant. Additional heat is released because the water vapor is
forming weak bonds with the desiccant. ThlS heat is typically an order of magnitude less than
the heat of condensation. .

On a psychrometric chart, an adiabatic dehumidification process is essentially the opposite of

direct evaporative cooling. As shown on.Figure 1, humid air at ARI outdoor conditions (point
A; 95°F/0.0142) emerges from an adiabatic desiccant absorber at lower humidity and higher
temperature (point B; 111°F/0.0110). The process line A-B diverges slightly from a constant-
enthalpy line on the psychrometric chart; the air at point B has a higher enthalpy due to the
heat that is released and gained by the air as the water bonds with the desiccant.

A liquid desiccant of fixed concentration will be in equilibrium with air at roughly a constant
relative humidity over a 70°F to 120°F range. For a 40% solution of lithium chloride by
weight, this equilibrium relative humidity will be approximately 19%. Point B on Figure 1,
which is at a 19% rh, is the state that air at ARI outdoor conditions will approach in an adia-
batic liquid-desiccant absorber that operates with a 40% lithium chloride solution.

By analogy with adiabatic evaporative cooling--which to a close approximation will reduce the
temperature of air towards its wet-bulb--air that is dried in an adiabatic liquid-desiccant absorb-
er will approach its "brine bulb" temperature. This brine-bulb temperature is a unique: func-
tion of the initial state of the air, the type of liquid desiccant and its concentration.

The brine-bulb temperature is the driving potential for heat exchange in a liquid-desiccant air
conditioner. Since it can be much higher than the initial dry-bulb temperature of the air, the
liquid- -desiccant air conditioner will have several advantages over an indirect evaporative
cooler. The most important of these are (1) its heat exchanger can be smaller and the volume
of air processed can be less for the same cooling effect, and (2) it can provide cooling under
conditions where the indirect evaporative cooler cannot operate.

A complete liquid-desiccant air conditioner is shown in Figure 2. The system has three major
components: (1) an absorber, which dries and cools the process air, (2) a regenerator, which
removes water from the weak desiccant leaving the absorber, and (3) an interchange heat
exchanger, which recovers heat from the hot, concentrated desiccant leaving the regenerator
for preheating the weak desiccant.

The _simplest conﬁgu_rétion for the liquid-desiccant absorber, which is the one shown in Fig-

ure 2, uses a spray tower filled with porous contact media for conditioning the process air and
a separate desiccant cooler for rejecting heat to the ambient. The cool liquid desiccant is
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sprayed over the porous bed--which is also referred to as a packed bed--within the abSQrber.
As it trickles down it comes in contact with the upwardly flowing process air. The process air -

leaves the absorber drier and with a lower enthalpy. The warmer and weaker liquid desiccant
in the sump is recirculated through the desiccant cooler, which in this figure is shown as a heat
exchanger with cooling-tower water flowing through one side.

A small flow of desiccant is diverted to the regenerator so that water can be removed from the

system. In Figure 2, the regenerator is also shown as a spray tower filled with contact media.
Here, however, the desiccant is first heated before it is sprayed onto the packed bed. A
scavenging air stream flows through the bed, picks up the excess water, and carries it out to
ambient.

3.0 The Coefficient of Performance of a Liquid-Desiccant Air Conditioner

In very dry climates such as the southwestern U.S., the outdoor air can have a relative humidi-
ty and wet-bulb temperature that are sufficiently low to drive a liquid-desiccant air conditioner
without additional thermal input. In this case, the thermal COP of the system is infinite (as it
would be for an indirect evaporative cooler).

3.1 Regenerators for a Liquid-Desiccant Air Conditioner

The preceding situation, however, is very limited, and it provides little insight into the effi-
ciency gains and limitations of a liquid-desiccant air conditioner. A more useful case is one in
which the absorber provides only latent cooling (i.e., the dry-bulb temperature of the air
leaving the absorber is the same as that entering) and the regenerator does not rely on the
relative humidity of the ambient air. The simplest form of this regenerator would be an atmo-
spheric-pressure boiler in which the steam that is produced is vented to the outside.

The ideal thermal COP of this liquid-desiccant. air conditioner would be approximately one.
This is because the cooling effect, which is the latent heat of condensation for the water that is
removed from the process air, is essentially equal to the heat that must be supplied to remove
_the water from the desiccant. However, the COP of a practical system that uses lithium
chloride would be closer to 0.57 at ARI conditions assuming a 72% effective interchange heat
exchanger, an 80% efficient natural-gas burner firing an atmospheric-pressure boiler, a 38%
absorber spray concentration and a 4 percentage point concentration difference between the
weak and strong desiccant streams into and out of the boiler.

The burner flue losses and the energy needed to heat the desiccant up to the.operating tempera-
ture of the boiler are the two major effects that degrade the COP. Although both can be
reduced by using more efficient components, cost presents a practical limit to this approach.

A moderate improvement in COP, on the order of 25%, can be achieved by reducing the flow

rate of desiccant that is exchanged between the absorber and the regenerator. The advanced
absorbers described in Section 3.2 exploit this effect. :
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" A much more dramatic improvement in COP can be achieved if the energy in the steam that
leaves the regenerator/boiler can be used to regenerate additional desiccant. This is the ap-
proach taken in regenerators that use either a multiple-effect boiler or a vapor-compression
distillation (VCD) system.

- As shown in Figure 3, a double-effect boiler has a low and a high pressure vessel. Thermal
energy from the primary fuel heats only the desiccant in the high-pressure stage, driving off
water as superheated steam. This steam flows to a heat exchanger that is in contact with the
desiccant in the low-pressure stage. Since the saturation temperature of the high-pressure
steam is higher than the boiling point of the desiccant in the low-pressure stage, the steam will

- condense, its latent heat becoming the thermal energy for boiling desiccant in the low-pressure
* stage.

A lithium-chloride air conditioner that has a COP of 0.61 with a boiler that operates at a 100°F
steam saturation temperature will have a COP of 1.09 with a double-effect boiler. Triple-
effect and higher boilers are possible in theory, but each additional effect must operate at a
significantly higher temperature. If one could design a reliable triple-effect boiler for this
system, its COP would increase to 1.36.

The temperature rise associated with each additional effect is comparable to the boiling point
elevation of the desiccant. As an example, a 40% lithium chloride solution will boil under
atmospheric pressure at 278°F. Since the atmospheric-pressure steam that evolves has a satura-
tion temperature of 212°F, the solutions boiling point elevation is 66°F. If one starts with 85°F
water from a cooling tower as a heat sink and allows a 15°F temperature drop across each
condenser that transfers heat to the next lower stage, then a double-effect boiler working with
40% lithium chloride will operate at 247°F; and, the third stage of a triple-effect boiler will
operate at 328°F. (For comparison, a 62% lithium bromide solution, which could be used in an
absorption chiller, has a 110°F boiling point elevation. A double-effect boiler for this solution
would operate at over 300°F.)

A second approach to recovering the latent energy in the steam from a boiler/regenerator is to
use vapor-compression distillation (VCD)--a technology that is used in water desalination. In
a VCD regenerator, steam from a boiler is mechanically compressed so that its saturation
pressure is higher than the boiling point of the desiccant in the boiler. Once again, the latent
heat of the steam can be used to boil additional desiccant by condensing the steam in a heat
exchanger that is in contact with the desiccant.

A VCD regenerator would be most attractive for a natural-gas liquid-desiccant air conditioner.
For this system, a natural-gas engine would drive the compressor, and waste heat from the
engine would bé used by the boiler. The liquid-desiccant air conditioner that was just studied
with ‘the multiple-effect regenerator would have an ARI COP of 1.32 with a VCD regenerator.

Advanced regenerators for liquid-desiccant air conditioners are discussed in more detail in
Reference 1. '
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3.2 Absorbers for a Liquid-Desiccant Air Conditioner

The absorber shown in Figure 2 cools the desiccant before it comes in contact with the process
air. In this approach the flow of desiccant must be sufficiently high to prevent the desiccant’s
temperature- from rising too quickly towards the brine-bulb temperature, since this would
greatly limit dehumidification within the absorber. Desiccant flow rates on the order of 0.5 to
1.0 gpm per 100 cfm of air are typical in packed-bed absorbers.

A second type of absorber combines cooling and dehumidification within the absorber bed. In
this internally-cooled absorber, the contact media over which the desiccant and process air flow
is the surface of a heat exchanger that has coolant flowing within it. Although refrigerant from
an electric vapor-compression system can be used to cool this absorber?, a liquid-desiccant air
conditioner driven almost totally by thermal sources would use either chilled water from a
cooling tower or evaporatively cooled air.

An internally-cooled absorber that uses evaporatively cooled air is shown in Figure 4. This
absorber is similar to a parallel-plate heat exchanger. Process air flows through one set of
passages where it comes in contact with liquid desiccant that is flowing down the heat exchang-
er’s walls. The heat that is released as the air is dried is transferred directly across the walls
to the cooling air. On the cooling side, water is sprayed or dripped onto the walls so that the
cooling air is maintained at close to the wet-bulb temperature.

A significant advantage of the internally-cooled absorber is that it no longer relies on the
"thermal inertia" of the desiccant flow to keep the desiccant cool. In principle, desiccant flows
can be more than an order of magnitude less than those now used in packed-bed absorbers.
This will permit the absorber to operate with a significant desiccant concentration change
across it. Whereas the desiccant flowing through a packed-bed absorber will change concen-
tration by less than 1 point, the concentration change for an internally-cooled absorber with
reduced desiccant flow will be between 3 and 6 points.

This larger concentration change can be exploited to improve the COP of the liquid-desiccant
air conditioner. As noted earlier, the energy needed to preheat the weak desiccant up to the
temperature of the regenerator is one of two major losses for the system; it typically will be
30% of the energy needed to regenerate the desiccant in an atmospheric-pressure single-effect
boiler. This loss can be reduced by decreasing the flow of desiccant to the regenerator.

But, the amount of water removed by the regenerator is proportional to both the flow of desic-
cant and the difference in concentration between the weak and strong streams. Since the
regenerator’s water removal rate must equal the water gained in the absorber, a decrease in the
desiccant flow to the regenerator is permitted only if the concentration difference between the
weak and strong streams increases. This can happen if the very weak desiccant leaving an
internally-cooled absorber is sent to the regenerator. The resulting improvement in COP can
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be between 25% and 35%. Reference 3 describes advanced liquid-desiccant absorbers in
more detail. ‘

~ 4.0 Benefits of Liquid-Desiccant Air Conditioners

The liquid-desiccant air conditioner is unique among alternative air cooling technologles in that
it addresses all six of the critical issues noted in the Introduction. »

4.1 Conservation of Energy Resources and Low CO, Emissions

With advanced regenerators and absorbers, a liquid-desiccant air condmoner can have an ARI
COP of between 1.3 and 1.7.

Furthermore, the seasonal COP of a liquid-desiccant air conditioner can be still higher. The
preceding COPs are for ARI conditions which have a 75°F outdoor wet-bulb temperature.
However, like all evaporative cooling systems, the performance of a liquid- deswcant air condi-
tioner will improve as the outdoor wet-bulb temperature decreases. :

Figure 5 shows the performance of a liquid-desiccant air conditioner with an internally-cooled
absorber and a double-effect regenerator at different outdoor wet-bulb temperatures. The
curve labeled "38% spray" is the system’s performance when the spray concentration in the
absorber is fixed at this concentration. A modest improvement in COP occurs at lower wet-
bulb temperatures as a greater fraction of the absorber’s total cooling is sensible.

When the absorber’s spray concentration is fixed at 38%, the liquid-desiccant air conditioner
will provide cooling at a "design" rate of 400 cfm/ton when the outdoor wet-bulb temperature
is about 75°F. At lower outdoor wet-bulb temperatures, the cooling rate of the liquid-desiccant
air conditioner goes up if the absorber spray concentration is fixed at 38%. Since the build-
ing’s cooling loads are going down, the liquid-desiccant air conditioner must be cycled on and
off so that the total cooling it dehvers matches the loads on the building.

However, rather then cycle the liquid-desiccant air conditioner, its cooling output can-be
modulated by changing the absorber’s desiccant spray concentration. Since the fraction of
cooling that is sensible goes up as the spray concentration goes down, less water is absorbed
per ton of total cooling. This increases the COP of the liquid-desiccant air conditioner.

Furthermoré,_ the operating temperature of the regenerator decreases as the desiccant’s concen-
-tration decreases. This further improves the efficiency of the regenerator by reducing the
‘energy needed for preheating.

‘These effects produce the efficiency improvement shown in Figure 5 by the curve labeled "400
cfm/ton". This curve plots the COP of a liquid-desiccant air conditioner that weakens the
absorber spray concentration at lower outdoor wet-bulb temperatures so that cooling is provxd-
ed at 400 cfm per ton.
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Also shown on Figure 5 are the cooling loads for an office building in Atlanta that have been
aggregated in 3°F wet-bulb bins. Even in a moderately humid location such as Atlanta, an
appreciable fraction of a building’s cooling load will occur at outdoor wet-bulb temperatures at
which the liquid-desiccant air conditioner is getting a boost in performance.

If one assumes that the absorber’s spray concentration can be adjusted within the limits of 20%
and 40% for lithium chloride so that the cooling provided by the liquid-desiccant air condition-
er equals 400 cfm/ton while processing ARI indoor air, the seasonal COP of the unit compared
to its ARI COP will be:

ARI Seasonal
Single-Effect Boiler 0.69 0.79
Double-Effect Boiler 1.09 1.48
Triple-Effect Boiler 1.36 1.86
VCD Regenerator 1.32 2.00

(All systems in this table use a relatively high absorber spray rate--0.5 gpm per 100 cfm of
process air--and all except the VCD regenerator operate their condensers at 100°F.)

These high seasonal COPs, which result from increased evaporative cooling at low wet-bulb
temperatures, make the liquid-desiccant air conditioner an excellent non-CFC/HCFC cooling
system for both conserving energy and reducing CO, emissions®.

4.2 Conditioning Ventilation Air and Maintaining Low Relative Humidities within the
HVAC System

All cooling technologies except desiccant systems dry air by cooling it to below its dew point.
The large change in dry-bulb temperature that accompanies this process means that most of the
cooling--between 65% and 80%--will be sensible. However, ventilation will impose much
larger latent loads on the building; at ARI outdoor conditions, approximately S0% of the
ventilation load will be latent. If an air conditioner that dehumidifies air by cooling it to below
its dew point is to meet the larger latent loads (and many do not), it must either reheat the air,
which is inefficient--or use an air-to-air heat exchanger--which increases the system’s cost and
complexity and also reduces its efficiency®.

Desiccant systems, on the other hand, can deliver 100% of their cooling as latent. If the loads
on the building are such that a smaller percentage of latent cooling is needed, the supply air
can be cooled in a direct evaporative cooler, which "trades" latent for sensible cooling. In fact

* It should be noted that other cooling systems can boost their seasonal COPs by adding an evaporative cooling
system. However, this significantly increases their cost and complexity.

® The air-to-air heat exchanger precools the air entering the conditioner with air that is leaving. This increases
the latent cooling, but lowers the evaporator temperature of the conditioner.

C-139



by modulating the direct evaporative cooler, the liquid-desiccant air conditioner can indepen-
dently control the temperature and humidity in the building.

Furthermore, by keeping the process air well above its dew point, a desiccant air conditioner
can avoid the high relative humidity conditions within the HVAC system that can present
health and maintenance problems. A desiccant air conditioner can deliver air well below a
70% relative humidity--a value commonly used as the threshold for mold and mildew growth.

5.0 Applications for a Liquid-Desiccant Air Conditioner

A liquid-desiccant air conditioner has the potential to broadly compete with electric vapor-
compression equipment in almost all comfort conditioning applications. However, as with any
new technology, it is most likely to first succeed in applications were it has a unique advan-
tage. This would include (1) buildings with very large latent loads such as those requiring
large amounts of ventilation or with large internal latent loads, (2) buildings that must maintain
low humidities, (3) applications that have low outdoor wet-bulb temperatures but indirect
evaporative coolers do not perform acceptably, (4) buildings that require additional cooling
capacity but cannot add electric air conditioners or chillers, (5) applications where independent
control of temperature and humidity are needed, and (6) applications where inexpensive low-
grade heat is available.

In the last ten years, poor indoor air quality has become a major problem. Its source is inade-
quate ventilation, partly caused by the need to conserve energy. Now, however, as a result of
ASHRAE standard 62-89, recommended minimum ventilation rates have approximately tripled.
Since much of this increased ventilation load is latent, it can be effectively served by liquid-
desiccant air conditioners.

A second major problem now facing the HVAC industry is the loss in cooling capacity that
will accompany the conversion of CFC and HCFC chillers and air conditioners to alternative
refrigerants. For some buildings, it may not be possible to install additional electric cooling
capacity. In these cases, liquid-desiccant air conditioners offer an effective means of making
up the cooling deficit. Even in buildings where electric cooling can be added, a more effective
approach may be to use the existing cooling system to condition only the recirculation air and
condition the ventilation air with a liquid-desiccant air conditioner. Reference 4 discusses in
more detail the potential for liquid-desiccant air conditioners to address both the indoor air
quality and CFC-conversion issues. ' '

Regions of the country with low outdoor wet-bulb temperatures are excellent markets for a
first-generation liquid-desiccant air conditioner. Here, the liquid-desiccant air conditioner will
have a very high seasonal COP, possibly over 2.0 for a unit with a double-effect regenerator.

Although indirect evaporative coolers can also effectively compete in this market, their applica-
bility is more limited since they do not provide sufficient cooling at moderate wet-bulb temper-
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~ atures. They also cannot effectively meet high latent loads as can the liquid-desiccant air
conditioner.

Other important early applications for both solid and liquid-desiccant systems are:

- Supermarkets, where much of the building’s sensible cooling is provided by the re-
fngerated display cases, leavmg a large latent load that must be served, and

Hotels, health clubs and swimming pools, which can all have high indoor humidity
levels that lead to significant property damage from mold and mildew.

Finally, a liquid-desiccant air conditioner is an excellent candidate for a cooling system that
can be driven by a relatively low-temperature energy source such as solar energy. In the solar
application, the regenerator for the liquid-desiccant air conditioner can be designed to operate
‘at a very low temperature, less than 180°F, using relatively inexpensive collectors. As demon-
strated by Arizona State University, the regenerator and collector could be integrated into a
single component’.

A liquid-desiccant air conditioner will have an advantage over a solid-desiccant unit when
operating from a low-temperature energy source. This is due to the fact that moisture sorption
occurs at much lower temperatures in the liquid system.

An important difference between a solid and liquid-desiccant system is that there is no means
for cooling the solid desiccant during absorption. Whereas absorption may occur at around
80°F in an internally-cooled liquid-desiccant absorber, it will occur at between 115°F and
125°F in a solid-desiccant wheel. At 80°F, a 40% lithium chloride solution will dry air to a
0.004 humidity ratio, which corresponds to a 19% relative humidity. At 120°F, the same
0.004 humidity ratio correspond to a 5.5% relative humidity. Recalling that regeneration air
must have a relative humidity that is lower than the equilibrium value for the desiccant, air
with a fixed humidity ratio must be significantly hotter to remove water from the solid desic-
cant.

6.0 Technical Issues

Several important technical problems must be solved before a competltlve liquid-desiccant air
conditioner can be brought to market. These are:

«Unless the liquid-desiccant air conditioner is to be limited to markets that have out-
door wet-bulb temperatures below 75°F, a way must be found of increasing cooling
capacity at these more humid outdoor conditions,

- A low-cost, reliable internally-cooled absorber must be developed.
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- Either a non-corrosive alternative to lithium chloride must be found, or the liquid-
desiccant air conditioner must be designed so that no desiccant escapes with the pro-
cess air and it can be safely operated and maintained.

« A high efficiency regenerator must be developed.

- The ability of a liquid-desiccant air conditioner to exploit low outdoor wet-bulb tem-
peratures by adjusting the desiccant’s concentration must be demonstrated.

6.1 Operation at High Outdoor Wet-Bulb Temperatures

A liquid-desiccant air conditioner that uses a lithium-chloride solution will have trouble meet-
ing the load on a building at outdoor wet-bulb temperatures above 75°F if it is limited to 400 -
cfm of process air per ton of cooling. This limitation is explained by the processes shown on
the psychrometric chart in Figure 1. One ton of cooling is provided by reducing the enthalpy
of air from its initial value at Point C (78°F, 0.0103) to a point on the line D-D’. Since a 40%
lithium-chloride solution--which is close to the maximum concentration for the absorber--will
dry air to 19% rh, the absorber must operate below 79°F if it is to deliver air on the line B-B’.
Obviously, the outdoor wet-bulb temperature must be several degrees below this value to
maintain the desired absorber temperature.

A liquid desiccant that can dry air more deeply than lithium chloride would extend the operat-
ing range of the air conditioner. Lithium bromide could operate in the absorber at a concen-
tration that would dry air to 7.5% rh. This would add about 9°F to the upper wet-bulb tem-
perature limit. Unfortunately, the bromide ion is more easily oxidized than the chloride ion in
slightly acidic solutions, which in some applications may cause problems in an "open" liquid-
desiccant air conditioner.

A second approach to increasing the capacity of the liquid-desiccant air conditioner at high
outdoor wet-bulb temperatures is to modify the basic system configuration. An example of this
approach is the Dunkle cycle which uses the low wet-bulb-temperature return air from the
building to cool the dehumidified air leaving the absorber. This configuration is shown in
Figure 6. It can provide a very large cooling effect, but it is more complicated and will have
a lower COP. :

6.2 The Development of an Internally-Cooled Absorber

Although a liquid-desiccant air conditioner can be designed with a packed-bed absorber, its
cost will be lower and its performance will be better with an internally-cooled absorber.
Several research groups have tried to develop a low-cost reliable internally-cooled absorb-
er®”8, Models with both plastic and coated aluminum plates have been built. Unfortunately,
none of the models could effectively isolate the desiccant and cooling water. The successful
development of an internally-cooled absorber is critical to the commercmhzatlon of a small to
mid-sized packaged liquid-desiccant a1r conditioner.
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6.3 A Non-Corrosive Liquid Desiccant

The examples presented here have all used lithium chloride as the liquid desiccant. This is the
most common Ssolution now used in industrial liquid-desiccant dehumidification systems.
Although at high concentrations lithium chloride solutions are very corrosive, both the system
designs and operating and maintenance procedures in these industrial applications are effective
at minimizing any problems that this might cause.

The next most common liquid desiccant for industrial dehumidifiers is glycol, either triethylene
or propylene. Glycol has the advantage of being much less corrosive. However, glycol itself
has a significant vapor pressure®. This presents a problem in HVAC applications since small
- amounts of glycol will always be introduced into the conditioned air. Also, the regenerator for
glycol must be similar to a reflux boiler if there is to be very low levels of glycol in the water
that leaves it. This probably eliminates the use of high-efficiency regeneration techniques.

Although the commercialization of a liquid-desiccant air conditioner would be less risky if a
suitable non-corrosive liquid desiccant were developed, lithium chloride is still a viable candi-
" date. The system must be designed to both resist corrosion and prevent lithium chloride from
‘escaping into the conditioned air. Furthermore, the operation and maintenance of the system
must not present a hazard to personnel. As noted above, industrial equipment and their O&M
procedures already satisfy these requirements. Similar controls must be implemented in the
HVAC environment.

6.4 The _Control Over Desiccant Concentration

In Section 4.1, a liquid-desiccant air conditioner was reported to have a seasonal COP in
Atlanta that is 1.35 times greater than its ARI value. This attractive characteristic resulted
from the system’s ability to exploit evaporative cooling while still serving the building’s latent
load. '

The high seasonal COP for the liquid-desiccant air conditioner is achieved by maintaining the
concentration of the desiccant at the lowest value that still meets the load on the building. This
mode of operation in which the desiccant’s concentration swings over a wide range is not used
in industrial systems. A practical system that can accomplish this must be developed and
demonstrated. ' :

6.5 A High-Efficiency Regenerator
All regenerators for industrial liquid-desiccant dehumidifiers are either simple boilers or

packed-bed devices. If the liquid-desiccant air conditioner is to achieve an ARI COP that
exceeds 1.0, more efficient regenerators must be developed.

¢ The vapor in equilibrium with a glycol/water mixture will contain a significant amount of glycol. For a wa-
ter/lithium-chloride mixture, the vapor will be essentially 100% water.
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Although high-efficiency separation technologies are common in other technologies, the operat-
ing requirements for the liquid-desiccant air conditioner are significantly different. As an
example, the double-effect regenerators that are now used on absorption chillers do handle a
corrosive liquid--lithium bromide--but in an oxygen-free environment. Their designs are not
directly transferrable to a liquid-desiccant air conditioner since the desiccant will be saturated
with oxygen and, therefore, is more corrosive.

Similarly, a VCD regenerator for a 40% lithium chloride solution that has a 66°F boiling point
elevation will be very different than the ones now used for desalinating salt water, which has
less than a 2°F boiling point elevation.

7.0 The Economics of a Liquid-Desiccant Air Conditioner |

It is very difficult to project either the manufacturing cost or selling price for a liquid-desiccant
air conditioner. A manufacturable prototype has not yet been designed or built, and no studies
have been published of potential sales volumes.

If one extrapolates industrial experience, the selling price for a liquid-desiccant air conditioner
would be very high--between $2,000 to $3,000 per ton. However, this comparison is not fair
since industrial equipment is both built and marketed very differently than HVAC equipment.

Several observations can be made, however, that should help bound the cost of the liquid-
desiccant air conditioner. First, a liquid-desiccant system that directly cools air should have a
lower cost than an absorption chiller. Both systems use a high-efficiency double-effect regen-
erator. Although the regenerator for the absorption chiller is not exposed to oxygen, it must
operate at a higher temperature, typically 20°F to 30°F higher. Manufacturing costs for the
regenerator should then be comparable for the two systems.

Both systems also use an interchange heat exchanger and a solution recirculation pump.
These, again, should cost about the same.

Although the costs for the preceding components will be comparable, the liquid-desiccant air
conditioner will have a significant advantage for the sub-system that conditions the air.

An internally-cooled absorber for a 25 ton liquid-desiccant air conditioner will be composed of
approximately 855 plastic plates, each plate being 3’x 3’ and about 10 mil thick. For plates
made of polypropylene, their total weight will be 360 pounds and their raw material cost will
be $640. The absorber also needs a water and a desiccant distribution system.

The preceding 25-ton absorber for the liquid-désiccantair conditioner would replace the fol-
lowing components in an absorption chiller: '
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Component Material Area Weight ost

absorber copper 150 ft? 300 Ib $560
evaporator copper 100 ft? 200 Ib $375
cooling tower packing 3,130 1301b $230
finned-tube coils? Cu/Al 2,200 ft? 2401 $390

Total 870 1b $1,555

where the data in this table apply only to the heat transfer surface area.

The absorption chiller also needs a solution distribution system and purge system and the
cooling tower needs a water distribution system. -

Although both the liquid—desiccant air conditioner’s absorber and the absorption chiller’s
absorber/evaporator/cooling-tower require many more components than are shown above, the
liquid-desiccant absorber will have an appreciably lower weight and cost.

The liquid-desiccant air' conditioner will also have lower operating costs than the absorption
chiller. At ARI conditions, both systems using double-effect regenerators will have COPs on
the order of one. However, the liquid-desiccant system can take better advantage of evapo-
rative cooling at low outdoor wet-bulb temperatures. This should give it a 35% higher season-
al COP in a moderately humid climate. This advantage increases in drier climates.®

8.0 Technology Outlook

Two manufacturers are now selling liquid-desiccant dehumidification equipment, mostly for
industrial applications. Several hundred buildings, many of them hospitals, use liquid desic-
cants in large, engineered HVAC systems’.  One manufacturer, Albers Air Conditioning
Corp., displayed a prototype of a 3-ton residential liquid-desiccant air conditioner at the 1993
ASHRAE winter meeting, but the cost of the system was not disclosed'?. There is also little
information available on this system’s performance, so its operating costs and its capacity in
high wet-bulb temperature climates cannot be assessed.

The high-efficiency liquid-desiccant air conditioner that has been described here is not now a
commercial product. Three research projects sponsored by GRI have attempted to develop
both internally-cooled absorbers and simple boiler regenerators®”®. Although these projects -

did have limited success, they did not produce a commercial product.

¢ The finned-tube coils are not part of the absorption chiller. They are, however needed if the chiller is to
supply conditioned air to the building. :

¢ The absorption chiller could also increase its seasonal COP by adding an indirect evaporative cooler.
However, the cost of this additional component must then be added to the cooling system’s cost.
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As described in Section 6, several technical problems must be solved before the feasibility of
a liquid-desiccant air conditioner that can achieve a seasonal COP of between 1.5 and 2.0
using natural gas-or 0.8 and 1.5 using solar energy is proven. However, these problems
“appear amenable to straightforward engineering solutions, with no "breakthroughs" required to
meet the cost and performance goals of a commercial system.

" Unfortunately, only a minimal amount of R&D resources is now being invested in liquid-
desiccant air conditioners. Unless this changes, the advantages offered by this technology will
most likely not be realized.
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Figure 1 - Psychrometric Representation of Liquid-Desiccant Processes. .

Figure 2 - Generic Liquid-Desiccant Air Condi_t_ioher

Figure 3 - Double-Effect Desiccant Boiler

Figure 4 - Internally Cooled Liquid-Desiccant Absorber

Figure 5 - The Performance of a Liquid-Desiccant AC as Function of Wet-Bulb Temperature
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Figure 6 - Liquid-Desiccant AC in Dunkle Cycle .
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DEVELOPMENT OF DESICCANT COOLING SYSTEMS
UTILIZING LOW TEMPERATURE REGENERATION

J. A. Coellner.
ICC Technologies Corporation

INTRODUCTION

ICC Technologies has developed a desiccant baSed_Cooling
system which promises to overcome the capacity, efficiency,
and cost barriers which have overwhelmed previous projects.
The system utilizes the classic Munters Environmental

Control (MEC) -.component arrangement. A recirculation rather
than a ventilation operating mode is presented as the
primary configuration. The success of the design rests on

the ability of the desiccant rotor to provide low dewpoint
air when regenerated at low temperature, the effectiveness
of the regenerative ‘heat exchanger, and thé_integrity of
construction. : : '

ICC has entered a Joint Development Agreement with Engelhard
Corporation to utilize Engelhard’s ETS zeolite in a
desiccant rotor. Engelhard has developed a family of large

. pored titanium silicate molecular sieves. These octahedral
zeolites exhibit properties which are markedly different ‘
from tetrahedral aluminosilicate zeolites providing the
opportunity to develop a viable desiccant cooling system on
a new basis.

The working arrangement between the two companies is based
on areas of expertise. Engelhard developed modified
versions of ETS-10 to meet performance requirements set by
ICC. ICC develops rotor substrates to meet mass transfer
requirements. The coating of the ETS5-10 onto selected
substrates has been a joint effort utilizing the coating
chemistry from Engelhard with process engineering support
from ICC. " ICC has been responsible for the evaluation of
the coated desiccant substrates. ' The evaluation methodology
has been centered on dynamiC>testing of prototype wheels at
rating point conditions. In an eighteen month period more
than 100 wheels have been fabricated, tested, and evaluated.

The goals of the Joint Development Project have been to
create desiccant materials and rotores with capacities
gsufficient to allow for a desiccant cooling device which
meets the capacity levels of conventional cooling equipment,
to assemble systems which demonstrate the attainment of that
performance level, and to fabricate and install prototype
systems for field demonstration. The first system
configuration is a natural gas fired version with a rating
point thermal COP goal of 0.70. The second is an "all
electric" system utilizing a refrigerant heat pump cycle as
a regeneration heat source. The performance target of this
version is a rating point EER of 18.0.
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Component development has been concurrent with desiccant
subsystem work. The major effort has been on high
effectiveness rotary regenerative -heat exchangers. This has
been successful with the attainment of an effectiveness of
0. 90+ at equal mass flow rates and relatively high fluid
velocities. Acceptable sealing systems for the.rotary
devices are in prototype production.and high performance
evaporative cooler designs have been successfully tested.
Bench scale systemg have met measured design goals for the
first system configuration. Full size prototypes are now
under test at ICC’s facility.

DESICCANT CHARACTERIZATION

The synthesis of Large-Pored Crystalline Titanium Molecular
Sieve Zeolites is described in U.S. Patent Number 4, 853, 202
issued to Steven M. Kuznicki and assigned to Engelhard
Corporation. The material is substantively different from
common aluminosilicate zeolites and other adsorbents in the
degree of temperature dependence of the sorption
characteristics. For virtually all adsorbents now used to
extract water vapor from air, the temperature dependence of
the material isotherms is very small. This has led to the
assumption that adsorbents are, in fact, temperature
independent. Investigation of empirical data indicates that
such an assumption may not be appropriate. As shown in the
accompanying figure, ETS exhibits very large differences in
isotherms for relatively small differences in temperature.
At certain points in the adsorption regimes of lower
temperatures, the shape of the isotherms clearly resembles
that of type 1M. This isotherm difference, induced by
temperature, can be utilized to improve regeneration rates
and limits at greatly reduced temperatures. Engelhard has
demonstrated an ability to modify the temperature based
sorption characteristics to improve both the sorption
characteristics and to change the optimal desorption
temperature. Work in this area was originally targeted to a
regeneration regime of 180F for a gas based product and has
begun on 140F for an electric version. Typical isotherms are
shown for each. '

A second important, but less discussed, feature of ETS is
the so called heat of sorption. Accepting the common
nomenclature with the understanding that it is a measure of
the thermal energy transfer per unit mass required for a
sorbate to sorb or desorbed, typical zeolites will have
sorption heats in the range of 120 to 300 percent of the
latent heat of vaporization of water. Values measured for
the ETS versions approach latent heat values. The amount of
energy required to affect desorption has a significant
impact on the ultimate efficiency of the coéling system.
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The capacity swing of the ETS desiccant is moderate. The
mass ratio of water vapor to dry desiccant can change by
0.15 to 0.25 from adsorption to desorption. These values are
similar to those for zeolites now used at high regeneration
temperatures. The degree to which the value of capacity
swing limits the capacity of a regenerative mass transfer
device vary with the isotherm characteristics of the
sorbent. The importance is more significant with a linear
isotherm such as that of silica gel than with an isotherm as
. shown by ETS. Optimization of this characteristic in ETS is
underway.

DESICCANT ROTOR DEVELOPMENT

ICC Technologies has developed a mass transfer modeling
technique derived from a heat transfer analogy. U.Ss. Patent
Number S, 148, 374, assigned to ICC, describes the governing
parameters and the means to utilize them in the design of a
sorbent system. Independent of the particular desiccant
employed, the critical variable is the Number of Mass
Transfer Units (MTU). This value is dependent on the passage
geometry of the rotor, carrier fluid characteristics, mass
velocity, and sorbate concentrations. Using this
methodology, rotor construction alternatives were evaluated.
The evaluation was predicated by a constraint that, in the
schedule available, only currently available and currently
low cost fabrication techniques could be employed. It is
interesting to note that the optimum geometry is a parallel
passage configuration, but that the difficulties of
fabrication precluded any further investigation. Ultimately
a spiral wound rotor utilizing a corrugated stock was
chosen. The geometry of the corrugations was selectable and
varied over a range. . ' :

Rotors were fabricated by ICC with coatings applied at an
Engelhard facility. More than 100 12 inch diameter rotors
were produced over the past 18 months. These test wheels
varied primarily on the following bases; substrate material,
passage geometry, ETS type, coating technique, and
volumetric desiccant loading. These wheel were tested at
ICC. The performance evaluation was most focused on the ARI
"A" rating point. This meant that the regeneration air was
set to a humidity level of 120 to 130 grains of moisture per
pound of dry air as would be expected from an evaporatively
cooled ambient air stream. The performance curves shown
result from data taken at that regeneration humidity level
with inlet air humidity varied and inlet air temperature
fixed at 80F as defined by the rating point.
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Published data for desiccant wheels utilizing Lithium
Chloride and silica gel show significantly higher outlet
moisture levels at the rating point inlet of 80F, 78gr/lb.
Regeneration temperatures of 250 to 300F and nominal face
velocities of 300 feet per minute as well as much deeper
wheels are requiredAfor minimum humidity levels. ETS wheels
at higher velocities and low flow lengths have produced
humidity levels 50 percent lower with 180F regeneration
temperatures.

To achieve adequate capacity and efficiency to compete with
current cooling products, the other major components
utilized in the desiccant cooling system must achieve high
effectiveness levels. The most important of these is the

" ‘regenerative heat exchanger. Current state of the art heat
exchangers seldom exceed 0. 82 eifectiveness values at equal
flow rates. ICC has succeeded in achieving 0. 90 by
developing a device with minimal longitudinal heat transfer.

Commercially available cooling tower fill was employed in
the development of a high effectiveness evaporative cooling
.section. With effectiveness measured on the difference
between entering dry bulb and wet bulb temperatures, values
of 0.90 have been demonstrated.

EFFICIENCY GOALS

ICC has been working closely . with the American Gas Cooling
Center and its member companies to. establish market based .
efficiency targets. In addition, ICC has been working with
the Gas Research Institute to investigate paths for
optimization and provide third party test results. The
consensus at this point is that a desiccant based cooling
system in a packaged rooftop configuration which, at rating
point, achieves a'thermai COP of 0.7 and a capacity of 400
CFM per ton will be commercially viable if competitively
priced.

The ultimate value will, in large part, rest on seasonal
values of efficiency and capacity. In reality, seasonal
considerations in the United States are geographically
specific with regard to length of season and nature of
cooling need. The unit design proposed has inherently many
operating modes. Depending on location , different modes
may be enployed which allow increased capacity and reduced
energy use through the cooling season.
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For example, in the Southwestern U.S. where the cooling
season is dominated by high temperatures and low humidities,
the evaporative cooling sections and the high effectiveness
heat exchanger can be employed alone to meet coollng ‘needs.
With the desiccant rotor section inactive, there is no
thermal energy requirement. When, periodically, lower
temperatures and high humidities are encountered, the system
will revert to the "standard" operating mode. '

RESULTS

As discussed, the performance levels for system components
substantially exceed currently available technologies. When
component characteristics are evaluated in a stepw1se manner
to predict system performance, the resulting values become
the design goals for the finished product. The following
table summarizes the values as calculated from test results
for a 2000 CFM system. : o ' ‘ ‘
RATING POINT VALUES

Temperature ~ Humidity
F gr/lb

Return Air .80 . 78
Leaving Desiccant Wheel 138 15
Leaving Heat Exchanger ’ 83 17
Sensible Cooling - 3326 Btuh
Latent Cooling ‘ 41431 Btuh
Total Cooling 381035 Btuh
Capacity 315 CFM/ton

Thermal COP 0. 89

A bench scale prototype has been constructed and teSted.

The desiccant and heat exchanger wheels used were ‘11 inches
in diameter of actlve area and 8 inches deep. Unfortunately
tests have not yet been completed at the exact conditions of
the ARI rating p01nt However tests at conditions of 83F
dry bulb temperature and 68F wet bulb temperature for return
air with 74F return air at 95% relative humidity vere
documented and replicated. The results of those tests and a
comparison to. the optimum expected are shown below.

MEASURED PREDICTED

Total cooling 3608 Btuh 4470 Btuh
Heat input 4058 Btuh 4429 Btuh
coP 0. 89 1.01
Capacity 333 CFM/toh 268 CFM/ton

Given that the bench scale unit was constructed of readlly
available components and, therefor, minimal_adgustment and
optimization was po581ble, the results are sufficient to
prove viability of the components developed. These values
exceed any published for a complete working desiccant based
~ system at conditions approximating the accepted rating N
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Full scale prototype units have been constructed.
Performance tests are now underway at ICC’s plant.
Construction issues dominate the current work on the
prototype units. The major issues are packaging arrangements
and the integrity of the vapor seals. The system requires
that sections of very high vapor pressure be adjacent
sections of very low vapor pressure. Both capacity and
efficiency degrade rapidly if water vapor passes the
barriers. ’

FUTURE PLANS

On completion of the prototype tests, a series of natural
gas fired units will be placed in field operation under the
auspices of the American Gas Cooling Center and member gas
companies. The Gas Research Institute will assist in the
monitoring of these field sites. Although many sites have
been selected, there are opportunities for placement of
additional units under other cooperative programs.

Concurrently ICC and Engelhard will continue the process of
wvheel development with emphasis on mahufacturing techniques
and cost optimization. The field prototypé units will also
provide guidance in mechanical design. Component life cycle
testing is scheduled to be undertaken this summer at Lehigh
University. Test fixtures have been fabricated and installed
and 'a test plan developed. ' B

On a longer term basis, work is underwvay to'devélop a
version of the ETS material which can be sufficiently
regenerated at a temperature of 140F to provide substantial
moisture removal. Preliminary attempts have been successful
to the point where up to 50 % of'enteringﬁmoisture has been
removed by a wheel regenerated by air ‘at 140F with high
moisture content. Materials with even more promising
isotherms than the material tested have been developed. ICC
has applied for Patents on a combined desiccant cycle and
heat pump cycle system. The Patent Applications describe
the sizing and arrangements of compressors, evaporators and
condenser, applicable operating modes, and methods of
control. A schematic is shown.

A hybrid unit offers potential where fuel availability is
limited or use is restricted. It may be viewed a less
radical departure from conventional equipment. It will be
competitive with regard to source fuel, but may be a
slightly more costly product.

It is planned-.that bench scale and full scale units will be
built and tested this summer. The full scale test is o
currently planned as a proof of principal using heat from an
existing condenser.
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DEVELOPMENTAL HURDLES

Even though the materials and a set of manufacturing
techniques have been developed which show that a desiccant
cooling system meets minimum performance goals and promises
to be of moderate cost, there remain many issues which must
be addressed and obstacles overcome before this technology
is commonly used. There are questions at both the
engineering and consumer level as to what air conditioning
should be. These questions center on regional weather based
needs and perception of comfort.

New technology‘ié‘met by the in placeé service sector with
concern derived from a fear of the unknown. New technology
must be supported in terms of education and radification by
acknovledged resource centers.

Government policy and regulation have a significant impact
on design issues. It is important that goals be clearly
understood and that the means of achieving these goals known
by equipment designers and manufacturers. The equipment
develoﬁed from this technology must be designed to bases of
‘evaluation.

Optimization of operation will largely be dependent on
control systems which will largely depend on the
availability of cost effective and reliable hardware. There
are currently great gaps in sensors for humidity and comfort
and motor spgedAcohtrollersrvMore cost effective, high
efficiency gas heating systems would be a boon to the
development and acceptance of this technology.

w1thin all of these areas, consensus as to goals among
government, utilities, users and manufacturers will offer
the speediest market introduction of desiccant cooling
systems. ' '
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Cooling Inputs / Qutputs / Efficiency - 2000 ¢fm DESI/AIR heat pump

-Compressor Size: 4.0 hp

- Fan Sizes: 2 x0.75 hp
Miscellaneous (pump, drives): 250 watts

Total Energy Input: : 4.9 kW

Sensible Cooling: 43,200 btuh

Total Cooling: 97,600 btuh (8.1 tons)

EER: | 97,600 btuh/4900 watts = 19.9

Peak Reduction from EER = 12: 3.2 kW (39.5%)

ICC Technologies
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- Open-Cycle DesicCant Cooling Technology

A Pathway to the Future
William A. Belding, Ph.D.’

Introduction

Over the last four years, LaR oche Chemicals Inc. under a joint research project with the
Gas Research Institute, has developed an advanced desiccant wheel for use in open-cycle
desiccant cooling systems. The new wheel technology, in conjunction with innovative
equipment design shows promise for placing desiccant cooling systems in a competitive position
with existing high performance electric vapor compression equipment. In fact, other side
benefits of this technology should provide a strong driving force for its acceptance in the air
conditioning market place.

Technology Description
Open Cycle Desiccant Cooling

Perhaps the simplest way to understand the concept of desiccant cooling is to think of
the desiccant’s role ascreating a desert climate so that an evaporative cooler can function very
efficiently. This technology utilizes only water as a refrigerant. In a typical desiccant cooling
system, the process air is dried to a low dew point by passing it through the laminar flow
channels of a rotating desiccant wheel. The desiccant is contained in the walls of the channels.
In its most basic design, the wheel is partitioned into two sections allowing flows in opposite
directions. The process side of the wheel provides dehumidification. In the case of a solid
desiccant, water condenses on the internal surface of its fine network of pores. On
condensation, the water’slatent heat is released in addition to the heat of wetting of the surface.
The total combined heat is called the net heat of adsorption. The air, therefore, exits the
process side of the wheel hot and dry. Passing this process air through a heat exchanger allows
most of the added heat to be rejected and to be used later for regenerating the desiccant. This
cooler, dry air is passed though an evaporative cooler. Sufficient water is evaporated into the
air to reduce its temperature substantially, while still providing a comfortable humidity level.

[ -

W.A. Béldixig was formerly Research Director for LaRoche Chemicals Inc., Pleasanton,
CA and is presently President of Innovative Research Enterprises, Danville, CA and
consultant to LaRoche Chemicals, Inc., Baton Rouge, LA
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- Open-Cycle Desiccant Cooling Technology

A desiccant cooling system can be operated in either a recirculation mode, where return
air. from the building is processed through the adsorption side of the desiccant wheel or a
“ventilation mode, where outside air is processed through the adsorption side of the wheel.

On the regeneration side, in the recirculation mode of operation, outside air is first
- passed through an evaporative cooler to provide a heat sink for the heat exchanger. The heat
exchanger is able to recover, for regeneration, most of the heat generated during adsorption.
The hot air stream exiting the heat exchanger is then further heated by a gas-fired burner, a
‘boiler system, a solar heat source or waste heat from another process.

In the ventilation mode, outdoor air, rather than building air, is used to feed the process
“ side. The hotter, more humid outside air creates a larger load on the desiccant wheel and the
air exits the process side hotter than in the recirculating mode of operation. The cooler
-building air feeds the regeneration side and is able to provide a colder heat sink for the heat
exchanger than it can in the recirculation mode, offsetting the impact of the higher
temperatures on the adsorption side.
Type IM Concept

Collier et al.' extensively modeled the effect of modifying desiccant properties on the
cooling capacity and thermal coefficient of performance (COP) of open-cycle desiccant cooling
- systems. The thermal COP is an indication of efficiéncy and is defined as the ratio of the
cooling capacity to the thermal input to the system. In this work, he pointed to the need for
a desiccant exhibiting a particular modified Langmuir Type 1 isotherm shape, referred to as

Type IM. Theisotherm shape is defined by the following formula, where the separatxon factor,
R, equals 0.1: :

SC = FC/ (R+FC-R*FC) )
where -
SC = relative solid concentration
FC = relative vapor concentration

-R ='separation factor.

Figure 1 illustrates a Type 1M isotherm with a separation factor, R, of 0.01 compared
to Type 1 extreme (R =0.1) and linear (R'=1.0) isotherms. The moisture breakthrough curves
predicted for a Type 1M desiccant are sharp enough to be contained during the adsorption
“cycle. Wavefront containment is necessary if significant improvements are to be made in
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Open-Cycle Desiccant Cooling Technology

system COP. During the regeneration cycle, the water can also be efficiently removed from the
desiccant without breakthrough of the temperature wavefront. Strongly adsorbing desiccants
such as 3A and 4A zeolites with Type 1 extreme isotherms give very sharp wavefronts on
adsorption butsignificant temperature breakthrough results onregeneration. Silica gel, having
a near-linear isotherm, regenerates easily without temperature breakthrough, but adsorption
wavefronts are broad and low dew points can not be maintained. The Type 1M desiccant

-provides the required balance between adsorption and regeneration modes resulting in
contained wavefronts on both sides.

The total equilibrium capacity of the desiccant also is important due to diffusional
limitations and overall heat capacity effects. Theoretically, the rotational velocity of the
desiccant wheel can be increased to compensate for low desiccant capacity, but at a certain
speed, a point of diminishing returns isreached. With short cycle times, heat and mass transfer
resistances can seriously degrade performance and a significant portion of the heat from the
regeneration side can be carried over to the adsorption side of the process due to the heat
capacity of the wheel.

Modeling has also demonstrated that elevated regeneration temperatures, in conjunction
with the Type 1M isotherm, result in significant improvements in system cooling capacities.’
Currently, commercial systems operate at temperatures near 212° F(100° C) and, in most cases,
materials of construction for the desiccant wheel and seal systems prevent their use at higher
temperatures.

LaR oche Chemicals has now developed a high temperature Type 1M wheel having the
adsorption isotherm shown in Figure 2.. The total equilibrium loading at 60% RH is about
20%. Although aging studies are still underway and will be for some time in the future, the
desiccant isexpected to be thermally stable under cyclic regeneration at temperatures of at least
200°C.

Application

Conventional technology has restricted the use of desiccant cooling to niche markets
that can bear a high price. Existing systems are bulky compared to electrical vapor
compression units of equivalent cooling capacity. The advanced desiccant technology
developed by LaRoche Chemicals will boost both the capacity and efficiency of desiccant
cooling systems, making them considerably more competitive. :

Desiccant cooling technology has been slow to penetrate the mainstream HVAC market
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Open-C);cle Desiccant Cooling Technology

and its application is now found principally in markets where moisture control is critical. For
-example, some supermarkets are seeing the benefits of low humidity from desiccant cooling in
maintaining frost-free open food freezers without the additional cost of overcooling and reheat.
A notable side benefit has been the comfort of their customers and employees; the stores did
not have the cold, clammy feel of typical air conditioned markets in humid climates.

Desiccant cooling has also made inroads in applications requiring a high percentage of
ventilation air. The penalty incurred by operating a desiccant cooling system in a ventilation
mode is far less than that with conventional air conditioning systems. Hospitals and
laboratories are typical examples of this application of the technology.

Other prime applications where the advantages of desiccant cooling technology have
been documented are fast food restaurants and hotels. Fast food restaurants have high
humidity loads from occupants and kitchen activities and hotels in humid climates have
problems in handling the cyclic humidity loads in the guest rooms.

LaRoche Chemicals has postured itself as a desiccant wheel, wheel cassette, and
technology supplier to the HVAC manufacturers. Significant interest in desiccant cooling
technology has been shown by potential manufacturers. LaRoche’s new technology will allow
manufacture of equipment with significantly reduced size and first cost. For the first time,
penetration into the residential and light commercial markets can be expected.

Benefits

A need exists in the HVAC market for an economical gas cooling device for residential
and commercial buildings. With this technology, the potential exists for significant electric
peak load leveling, even with partial substitution for existing electric vapor compression units.
Natural gas fired desiccant cooling systems will provide an excellent tool for utility companies’
demand side management programs. Long term load leveling during peak summer months will
result in a reduced demand for additional electric power plants which add to utility costs. The
new power plants have negative environmental impacts particularly in the case of coal-fired
operations where additional CO, generated is a major contributor to global warming. With
the current global emphasis on the ozone depletion issue, there is a requirement for cooling
devices that do not utilize CFCs and HCFCs. Desiccant cooling devices address these needs
in that water is the refrigerant used.

. Comfort is a benefit which is difficult to quantify but it could represent a strong driving
force in the market. Anyone who has spent time in the Southeast U.S. especially during the hot
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'summer months is very much aware of the physiological effects of humidity. Control of
humidity in buildings using desiccant equipment could allow thermostat settings to be
increased, enhancing comfort and eliminating the cold wet chill that conventional systems
provide. Standard practice is to overcool and reheat air to control its humidity level. This very
inefficient method of humidity control is generally used only in large buildings and in industrial
facilities and has not been used in residential air conditioning. Desiccant cooling, using this
advanced technology, can provide the option of independently controlling temperature and
humidity for a wide range of markets.

Indoor air quality has become a growing concern since buildings are being sealed more
tightly to achieve improved energy efficiencies. High moisture levels and inadequate levels of
ventilation air have resulted in an increased number of "sick” buildings. Desiccant cooling
technology can meet the need for improved indoor air quality by reducing or eliminating the
energy penalty for increased ventilation air and reducing moisture loads without having to
overcool and reheat. |

Building maintenance cost in humid climates can be favorably affected by lower indoor
humidities. In buildings lacking proper humidity control, mildew can cause damage to wall,
floor and window coverings and can become a sanitation problem for bathrooms. Hotels are
- especially vulnerable since moisture loadsin hotel rooms fluctuate considerably during the day.

A desiccant cooling system can be run in a ventilation mode without the severe penalty
typical of conventional vapor compression units. This is due to the ability of the unit to
exchange heat with the outside air. A desiccant unit can, therefore, provide a significant
operating cost benefit to applications such as hospitals, laboratories and other applications
requiring a high portion of ventilation air. |

Technical Issues

LaRoche has now successfully manufactured a desiccant wheel which exhibits an
equilibrium isotherm that closely matches the Type 1M shape and provides total water uptake
of about 20% at 60% RH. Wheel sections have been evaluated in dynamic tests with favorable
results verifying the computer models developed for this project. The next major technical
development phase is addressing the performance of the wheel when operated in an actual
cooling system.

A fully instrumented test bed including a complete desiccant cooling system and
conditioning loops for the process and regeneration sides of the process has been set up. A

RN
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Type IM wheel has been installed in a cassette which in turn has been installed in the system.
Initial testing is presently underway to determine the performance of the wheel in the test bed
configuration. -

Desiccant aging can have a negative impact on wheel performance. On repetitive
adsorption/desorption cycling, particularly atelevated temperatures, theequilibrium moisture
capacities decline, especially in the low relative humidity end of the isotherm. Theshape of the
isotherm can become more linear or a portion of the curve can even exhibit a concave upward
inflection, resulting in a decline in system performance. In a typical application, a desiccant
will be exposed to 15,000 to 20,000 regenerations/year. It is, therefore, imperative that
isotherms of aged desiccants be evaluated for determinihg projected system performances.
Since the use of a direct gas-fired burner is favored to achieve high temperature regéneration,
the impact of the products of combustion on both the equilibrium isotherm and adsorption rate
must be defined.

“ The long term effects of dust buildup in the channels of the desiccant wheel could have

a serious effect on system performance. Thought and planning are being given to filter

requirements as well as maintenance techniques for rejuvenating a wheel partially clogged with

dust. Tests will be designed to indicate the effects on performance of mechanical cleaning of
the wheel. '

During this project, wheel manufacturing techniques have been developed which can be
directly scaled-up to commercial production. There are, however, significant challenges
~ remaining in optimizing each part of the wheel manufacturing operation. Manufacturing a
cassette which operates continually at elevated temperatures is another concern. EXisting
systems are, for the most part, low temperature operations, do not require high temperature
seal materials, and are not exposed to as much stress on cycling. Although initial efforts have
proven successful in testing to date, continued improvements will be sought in the area of
cassette and seal design.

A final technical issue involves the area of ratings and standards. Desiccant cooling
systems are able to provide comfort at a different set of temperature and humidity conditions
than a vapor compression unit.. Performance at ARIindoor or other standard conditions may
not reflect the conditions of actually usage since the humidity can be controlled independently
of temperature in a desiccant system. It may be necessary to devote some effort to developing
improvéd standards of comparison for the different types of equipment.
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. Economics

Although existing desiccant cooling systems have penetrated certain commercial
markets, they have not performed well enough to meet general market needs, which include the
light commercial and residential sectors. Forcurrent systems, both operating and initial capital
costs are too high. ’

To make a valid operating cost comparison between desiccant cooling systems and
electrical air conditioners, it is especially important to use a seasonal basis rather than a
standard single operating point (i.e. ARIrating condition). Collier and McFadden® developed
detailed seasonal performance characteristics of a Type 1M desiccant system using a residential
energy modeling program. At part load conditions, desiccant cooling efficiencies increase
significantly if the equipment has variable speed capabilities. The thermal COP, defined as the
cooling capacity divided by the natural gas energy input for regeneration, increases as a result
of lower flow rates and longer contact times with the desiccant. Parasitic electrical demand is
reduced resulting in an increased energy efficiency ratio (EER) which is defined as the cooling
capacity divided by the parasitic electrical power (Btu/w-hr).

Proper operating cost comparisons need to be made city-by-city since cooling loads and
utility costs (especially electric) vary significantly. For example, Figures 3 and 4 from
Reference 3compare energy costs (by component) of fixed and variable speed desiccant cooling
against costs of electric air conditioning (SEER 10) for Atlanta, Chicago, Dallas and Phoenix.
Although the total cost of a fixed speed design is slightly higher in Atlanta, the variable speed
~ design provides lower cost. The very low gas-to-electric ratio for Chicago makes desiccant
cooling an attractive alternative even though the cooling season is shorter than the other cities.
In Phoenix the desiccant system is projected to have considerably lower operating cost partially
due to the special gas cooling rates for the city. Dallas with its low electric rates is the only city
of the four where electric air conditioning offers an operating cost advantage.

For the three most humid cities, Atlanta, Chicago and Dallas, indoor air relative
humidities exceed 60% for a large number of operating hours as shown in Figure 5. Desiccant
cooling will reduce indoor humidity levels, significantly reducing the number of days where
relative humidity exceeds 60%. Although the enhanced comfort and reduced maintenance
afforded by improved humidity control is difficult quantify, it is expected that a desiccant
cooling system will be able to command a premium price in humid areas of the country off-
setting additional first cost increases resulting from the higher cost of variable speed motors for
example. This "comfort factor" could also offset incremental operating expense differences in
humid areas.
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- LaRoche has developed wheel technology which should permit high temperature
regeneration using a direct fired gas burner. This will favorably impact the first cost of the
system by eliminating both a boiler and heat exchanger and the operating cost by lowering
losses in heat transfer.

Desiccant cost and availability are important criteria impacting wheel cost. Due to the
large potential market for desiccant cooling, it is imperative that desiccant materials be
commercially available or easily synthesized at a reasonable cost. To achieve its unique
properties, the LaRoche desiccant is a synthesized product requiring several processing steps.
Although the desiccant is not inexpensive, its performance gains justify its cost in that
equipment size can be reduced dramatically. One key to cost reduction of the desiccant wheel
is mass production. LaRoche’s wheel manufacturing technology is adaptable to high speed
equipment removing much of the labor intensity of manufacturing.

LaRoche sees its business position as being a desiccant wheel cassette manufacturer
selling to HVAC equipment manufacturers who have fabrication experience, installation and
service capabilities, plus extensive marketing knowledge. Given this approach, LaRoche
anticipates a declining first-cost over time as a function of market acceptance and
manufacturing cost economies. Accordingly, costs have been estimated based on LaRoche’s
experience to date in raw materials and manufacturing. Production costs have been calculated
using reasonable current cost estimates of each of the manufacturing steps and projected with
adjustments for inflation and presumed economies.

Field evaluation units with 3-ton cooling capacities will be priced comparable to high
efficiency (SEER 12) conventional! equipment. This is also the targeted first cost of market
launch units. As market acceptance grows, economies of scale should enable LaRoche to sell
~ its wheel cassettes to equipment manufacturers at a price where they will be competitive with
standard equipment. It is conceivable that incentives and stimulants anticipated from the gas
utilities will assist LaR oche’s equipment manufacturing partners in effecting an installation cost
comparable to mainstreamconventional equipment. With rapid market acceptance, continued
support of gasindustry partners, cost economies likely in equipment fabrication steps, and cost
- savings programs subscribed to by LaRoche, it is possible that LaRoche’s desiccant wheel
cooling systems may ultimately underprice conventional equipment price levels.

The performance of LaR oche’s desiccant cooling system derivesconsiderable economic
benefit to ultimate users depending on their utility situation. Commercial adopters, in
particular those who must now pay high electric demand charges, will profit from reduced
energy consumption. Also, the LaRoche desiccant system addresses their humidity control,
indoor air quality and mildew concerns. Residential applications offer similar economic
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advantages to homeowners. Market research has revealed that residential users perceive the

"creature comfort" benefit due to humidity control. Comfort affords significant qualitative

benefit in addition to the operating energy cost savings allowable from setting the thermostat
~ at a higher temperature.

Technology Outlook

Presently LaR oche has successfully manufactured a Type 1M wheel which exhibits an
equilibrium isotherm that closely matches the goal in both shape and total uptake. For the
~most part, manufacturing techniques have been developed which can be directly scaled up to
_commercial production.

The dynamic performance of a core section of the Type 1M wheel has been tested at the
with very favorable results. Low dew points have been maintained over relatively long periods
of time.

A Type 1M wheel is under test now in a fully instrumented test bed. Within the next
month test data will be gathered to prove the concept of the Type 1M desiccant. Naturally the
performance data are eagerly awaited by concerned parties.

LaRoche is now designing a large performance testing and aging facility. One portion
of the facility will be devoted to performance testing of wheels under a variety of climatic and
operating conditions. Control strategies unique to desiccant cooling systems will be optimized.

An efficiently operating desiccant cooling system depends on minimal leakage and cross-
flows in the system. Several test stations for long term testing of the high temperature wheel
seals will be set up. These test units will simulate cyclic operation of the wheels in use.
Mechanical seal design and seal materials will be further optimized. "

Since the desiccant wheel has been designed forlong term (Sto 10year) use, the qhestion
of aging is of extreme importance. LaRoche now has indirect-fired aging tests underway with
small specimens of desiccant and wheel matrix materials. Since data must be accumulated over
many thousands of cycles under simulated real world conditions, the new aging facility will
provide for testing small wheels in multiple stations under direct gas-fired operation. Other
tests in this facility will assess the impact of dust on performance and how the wheel can be
rejuvenated when clogging occurs.

The fnénufacturing process has been developed with commercial scale-up in mind but
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P

optimization of the various manufacturing processes is necessary to minimize and recycle waste

so that the lowest possible price can be given to the market place. Within the next few months
the critical unit operations will be scaled up and 25-50 wheels will be produced for testing.

Deployment of a variety of field test units is set for fiscal 1994. Commercialization of
3- to 10-ton units will immediately follow. LaRoche has researched market penetration
scenarios and believes that the rate of adoption is dependent on several factors. A plausible
market penetration scenario is a niche market with slow but steady growth, largely in the light
commercial replacement sector. An alternative, scenario is rapid acceptance where external
pressures (e.g. amassed public opinion concern for global warming) and industry competitive
dynamics champion an environmentally-friendly air conditioning technology asis represented
by LaRoche’s desiccant cooling system. LaRoche estimates the niche scenario as accounting
for less than 10% of the total domestic HVAC market, while the rapid penetration case could
represent over 30%in 10 years. Similar potential exists for the penetration of desiccant cooling
systems in world market regions where the climate is hot and/or humid and natural gas grids
are in place.
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Energy Cost, $/year

Figure 3 - Operating Cost Comparison
Desiccant Cooling vs. Electric A/C
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Energy Cost, $/year

Figure 4 - Operating Cost Comparison
Desiccant Cooling vs. Electric A/C
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ADSORPTION HEAT PUMP DEVELOPMENT AT JPL

Jack A. Jones
Jet Propulsion Laboratory
California Institute of Technology
Pasadena, CA 91109

BACKGROUND

In simple sorption refrigeration systems, low pressure gases are physically
adsorbed onto or chemically absorbed into various solids, typically near ambient
temperatures or above (Figure 1). When heated an additional 100-300°C, the gases
are desorbed, i.e., vented, at substantially higher pressures. When the high pressure
gas is precooled and expanded through an orifice, known as a Joule-Thomson (J-T)
valve, the gas becomes partially liquefied and provides net cooling. Heat boils the
liquid, and the returning low pressure gas is eventually reabsorbed by the sorbent, .
thus completing the cycle. The entire refrigeration system has essentially ng '
wear-related moving parts, other than very long life, self-operating, room temperature
check valves. Thus life expectancy is many years, possibly decades, and there is
essentially no vibration. ‘

~ Since 1979, .the Jet Propulsion Laboratory (JPL) has tested numerous
hydrogen, oxygen, nitrogen, and krypton cryogenic sorption refrigeration systems®?’
for cooling space-based infrared imaging systems. More recently, JPL has been
developing a quick cooldown 10 K(-263°C) hydrogen sorption refrigeration system
for the cooling of infrared sensors for the Strategic Defense Initiative Organization
(SDIO) "Star Wars" missile tracking program. A proof-of-principle experiment was
successfully conducted at JPL in 1991,® and a JPL Space Shuttle flight experiment is
planned for 1994.

For ground applications, the simple sketch of Figure 1 has been found to be
too inefficient to compete with alternate heat pump technologies. To conserve
energy, a number of heat regeneration techniques have been attempted, whereby the
waste heat from and sorbent bed is used to heat another sorbent bed. Shelton* and
Tchemnev® have devised a simple double-bed systems, in which a hot sorbent bed that
is being cooled will pass its heat to a coolant fluid which then passes through a heater
(to make up for regeneration thermal losses) and then on to another sorbent bed. A
number of alternate techniques using four, six, or more beds have also been
proposed. 5’

Extensive studies have been performed at JPL which show that a four bed
approach is much more efficient that two beds, but there is not a significant advantage
in using more than four beds.*® In particular, a patented four bed approach (Figure
2) will use a fluid (water of oil) to transfer hot and cold thermal waves.’® In
addition, it has been discovered that significant performance improvement can be

"attained if the coolest sorbent bed is cooled further at the end of each quarter cycle
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without regenerating the fluid through the other three sorbent beds. The results of the
multiple bed analyses are shown Table 1.

In order to confirm the analytical tools, a single compact sorbent bed was
fabricated and tested in both heating and cooling modes. The sorbent bed (Figure 3)
consisted of activated carbon with a binder that was molded into a finned aluminum
tube extrusion (patent pending®"). Pressurized water was selected as the heating and
cooling means. A hollow ullage volume in the center of the water stream allowed
enhanced fluid heat transfer coefficients. The transient test results showed very good
correlation to analytical predictions®. Of the three refrigerants that were tested (R22,
R134a, and ammonia), ammonia was clearly far superior and yielded 1038 BTU/hr
(304 watts) cooling for only a 0.51 Kg carbon bed (Table 2).

Coefficients of performance have been estimated for various standard heating
and cooling conditions, and these are shown in Table 3. Modifications #1 and #2 are
- JPL/Caltech proprietary modifications that can greatly increase CoP efficiencies.

APPLICATION/ BENEFITS

The applications for the regenerative adsorption heat pump are air
conditioning, heating, and refrigeration. The overall advantages of the advanced
regenerative sorption heat pump over existing vapor heat pumps are

®  Use of non-ozone depleting refrigerants
o Ability to use much lower gfeenhouse-effect fluids

o Long-life, reliable, solid-state compressors with no wear-related moving
_parts other than low frequency valves :

® . Useof any‘rvefrigerant with absolutely no lubrication requirements h
° Noiseless and vibration-free' compressor operation
o Inexpensive fabrication techniques and materials with no close -

tolerances or elaborate equipment required

® Use of long-life, reversible physical reactants, as opposed to corrosion-
prone and potentially life-limiting chemical reactants

L Use of low pressure, single expansion, easily scalable systems, unlike
‘complicated, high pressure, multi-effect liquid chemisorption systems
that are corrosion-prone and cannot be scaled for small, home
applications -

P
I¢

C-182



o Greatly reduced: winter and summer total fuel costs

L The condenser and'compressor heat rejection systems can double as a
domestic water heater to provide essentially free hot water wh11e
actually improving overall heat pump performance

- ® - Significant net reduction in effluent pollution
- ®  Reduction of U.S. dependence on foreign oil
®  Reduction in electrical utilities peak load requ1rements of summer air
conditioning

TECHNICAL ISSUES/ ECONOMICS

The most pressing technical issue at present is the confirmation of predicted
CoPs, and confirmation of long lifetimes. Lifetimes of other sorbent beds at JPL
have exceeded 32,000 continuous hours without any degradation in performance.
These beds, however, are of a different configuration and do not have heat transfer
enhancement fins, and thus accelerated lifetimes should be performed for carbon/fin
configurations similar to that shown in Figure 3.

Another technical issue to be addressed is the selection of water or a heat
transfer oil as the coolant fluid. Water provides much better heat transfer, but it must
be pressurized to at least 225 psi (1.5 Mpa). Dowtherm or Therminol heat transfer
oils can operate at low pressure, but they are toxic and potentially flammable.

- A possible coolant flow schematic is shown in Figure 4 with four sorbent
beds. For this system, it is necessary to obtain long-life, low cost, multi-port valves -
to redirect the heat transfer fluid for each quarter cycle. Another economic issue that
must be addressed are trade studies that optimized system cost by comparing a four-
burner system with that of a single burner system using either flow d1ver310ns or heat
exchangers for heating each of the four beds.

Fabrication costs for actual mass production are anticipated to be low, since
the compressors have no moving parts, no close tolerances, and can be made from
inexpensive carbon and aluminum heat transfer devices.

TECHNOLOGY OUTLOOK

JPL is a NASA field facility that is operated by the California Institute of
Technology (Caltech).” As such, JPL is non-profit-and is not permitted to compete
with private industry. JPL is ,however, presently engaged in transferring the
technology to private industry. A coalition team consisting of JPL, The Gas
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Company of Southern California, and Aerojet is presently making plans for a three
ton air conditioning heat pump prototype that will be fabricated and tested within two
years. ' ' ' '

Initial market penetration is anticipate to be for residential air conditioning/heat pump
applications, with later applications of multi-family dwellings and possibly large scale
industrial building applications. Refrigeration, including mobile refrigeration, is also
under consideration for development.
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Table 1. Heat Pump Analytical Comparisons

Sorbent/ | 2 Canister - 4 Canister 6 Canister 12 Canister Ideal
Sorbate | Max COP. | Orig Bottoming | Orig Bottoming | Orig Bottoming | COP.
C/NH;, 0.71 - 1.02 1 0.92 1.06 | 1.01 1.16 | 1.46
C/R134a 0.61 - 0.80 | 0.69 0.8310.75 0.92 | 1.27
C/H,0 1.20 - - | - 1.47 | -- -] 1.60

'v»' Table 2. i\&easurc;i l_Cooling Capacities

; - Total Cooling Capacity

- Sorbate ' (BTU/hr)

R 386

R34 337

NH, 1038
Assumptions:

1. Cooling capacity is measured over a 6 minute period with a 3 minute heating cycle and
a three minute cooling cycle. '
2. Condenser saturation temperature = 100°F (37.8°C).
3. Evaporator saturation temperature = 40°F (4.4°C).
4. Total carbon weight is 0.51 kg with finned aluminum tube weight of 1.16 kg.

Table 3. Coefficients of Performance for Standard Heating and Cooling Days

Outdoor | Outdoor Supplied | Supplied
Temp. Temp. |Heat Pump| COP COP COP |Air Temp. |Air Temp.
® © Mode | Standard | Mod. #1 | Mod. #2 3] (O
95 35.0 Cooling 1.0 1.3 1.7 55 15.6
82 27.8 Cooling 1.3 1.6 2.1 55 12.8
47 8.3 Heating 1.9 2.1 2.4 105 35.0
17 -8.3 . | Heating - 1.5 1.6 1.8 105 32.2

Note: These values do not include parasitic losses (estimated at about 3%) or electric
fan power (estimated at about 5%). CoPs may increase with alternate sorbents.
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FIGURE 1. BASIC SORPTION REFRIGERATION CONCEPT
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FIGURE 2. SORPTION COMPRESSOR REGENERATIVE THERMAL *WAVE"
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FIGURE 4. COOLANT CIRCUIT DIAGRAM FOR FOUR SORBENT BEDS
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CFC-Free Chemisorption Heat Pumps and
Refrigeration

William A. Ryan
Gas Research Institute
8600 W. Bryn Mawr Ave.

Chicago, IL 60631 -

United States

Technology Description

Background

The widespread use of modern cooling, heat pumping, and refrigeration systems depend on
the development, over the last 50 years, of CFC vapor compression cycles. Few engineering
developments have experienced the success or had the impact on society of - this
technology. Modern building have become dependant upon mechanical cooling, and the
geographic pattern of population throughout the United States has been altered. Areas
previously considered too hot for the establishment of industry and large population
centers are now the site of some of the fastest growing cities.

In the face of this success, vapor compression enters the 1990's at a crossroads. The
technology has always required large investments in electric sources to cover power needs
on hot days. New environmental concerns have significantly incréased the cost of this
generating capacity in recent years. New fossil fuel plants require emission controls and
the future potential for nuclear power appears reduced. In addition, concerns on the
ozone depleting potential of the chlorofluorocarbons have led to legislation and the
development of alternative refrigerants. Thus far, these new refrigerants have been shown

to decrease the efficiency of the . vapor compression systemsl, which" will merely
exacerbate the electric supply problem. o

Oné solution is to look at systems that can utilize a primary energy source directly,
without burdening the electric distribution systems.,  Existing solutions include the
classic lithium bromide absorption chiller and vapor compression systems driven by
engines or steam turbines. These systems have been in use for.decades in large
institutional installations. However, the largest market for cooling and ‘heat pumping

equipment is for small commercial or residential buildingsz. Therefore, small systems
hold the promise for the largest market share. Due to the need for compactness,
efficiency, and low cost, small absorption, adsorption, or engine driven systems also
present the greatest research challenge.

Numerous cycles have been investigated in the last decade for applications to small
systems including absorption systems345. and engine systems. Less conventional

lHow Will CFC Bans Affect Energy Use?, S.K. Fischer, F.A. Creswick, ASHRAE Journal,
Nov. 1988, Reprinted in CFC's: Time of Transition, ASHRAE, Atlanta, 1989

2The Air Conditioning, Heating and Refrigeration News - Statistical Panorama, March 29,
1993

3Development of the Residential Gas Fired Absorption Heat Pump, Allied Corporation, GRI
84-0112, 1984 o

4Development of the Dual Cycle Absorption Heat Pump for Residential Applications,
Battelle, GRI-90-0075, 1990, 6 Volumes
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approaches include solid vapor systems, in which a refrigerant is sorbed onto a solid
material, and later released at a higher pressure when the solid is heated. In this way, a
container of the solid acts as a compressor, and the power source can be any type of
heating fuel. A number of these systems have been developed, in the past including a

zeolite solid67 (a form of absorbant clay) which can draw in water refrigerant and
activated carbon which can draw in ammonia refrigeram8910. Research continues in these

areas, but "chemisorption” offers a new alternative to previous solid vapor systemsll_. In
chemisorption ammonia is drawn into any one of a number of possible salt materials. The
wide choice of available salts, and the different temperatures at which .this sorption takes
place makes it possible to tailor systems to applications to a far greater degree than was
ever previously possible.

Baslcs

Chemisorption is a solid-vapor adsorption cooling system utilizing ammonia refrigerant.
The refrigerant experiences the same evaporation and condensation process as in a
conventional cooling system, but the compressor is replaced by a solid mass of
ammoniated salt. This salt adsorbs ammonia at low pressures. When heated, the salt
desorbs ammonia at high pressure, thereby acting as a "compressor”.

HEAT
REJECTION
TO
OUTDOORS

OUTDOOR
FAN COIL —1
Liquid Refrigerant
Vaporous Refrigerant
REACTOR
£VAPQ ﬁ GAS
CHILLED ) ] HEAT
WATER TO INPUT
AND FROM
LOAD

Figure 1 - A Simple Single Effect Chemisorption - Air Conditioner

5Development of the Double Effect Air Conditioner Heater (DEACH), GRI-92- 0205 1992, 3
Volumes

6Closed Cycle Zeolite Regenerative Heat Pump, from Solar Engineering, D.I. Tchernev and
J.M. Clinch, ASME, Book No. H00467-1989

7Absorption Cycles with the Working Fluid Zeolite/Water, J. Schwartz, C. Keller, J. Soltes,
ASHRAE Transactions, 1991, NY-91-6-1

8Gas Fired Sorption Heat Pump Development, Mlles, Sanborn, Nowakowskx and Shelton
Solid Sorption Refrigeration Symposium, Paris, 1992

9Sorption Refrigeration Research at JPL/NASA, J.A. Jones, Solid Sorption Refrigeration
Symposium, Paris, 1992

10Gas Fired Solid- -Vapor Heat Pump Development, D. Sanborn, D. Miles, G. Nowakowski and
S. Shelton, 1992 International Gas Research Conference, Tokyo, 1992

11complex-Compound Heat Pump : Topical Report on Phase 1 Results, GRI93/0113

Rocky Research, Inc., 1993 '
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A simple chemisorption cycle might appear as in Fig 1. In this cycle, heat is used to drive
the ammonia refrigerant out of the ammoniated salt. The ammonia is then condensed in an
air cooled coil, reduced in pressure, and evaporated producing a cooling effect. The low
pressure ammonia vapor . is then adsorbed into a second salt adsorber. In this simple
cycle, both adsorbers contain the same salt, and the heat of adsorption is rejected. Once
all the ammonia is passed from one adsorber to the other, the heat source switches to
heating the full adsorber, the four way valve switches and the cycle continues.

Liberating ammonia refrigerant from an ammoniated salt does require more heat than
freeing refrigerant in other solid-vapor systems. This is due to the relatively tighter
bonding in the ammoniated salt complex. Therefore, in a simple adsorption/desorption
cycle, efficiency would be relatively poor. However, with the variety of salts available,
more efficient cycles can be utilized. Different salts adsorb and desorb ammonia at
differing temperatures. Curves for a variety of compounds have been experimentally
measured.

Coordination_Spheres

A specific salt will adsorb or desorb at a specific temperature over an entire
"coordination sphere” If a salt has three "coordination spheres”, this means that
ammonia can array itself around the salt in three ways. The first molecules of ammonia
form a "shell" or "coordination sphere" around the salt molecule. If more ammonia
molecules are added once the first shell is filled, they arrange themselves further from
the salt in a second coordination sphere. Some salts may form as many as three of these
coordination spheres at increasing distances from the salt..

Monovalence :

In conventional absorption cycles, absorption temperature changes with solution
concentration. Conversely, in chemisorption, all molecules of ammonia in one
coordination sphere are bound to the salt with equal -force and therefore, .absorb at a
constant temperature. This means that chemisorption cycles behave like a vapor
compression cycle with a constant suction and discharge pressure from the sorbers.
Elexibiijty

A large number of chemisorption salts are known and more a presently under
development. In addition, each salt may operate over as many as three different
temperature-pressure curves, one for each coordination sphere. This gives chemisorption
tremendous flexibility in application.

High Efficlency Chemisorption Cycles

High efficiency chemisorption cycles rely on this flexibility. To -obtain high efficiency,
more than one salt is used in -a single cycle. With differing adsorption and desorption
temperatures, heat input to the cycle can be used more than once. Figure 2 shows such a
cycle referred to as a Constant Pressure Engine Stage (CPES) cycle. In this cycle, heat is
* provided by a boiler to the high temperature adsorber which is desorbing. At the same
time, the medium temperature adsorber is adsorbing. This heat of absorption is fed to the
desorbing low temperature adsorber.

Once all the ammonia is driven to the medium temperature adsorber, the boiler is shut
down. The high temperature and low temperature adsorbers now adsorb ammonia. Heat
from the high temperature adsorber is rejected to the medium temperature adsorber. This
powers the desorption process. The heat of absorption in the low temperature adsorber is
rejected. :
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FIGURE 2. - The CPES Cycle

In this way, three adsorbers can provide continuous cooling and heat input is used three
times before rejection. This unique hardware configuration, however, is not limited to 3
stages. Any number of stages can be used. All cooling is provided by phase change in one
evaporator.  This simplifies system packaging and integration. Current developments
focus on two and three stage cycles for commercial applications. ' '

Application

Chemisorption is currently seen to be applicable 05
o Air Conditioning Systems to 100 tons

0 Space Heating and Cooling Heat Pumps

o Refrigeration and Freezing

o Thermal Storage Systems

o Ammonia Clean-Up Systems for Process Applications
Benefits

The advantages of chemisorption systems in refrigeration and coolmg or heat pumping

. "applications are

o wuses a non-CFC and chlorine frée refrigerant with no ozone depletion potential,

o faster rates of adsorption and higher adsorption capacity than from any previously
explored solid-vapor system, meaning smaller, lower cost equipment,

o the ability to tailor the reaction to the temperature requirements of the system by
using any of numerous salts,

o the ability to assemble high efficiency cycles by using a varlety of salts that
adsorb and desorb at. differing temperatures,

o upon system shutdown, the bulk of the ammonia goes into the ammoniated salt form
and is not free to escape, making systems "fail-safe”, and

o chemisorption systems have no moving parts other than control valves, potentially
making chemisorption a durable system.

"Technical Issues

Development Status
Development of the chemisorption concept to date includes;
o definition of the desired cycles,
o construction and optimization of small scale sorbers with salts selected for a wide
variety of cycles,
o cycling testing of these small sorbers to establish durability,
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...0 corrosion testing of the salts on absorber surfaces in ammoniated form,

o construction of very large sorbers for industrial applications: including the

~ recently commercialized Amvac ammonia storage system and for the upcoming
field test of the DOE chemisorption industrial heat pump

o design and construction of a simplified sorber sized for residential and light
commercial systems,

o development and testing of interstage coupling systems, and

o initial breadboard construction.

A breadboard of a two stage CPES heat pump breadboard will be completed this fall.
Issues to be Determined |

Research will continue on the following points;
o testing of the two stage breadboard in the fall of 1993,

o expansion of the breadboard to a 3 stage CPES in 1994,
o controls systems for a CPES system,
o long term durability testing of prototype systems, and
o field testing of prototypes.

Economics

The largest potential market for the application of chemisorption is in cooling and heating
of commercial and residential buildings. @A chemisorption cycle can act either as a
reversible heat pump or purely as a cooling system.

The following economic analysis compares chemisorption as a reversible heat pump,
producing heating in the winter and cooling in the summer to a high effncnency
conventional system. The parameters 'in this comparison are;

— e

Type (Cooling) High Eff. Electric AC
COP Cooling 1.0 352
Equivalent SEER 3.4 12
Parasitic Power(Cooling) 300w/ton None _
Type (Heating) Cond. Gas Furnace
COP Heating 1.5 0.90
Parasitic Power (Heating) 320w/20 MBH 130w/20 MBH

i i 20 KBH/ton coolin 20 KBH/ton coolin,

The two most important variables in the economics of this or of any gas fired heating and
cooling system are the the ratio between electric and gas prices and the climate of the
application. The electric to gas price ratio varies from year to year and from location to
location. Therefore, to make the' economic analysis most useful, it should account for a
wide range of price ratios and climates. :

Heating and cooling total costs vary throughout the US. To make the analysis as simpl\e
and universal as possible, the following results are shown as the percent annual savings
over the year.
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Technology Outlook

The development of chemisorption has, thus far, proven to meet the original expectations
for the concept in all significant respects. Should the development of complete system
breadboards and prototypes be equally successful, prototypes could be in field test by
1996.

The introduction of a novel mass market product is a considerable undertaking. With
field testing and long term durability testing in 1996-97, it is possible that the product
could be introduced to the residential and light commercial heating and cooling market in
1998. ,

The build-up of sales of a new type of cooling and heat pumping system will take a number-
of years. Large volume sales should not be expected before the middle of the first decade
of the next century.

American residential and commercial air conditioning and heat pump products currently
use HCFC-22. This "transition" refrigerant is not expected to be phased out until the
beginning of the next century (35% reduction-2004, 65% reduction-201012 ).  Therefore,
the chemisorption development, if successful, will produce a replacement for central air
conditioning and heat pump systems at the point in the future where such a replacement
will be required.

12Copenhagen 1992: a Revision or a Landma:k" LJM. Kuupers, The International- Journal
of Refrigeration, Vol 16, No. 3, 1993 ~ ,
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Technology Description

The hydraulic refrigeration system (HRS) is essentially a synthesis between the hydraulic gas
compressor and a vapor compression refrigeration cycle. Devices utilizing hydraulic compression
in general, and specifically hydraulic gas compression, have been in existence since antiquiti)’/.~ In -
these devices, a gas is entrained in a downward liquid flow. The gas is compressed as a k
consequence of increased hydrostatic head as the gas bubbles move downward. Schulze (1954)
documented the history of hydraulic air compression and provided performance, construction, and
operation data for compressors built between 1896 and 1910. Rice (1976) presented a one-
dimensional bulk parameter analytical model of hydraulic gas compressors which was used as the
foundation for his later work on the hydraulic refrigeration system.

The hydraulic refrigeration system is a vapor corhpression refrigeration system which uses

a vertical liquid loop and a liquid pump to provide circulation of the carrier liquid and compression
and condensation of the refrigerant. The first modeling of a HRS was presented by Rice (1981)
and since that time the HRS has been the subject of much analytical and experimental effort. As
shown in Figure 1, superheated refrigerant vapor from the evaporator is entrained into-a
downward liquid flow at the top of the closed liquid loop at location (1). As the refrigerant
bubbles travel downward they are gradually compressed. The compression process is energy
efficient because it is nearly isothermal at the liquid temperature. For a particular choice of
refrigerant, carrier liquid, and loop operating temperature range, the vertical height of the liquid
loop is determined so that condensation of the refrigerant is achieved at the end of the compression
process (2). After condensation is complete, the refrigerant is gravitationally separated from the
carrier liquid in a separation chamber (3), as shown in Figures 2 and 3. Following separation, the
carrier liquid is pumped to the entrance of the up flow pipe at (5), and the refrigerant passes
through the expansion valve and enters the evaporator portion of the cycle (4) where heat is
removed from the refrigerated space (Qe). After leaving the evaporator, the refrigerant is a vapor
and travels to the entrainer (1) and the process is repeated. Constant temperature of the closed
liquid loop is provided by an annulus-type heat exchanger (6). The closed loop carrier fluid travels
through the center pipe of the heat exchanger to minimize pressure drop while cooling tower water
flows through the annulus to remove the water loop heat load. The main heat load of a HRS is the
result of work of refrigerant compression, heat of refrigerant condensation, and pumping
inefficiencies. With regard to the thermodynamic cycle, the heat exchanger provides heat rejection
to the environment (Qc). Work input to the cycle is provided by a pump which circulates the
carrier liquid around the loop (Wp). Cooling capacity is the heat input to the system (Qg) at the

\
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evaporator. Regeneration (in which vapor from the evaporator is used to subcool liquid refrigerant
from the separator) may also be included in the cycle, but is not discussed here.

Analytical models of the HRS have suggested that a 6" diameter pipe loop 100 feet tall will
provide the necessary compression and refrigerant flow rate for a nominal 9 ton system, at Air-
Conditioning and Refrigeration Institute standard rating condition. The HRS can be multi-staged,
i.e., in two 50 foot, or three 35 foot sections, to provide the same resultant compression and
refrigeration capacity. In an experimental 3-stage HRS presently under construction, water is used
as the carrier liquid and n-butane is the refrigerant.

Application

The HRS is currently envisaged for use in industrial applications in which the refrigeration
system utilizes an indirect (low probability) system classification (ANSI/ASHRAE 15-1989).
Because hydrocarbons pose certain flaimmability hazards, several conditions have been taken into
account that help to ensure safety of the HRS design. First, with n-butane as the refrigerant, the
compression process will take place at low pressure (= 40 psia) and at a very low temperature
(= 85°F) relative to its ignition point. Second, the mass ratio of water to n-butane exceeds 100:1 in
the process of the compression cycle. Finally, by using a chiller circuit for the evaporator, heat
removed from the refrigerated space can be transported by chilled water, allowing the all-butane
circuit to be remotely housed in a mechanical room.

Current guidelines, such as ANSI/ASHRAE 15-89 are fairly specific about the conditions
in which a group 3a refrigerant can be used and meet code requirements. As a consequence, at the
present time, the HRS, with water as the carrier liquid and n-butane as the refrigerant, can only be
approved for use in an industrial setting. Experience with the HRS, future legislation, and code
revisions may ease these restrictions. |

The HRS is a generic refrigerator and can technically satisfy any refrigeration application.
Ultimately it could be widely used for air conditioning, chilling, cold energy storage and freeze

desalination.

Benefits
The HRS offers the following advantages:
» Since the system can use group 3a refrigerants safely, the HRS will not be ozone
destructive and therefore will be more environmentally friendly than systems using
either CFC's, HCFC’s or HFC's.
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e Components are commonly availablé, simple and reliable. Low system maintenance
and high reliability are primarily dictated by the simplicity of the system components.
.* Due to the abundance and low cost of n-butane, as well as the inherently low .
maintenance requirements of the systems, the HRS will be a very important technology
to developing countries.

- Analytical, as well as some experimental evidence, has shown that a nominal 3 ton unit
operating with three compression stages will have an energy efficiency rating (EER) of 19 at ARI
standard rating conditions. Since the HRS has the capability of operation over arange of . .
refrigerant mass flow rates, this same system when operating at a capacity of 9 tons will have an
EER of approximately 10. Rice and Beakley (1992) investigated the parametric performance of the
HRS. They showed how changes in refrigerant and water mass flow rate, height of the HRS, and
rates of refrigeration are related to EER.

Technical Issues o _ _
The technical issues and problems that need to be addressed in maximizing the efficiency of
the HRS include loop pump configuration, nature of the carrier liquid, and separator design.

The HRS requires the use of a large volume flow rate and low pressure differential of thé
carrier liquid. Centrifugal pumps, while readily available, do not have good efficiency for these
flow conditions and are therefore not the best choice for use in a HRS. An axial flow pump would
be suitable, but is not readily available at present. For this reason, one goal of the current research
and development effort is to pursue the design of an axial flow pump or the functional equivalent.

If the compression medium is water, a maximum of approximately 1 psi of compression is
obtained per 28 inches of downward bubbly flow travel. Increases in the local vapor fraction will,
of course, result in reduced pressure rise and an increase in the two-phase friction factor. This
necessarily results in a compression loop with moderately large height dimensions. As a result,
n-butane is an ideal refrigerant choice because vapor to liquid phase change occurs at low pressure
(40 psia) and low temperature (85°F). However, even at this low pressure, modeling as-well as
experimental work concludes that a single water loop 100 ft tall, or three loops 35 ft tall, are
necessary for condensation at 85°F. ‘Multi-staging adds substantially to initial costs of the system.
Consequently, a water additive or a more dense carrier liquid will be sought so that the height
requircnients of a HRS can be reduced. Height reduction would also aid in marketability in areas
where the system visibility would pose an esthetic problem, or where below ground installation is
not viable. '
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With regard to the liquid-liquid separator, the goal is to maintain a high separation
efficiency with a small overall pressure drop. Because the buoyant effects are much less effective
in separating liquid refrigerant from water, the plate-type separator (see Figure 3) must be
approximately one and a half times the volume of the vapor-liquid separator.

Economics

A single-stage HRS will be less expensive to build than a multi-stage unit for the same
tonnage. In many, if not most, real world commercial applications of the HRS, the height will not
be a limiting factor, and a single-stage system can be used. It now appears that the HRS will be
very competitive with regards to both performance and first cost with the new HCFC and HFC
refrigeration systems.

_ The HRS presently under construction reflects conservative design criteria, and little
consideration is being given to optimizing future manufacturing costs. Also, this unit is fully
instrumental for experimental purposes, which is an added expense that will not be present in
manufactured units.

As operational experience is gained by running the prototype, new design criteria will
become apparent that will result in significant component cost reductions. When the concept of the
HRS is examined, the simplicity of the system intuitively leads to the conclusion that costs will be
competitive with existing technology on a first cost basis. When life cycle costs are factored in, the
HRS should show an impressive cost saving over present equipment. The greater efficiency of the
HRS reduces the cost and demand for electricity which, in turn, reduces the environmental impact
of electric power production. The use of a naturally occurring refrigerant could eliminate the
production of complex chemical compounds presently being used or promoted as refrigerants.
This, too, would reduce considerably environmental stress.

Technology Outlook

At this time all components of the HRS are accessible with current technology.
Improvements in individual components, however, are inevitable and necessary to further increase
the system performance. A substantial amount of seasonal performance experimentation is also
desirable.

The development of the HRS is well past the feasibility stage and now has entered a
- performance evaluation and re-design stage. Two small capacity systems have been previously
constructed, an 85 foot single-stage system and a 35 foot three-stage system. Both HRS systems
used R-114 as the refrigerant and water as the carrier liquid. Based on the encouraging » '
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performance of these systems, a larger capacity three-stage HRS is now being built. This larger
system, which uses 6" diameter pipe, will use n-butane (R-600) as the refrigeration fluid, water as
the carrier liquid, and will be capable of capacities of up to approximately 10 tons. Based on the
operation of this version (Phase 1), a Phase 2 large capacity HRS system (perhaps 35 to 50 tons)
will be constructed. After this phase of development, pre-production field test models will be built
and operated in different climatic locations. It is estimated that each phase of development will
require approximately two years time depending on availability of funds.

Another aspect of cost reduction that needs to be examined is the expected reliability of the
HRS. With only pumps and motors as the mechanical components of the system, maintenance-
free operation for long periods of time is assured. This not only translates into reduced
replacement costs but into reduced downtime and less expensive service personnel. The cost of
repair parts that must be kept in inventory will be a fraction of that required by present equipment.
Costs associated with training of service personnel will be much less because of the simplicity of
the system. ' ' -
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NALONE REFRIGERATION

Grégory V. Swift
Condensed Matter and Thermal Physics Group
Los Alamos National Laboratory, Los Alamos, New Mexico 87545 USA

ABSTRACT

Malone refrigeration is the use of a liquid near its critical point,
without evaporation, as working fluid in a regenerative or recuperative
refrigeration .cycle such as the Stirling and Brayton cycles. It’s potential
. advantages include compactness, efficiency, an environmentally benign working
fluid, and reasonable cost. One Malone refrigerator has been built and
studied; two more are under construction. Malone refrigeration is such a new,
relatively unexplored technology that the potential for inventions leading to
improvements in efficiency and simplicity is very high.

TECHNOLOGY DESCRIPTION

" As recently as 10 years ago, only a few experts appreciated the
disastrous consequences of stratospheric ozone depletion by manufactured
halogenated chemicals such as chlorofluorocarbons (CFCs). 0f the common uses
of CFCs, the use as a refrigerant in refrigerators and air conditioners has
been the most difficult to eliminate, in part because CFC-based cooling systems
are reasonably efficient. Cooling systems use about 20% of the nation’s
electricity, most of which is produced by burning fossil fuels; clearly
cooling- system efficiency has a major greenhouse-gas impact. These concerns
are stimulating research into a variety of alternative cooling technologies.

One new cooling technology is Malone refrigeration, the use of the
cooling accompanying the expansion of a liquid, without evaporation. Ve chose
the name Malone refrigeration in honor of John Malone (1880-1959), who invented
heat engines that use the expansion of liquids without evaporation.

Dur intuitive sense of how liquids behave is no doubt based on our
widespread experience with the most common liquid of all, room- temperature
water. But, unlike room- temperature water, liquids just below the critical
point have thermophysical properties that are well suited to use in a
regenerative or recuperative thermodynamic cycle such as the Stirling cycle.
One important property that a single-phase refrigerant must have is an
adequately large thermal expansion coefficient f, because the heat absorbed
during isothermal expansion is proportional to f§ {via Maxwell’s relation,
(ds/dp)y = (dp/0T)p l. Ideal gases have T# = 1; Iiquids have Tf ~ 1 over a
substantial range of temperature, just below the critical temperature. The
solid lines in Fig. 1 show values of T§ for C0, over a range of temperature and
pressure. Plots of Tf for all liquids -- water, hydrocarbons, CFCs, even
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liquid metals -- are similar to that of C0;, when plotted against coordinates
normalized by the critical temperature T¢riy and critical pressure P¢rig .
Thus, for a wide range of temperature near and below T¢rit, Tf is large enough
to make liquids useful single-phase refrigerants. o

A second important property is the isothermal compressibility x;. The
dashed lines in Fig. 1 show Pxy for CO, over the same range of P and T. Again,
the values are similar for other liquids. For ideal gases, Pxy = 1; liquids
have Pky < 0.1 in the range where T§ ~ 1. This low compressibility gives
liquids several advantages (particularly in comparison with ideal-gas-Stirling
refrigerators). Most importantly, it keeps adiabatic temperature changes and
attendant losses low. Additionally, it enables large pressure changes (to
which cooling power is proportional) to be achieved with modest fractional
volume changes of the liquid. This feature can be put to practical use in two
ways: cylinders and associated mechanical components can be simplified and
made smaller, and/or more fluid volume can be permitted in the heat exchangers
and regenerator. -

Next, we consider the volumetric specific heat at constant pressure, pcp,
which is much larger for liquids than for gases, because the density is much
larger. Liquid’s volumetric specific heat, times a mere 1°C temperature
change, is even lar%er than the latent heat per unit vapor volume of
conventional CFC retrigerants. This leads to a great, qualitative difference
between heat exchangers for liquids and those for gases or gas-liquid mixtures.
To transfer a given amount of heat from a liquid requires less volumetric
displacement of the liquid through the heat exchanger, so that less mechanical
power is required to pump the liquid through the exchanger. Also, the
exchanger can be made very small if it exchanges the heat to another liquid
stream. : :

20

Fig. 1. Selected thermophysical
properties of liquid C0;, for
which T¢rit = 304 K and Periy =
74 bar. T4, where f is
thermal expansion coefficient;

- - - - Pky, where k¢ is
compressibility. In most of the
region shown, the thermal
expansion coefficient is
comparable to that of an ideal
gas, but the compressibility is
much smaller.
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Liquids are thermodynamically effective just below their critical
temperatures. Most simple hydrocarbons, fluorocarbons, and
chlorofluorocarbons, with critical temperatures. somewhat above room
temperature, are effective as liquids near room temperature. We list only a
few here. (€0, is most attractive, because it is nontoxic, nonflammable, and
environmentally acceptable. But its critical temperature (304.2 K& is a little
too low for highest efficiency operation. Dilute solutions of methyl alcohol,
ethyl alcohol, acetone, or S0, in carbon dioxide have higher critical
temperatures and hence greater inherent efficiency, but sacrifice some safety.
SF¢ and various ozone-safe fluorocarbons including C3Fg, perfluorocyclobutane,
and HFC-134a, and mixtures thereof, also have appropriate critical
temperatures, and can be used at lower pressures than carbon dioxide; however,
these are less attractive because they are moderately toxic and/or are
%reenhouse,gases. Propane and propylene are also attractive except for their

lammability.

The first experimental Malone refrigerator!, built and studied at Los
Alamos in the 1980s, was designed for systematic study of the use of liquids in
a Stirling cycle. Ve used liquid propylene (C3Hg; Terit = 365 K, Perit =
45.6 bar) at an average pressure of 100 bar and at temperatures near room
temperature, just below its critical temperature. The machine was water
cooled, and operated at speeds up to 5 Hz, with heat flows up to about 1 kW,
temperature differences up to 30 K, and shaft powers up to a few hundred watts.

~ This apparatus, shown schematically in Fig. 2, was designed for
versatility, understandability, easy diagnostics, and easy modification,
without much concern for its efficiency, size, cost, or reliability. Hence it
included several features that would never be found in a practical device. The
piston’and displacer strokes and time phasing between them, which controlled
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Fig. 2. Schematic of principal components of the first experimental Malone
refrigerator. Four regenerator- heat- exchanger assemblies and four .

double-acting pistons were combined to form four refrigerators operating in
parallel, running 90° out of phase from one another on a common crankshaft.
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propylene displacement and pressure changes, could be adjusted using mechanisms
within the crankshaft. Also, valves were connected in parallel with heat ex-
changers and regenerators. By opening these valves we could let the propylene
bypass the heat exchange components, to distinguish between thermodynamic and
frictional effects in operation. The engine was instrumented very extensively.

Generally, measurements of thermodynamic effects agreed with calculations
based on component geometry and known properties of propylene; for example,
the heat pumped at zero temperature difference was equal to 7T§fP,V,, where f
is frequency and P, and V, are the amplitudes of the pressure and volumetric
displacement. At its most efficient operating point as a heat pump, the first
Malone refrigerator had a second-law efficiency of 0.2, not including motor
inefficiency. These results are discussed in detail in Ref. 1.

APPLICATION

Because of the high heat capacity per unit volume of liquid working
fluids, we expect Malone refrigeration to be most compact when heat source,
heat sink, or both are also liquids, such as water. Hence, the most probable
appllcatlons would include ground- coupled heat pumping and assorted medium- and
large-scale refrigeration, air-conditioning, and heat pumping applications such
as air conditioning of large buildings.

BENEFITS

Malone refrigeration is environmentally benign. It’s working fluid, C0;,
is a substance that occurs naturally in quantities so large that the impact of
its use by the refrigeration industry would be negligible. (We each exhale 2
pounds of C0, per day') Methanol or ethanol mixed with the C0, would also be
used and released in quantities far smaller than are used in other industries.
Materials and fabrication techniques used to build Malone refrigeration systems
are also environmentally benign.

WVhen used in a liquid-to-liquid application such as water-cooled water
chilling, Malone refrigeration systems should be much more compact than
vapor- compression systems, because of the small size of the heat exchangers.?

The first Malone refrigerator, which was not optimized in any way, had a
second- law efficiency of 0.2, not including motor inefficiency. Our present
design calculations for larger, free-piston systems show that the second- law.
efficiency can be over 0.4, including motor inefficiency, in low-cost designs
with mass no greater than 10 kg/kW, comparable to the values of today’s
large- scale vapor- compression water- cooled water chillers. The second- law
efficiency of the fundamental cycle? is in the range 0.6 to 0.8, so that
efficiencies approaching this range appear possible for large, complex systems
costing significantly more than today’s vapor- compression systems.

|
TECHNICAL ISSUES.

The most important immediate technical challenge is the demonstratlon of
a Malone refrlgerator with efficiency comparable to that of conventional -

o
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cooling systems, in an embodiment that is reasonably simple. _ ﬂEL'

If that challenge is successfully met, a large number of additional
problems remain to be solved. Some are general; others will be very .
application- specific. We list a few representative examples here.

The best thermodynamic cycle for Malone refrigeration has not yet been
determined. Allen et al.3 list Brayton, Stirling, Malone, and Stirling-Malone
as candidates, but each has at least one practical disadvantage, such as the
need for automatic valves (B?, M, SM), the difficulty of building
high- effectiveness high-pressure counterflow heat exchangers (B, M), the need
to keep total entrained fluid volume small (S, M, SM), and inability to locate
heat exchangers remote from mechanical components (S, M, SH).

Details of regeneration when the fluid’s Speéific heat per unit mass is
pressure dependent are not well understood.

Design of low-cost heat exchangers that take advantage of the Malone
refrigerator’s potential for compactness without risk of plugging or fouling of
the water passages appears challenging. '

A much better design technique than that outlined in Ref. 1 is needed.

Understanding of tradeoffs in choice of mechanical configuration is
required. The multiplicity of gas-Stirling configurations, each offering
different advantages of simplicity, vibration balancing, torque smoothing,
compactness, hermeticity, etc., is indicative of the complexity this issue
holds for Malone refrigeration.

The best working fluid may be a mixture of environmentally benign fluids;
if so, thermophysical properties (especially viscosity and thermal _
conductivity) of such mixtures at pressures above vapor pressure are probably
not yet available.

ECONOMICS

Ve expect the production costs of Malone refrigeration systems to be
comparable to those of existing refrigeration systems. The design calculations
on which our new small Malone cooler %see below{ are based predict that large
systems, with second- law efficiencies over 0.4, have system masses of about
10 kg/kVW, comparable to those of large vapor- compression systems. The
materials used are commonplace and inexpensive: mostly steel, with some
stainless steel and motor materials such as copper. Fabrication techniques we
are using are straightforward, and requirements on dimensional tolerances are
modest.

TECHNOLOGY OUTLOOK

- It is sobering to consider how many decades of work have been required to
'bring CFC-based Rankine-cycle refrigeration to its present state of maturity;
ra tremendous amount of engineering development must be done to bring any new

technology to a similar state. : '
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The Los/Alamos propylene machine was the first Malone refrigerator.

-~ Second prototypes are now under construction at Los Alamos and at the Naval
“Surface Warfare Center at Annapolis.4 Funding levels permit less than one full
" time person to work on each of these projects.

At Los Alamos, the new Malone refrigerator will use C0; or C0O;-alcohol as
vorking fluid. We picked the Stirling cycle instead of the Brayton cycle to
avoid difficult construction of the Brayton’s counterflow heat exchanger and
expander, even though it is much easier to calculate performance of a Brayton
system and it seems likely that the Brayton cycle would permit higher
efficiency. Ve picked the linear, free-piston configuration to eliminate
bearings subject to high forces. We chose a hermetic design since the
operating pressure will be well above 100 bar and C0;’s viscosity is 10 times
lover than that of water. We are constructing a small machine, to operate near
5 Hz at up to 2 kW of cooling power.

At Annapolis, the much larger Malone machine under construction will use
C0, as working fluid in a Brayton cycle, with cooling power up to 40 kV.
REFERENCES
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Increased awareness . of the impact  of
chlorofluorocarbons (CFCs) on the global
environment -has: become the impetus in the

search for alternative cooling. technologies and .

alternative refrigerants for the vapor compression
technology. The cooling industry is concerned
that the alternative refrigerants currently under
development could still face some tough
regulations in the future. Therefore, the industry
is looking for alternative cooling technologies
that do not apply the vapor compression cycle.

There are a number of cooling technologies that
are alternatives to the vapor compression
technology. One of them is known as
Thermoelectric (TE) technology. This paper
describes the various aspects of this technology.

TECHNOLOGY DESCRIPTION

TE cooling technology is based on-the well-
known principle, Peltier Effect. When two
dissimilar conductors are connected and a direct
current (DC) is passed through the circuit, then
the temperature of one of the junctions (of
dissimilar conductors) will decrease and that of
the other will increase. Since one junction is
colder than its environment, it is capable of
absorbing heat from that environment. Similarly,
the other junction is hotter than its environment
and thus is capable of rejecting heat to this
environment. The DC power applied to. the
circuit is also converted into heat. Under steady
state conditions, the heat rejected by the hot
junction is the sum of the heat absorbed by the
cold junction and the heat equivalent of DC
power applied.

In most applications; the cold junction
environment will be at a lower temperature than
that of the hot junction environment. Since the
heat is absorbed from the - cold junction
environment and rejected to the hot junction
environment, heat is pumped from a low
temperature to a high temperature environment.
Thus the system acts as a heat pump..

Figure 1(a) shows a circuit that has a single
couple of dissimilar conductors connected to a
DC power supply. Plate A is exposed to a cold
environment and plate B, to a hot environment.
These plates are made of high thermal

Cold Environment piéte A

—_— Z 221 | A A A

Hot Environment

DC itch D
Power Supply Swite

1(a) A Couple lllustrating Thermoelectric Heat Pump

Cold Environment

L T TIT T

Hot Environment - A
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conductivity ~and high electrical resistivity
materials “(typically ceramics). The elements
shown as P and N are the dissimilar conductors
that form the junctions. These conductors are
made of low thermal conductivity and low
electrical resistivity materials-(bismuth telluride).
Copper straps (marked C) are used to complete
the electrical circuit. When the DC power is
. applied by closing switch D, plate A is cooled
and plate B is.heated. Heat is transferred from
the cold environment to plate A, then from plate
A through the straps to the P and N materials,
then through the straps to plate B, and finally to

the hot environment. [t can be noted that the .

directions of heat and current flow are parallel in

the P element and are countercurrent in the N

element.

The amount of heat pumped by a single couple
as shown in Figure 1(a) is usually very small.
Greater capacity is obtained by arranging a
number of couples into a single circuit, as shown
schematically in figure 1(b). The number. of
couples in acommercially available subassembly,
called a thermoelectric module, varies from 10 to
127. A typical 127-couple TE module is

approximately 30 mm square and 4 mm high,"

weighs about 25 g, and can pump about 10 W

of heat against a temperature difference of

40°C.

TECHNOLOGY APPLICATION

Thermoelectric cooling is currently applied in
several instruments and sensors. These include
electronic chips, infrared detection devices,
dewpoint hygrometers, calorimeters, amplifiers,
air pollution analyzers, several medical devices
(blood analyzers, cancer detection units, etc.),
and freeze point detectors. There are also
consumer products, such as thermoelectrically
cooled picnic baskets, on the market.

The application of TE cooling technology can also
be applied to air conditioners and water chillers.
The general arrangement of various components
in an air conditioner {or a water chiller) is shown
schematically in figure 2(a). The system has a
central channel for the flow of air to be
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conditioned (or water to be chilled). The channel
is rectangular in cross section. A number of TE
modules are placed on each side of the channel,
and they are in close thermal contact with the
channel surface. The heat sink plates which
have fins to dissipate the heat are soldered to the
outer surfaces of these modules. The orientation
of the heat sink fins are such that the direction
of ambient air flow is at right angles to the
direction of the fluid being cooled. The space
between the channel and the heat sink plate that
is not occupied by the TE modules is filled with
insulation to minimize the cooling losses from the
channel.



In order to provide the required cooling capacity,
a TE cooling unit may require the use of a large
number of TE modules. If all the modules are

placed over the sides of a single channel, then.

the channel length is excessively large and
unacceptable. Therefore, TE cooling units are
designed with multiple channels. A photographic
view of a typical air conditioning unit is shown in
figure 2(b). '

BENEFITS

The principal advantages of using TE technology
for developing air conditioners and water chiller
are as follows:

* The cooler core is a completely solid state
device. The fluid pumping components
(such as the fan and pump) are the only
components with moving parts. As such,
the TE cooling units are highly reliable.
Maintenance is rarely required once the
systems are put into service and
operating.

* By properly choosing the pump and fan,
the system can be designed to operate as
an extremely quiet system. Also, the
system can be stored on the shelf for
several years and be ready to operate
whenever it is needed.

* As a heat pump, the system lan be '

reversed to provide useful heating. Thus,
air and water heating are possible.
Switching is also simple because it is
done electrically.

* Low-capacity TE systems are very small
in size and are light weight. For
applications where bulk and weight are
important considerations, TE systems
should be considered.

The main drawback in applying this technology .

to today’s air conditioners and water chillers is
its low energy efficiency compared with vapor
" compression machines. The Coefficient of
Performance (COP) of any cooling unit is a strong
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function of the temperature " difference (aT)
between the heat source and heat sink. The
ratio of COP of a TE unit to that of a vapor
compression unit operating under identical
conditions is about 0.9 when the aT is very low.
As the aT increases, this ratio decreases. At
very high aTs, the ratio is only about 0.5
(sometimes even less).

TECHNICAL ISSUES

Based on the benefits alone of the technology,
the attractiveness of the technology for
numerous applications in the future is evident.
However, the poor energy efficiency of the
technology, (especially when aT is high) is a,
major obstacle for immediately adopting this
technology.

Because energy efficiency could approach 90%
of vapor compression efficiency at low aTs, the
cooling industry should identify those units with
a low aT that currently employ the vapor-:
compression technology to determine whether
any of the units can be switched to TE
technology. Air conditioners and water chillers
normally used in an already conditioned room
would qualify for this evaluation.

One indicator that the TE community uses to
measure the TE property of a couple is its "ZT"
value. The semiconducting materials used in
today’s TE modules have a ZT value of about
1.0, which is not enough. A ZT value of 3 and
above is required to produce energy-efficient
cooling units. Numerous universities and other
organizations are conducting materials research
to reach this level of ZT. The cooling industry
should closely monitor the progress of this
research effort.

ECONOMICS

As is typically the case, the initial cost of
producing a unit employing a new technology is -
high. This is also true with the TE technology.
The cost of a typical TE module purchased in
quantity is about $10 and it produces about 10



W of cooling. The capacity of a quarter ton air
conditioner, for example, is about 850 W and it
will require 85 TE modules. The associated
module cost is $850. Including the cost of
fabricating channels and heat sinks and
assembling, the manufacturing cost of the air
conditioner will be about $1,000. This cost is at
least twice the cost of a vapor compression air
conditioner.

All of today’s TE modules are manually
assembled. As the market share for TE cooling
units expands, more automation will be
implemented, and at that time, the TE module
cost is expected to decrease, resulting in a lower
cost for TE unit production.

If and when new TE materials become available,

TE modules will be made of those materials

instead of the currently used bismuth telluride.
If the cost of making these new materials is
lower than that of bismuth telluride, then a
reduction in the cost of TE modules also can be
realized. The first cost of TE units will then
decrease and become competitive with the cost
of vapor compression units.

TECHNOLOGY OUTLOOK

The development of TE technology has two
components: system development and material
development. The system development is nearly
at a mature stage, primarily because this
development is very similar to that of a cross-
flow heat exchanger. The system can be easily
designed and fabricated. The techniques for
attaching the TE modules to the heat sinks have
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been well established. As such, the technology
is ready for commercialization of those products
where the 4T is low or the energy efficiency is a
secondary consideration.

The status of TE materials development is not
encouraging. While several scientists have been
attempting to invent new TE materials and/or
trying to improve the existing materials during
the last three decades, no major breakthrough
has yet occurred. As such, the probability that
a new, very attractive material will be available
within the next five years is very low, but not
inconceivable. Just as a breakthrough occurred

“in the superconducting materials area, should

such a breakthrough occur in the TE materials.

area, then thermoelectrics will become a fully

matured technology.

The market penetration of TE technology during
the next five years will oniy be around 1% or
less. Some of the currently used vapor cycle
cooling units operating in an already conditioned
space are likely to be replaced by thermoelectric
units. Specifically in those applications where
system reliability and/or long shelf life are
primary considerations, TE technology will find a
market niche. Good examples are medical and
military devices.

With the explosive growth in computer chip
technology, the chip manufactures are
increasingly concerned about cooling chips to
increase reliability and processing speed.
Thermoelectric technology will acquire a
significant share of this market during the next
five years.
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Introduction

There are a number of metals that possess the remarkable ability
to absorb large quantities of hydrogen gas. The hydrogen
combines with the metal to form a "solid solution" which is, in
effect, a new metal alloy. Hydrogen absorption occurs under
specific temperature and pressure conditions. The hydrogen is
released (desorbed) when the alloy temperature is elevated or-the
pressure is reduced. The absorption/desorption phenomenon is a
reversible reaction and the metals that absorb hydrogen are
called reversible metal hydride alloys.

When a reversible metal hydride alloy absorbs hydrogen gas, heat
is given off; the reaction is exothermic. In order to desorb
hydrogen from the metal alloy, heat is required. 1If the
desorbing alloy takes its heat from ambient temperature air, the
air temperature decreases, thus producing the refrigeration '
associated with air conditioning.

Ergenics, Inc. specializes in metal hydride alloy technology and
its application for hydrogen storage, thermal compression,
rechargeable batteries and heat pumps. Ergenics is in the
process of quantifying performance characteristics of a metal
hydride bench top prototype air conditioner with a cooling
capability of 8000 BTU/HR. The energy source for the prototype
is a hot air stream. Values for size, weight and performance
that are presented in this paper are based on this bench top
prototype.

Principles of Operation

The reversible metal hydride reaction can be expressed in the
simplified chemical equation:

M+H 2 MH
where: M is a metal or metal alloy
H is hydrogen
The top arrow‘in the equation signifies the absorption cycle:

M+ H - MH + heat out

The lower arrow shows the reversibility of the reaction and
signifies the desorption cycle:

M+ H <« MH + heat in
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The reversibility of the metal hydrogen reaction and the heat
associated with it provide the basis for hydride heat pumps. The
heat pump is a closed unit in which hydrogen serves as an energy
carrier between a pair of hydride beds. By selecting appropriate
hydriding alloys, heat sources-and heat sinks, heat can be pumped
over wide temperature differentials. Elements of the process are
illustrated in Figures 1 and 2. - ’ '

Figure 1 illustrates a pair of hydride beds in the cooling mode.
Hydrogen, which has been stored as a solid metal hydride in the
lefthand bed, is desorbed. The heat necessary for desorption is
taken from the bed’s environment, causing cooling for air
conditioning or refrigeration. The hydrogen flows into the
righthand bed (mechanical pumping is not required). Heat from
the righthand bed’s hydrogen absorption reaction is rejected.

interior. car air . outside air

heat - - | m o heat
\1\ | H, // .
C
C
L .
C
C

) C )
D) C )
) C D)
D) C )
> - S -
Desorption Absorption
MH + heat in —» M + H M + H —» MH + heat out

Cooling Mode

Figure 1 - Hydride Automobile Air Conditioner
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When all of the hydrogen has been desorbed from the lefthand
hydride bed (and subsequently absorbed by the righthand bed), it
must be recharged into the lefthand bed to become available for
additional cooling. Figure 2 illustrates the recharge mode.

Here, the righthand bed is heated by an energy source, causing it
to release its hydrogen which then returns to the lefthand bed.
Heat from the lefthand bed’s hydrogen absorption reaction is
rejected.

outside air . hot exhaust gas
heat heat
/
- D) C D
C ) C D)
C D, C D,
C _) C D,
C D) C D
Absorption Desorption -

M + H —» MH + heat out MH + heat in —» M + H

Recharge Mede

Figure 2 - Hydride Automobile Air Conditioner

The metal hydride air conditioner consists of a minimum of two
two-bed systems. One pair of beds operate in the cooling mode
while the other pair are in the recharge mode. 1In this way,
continuous cooling is available for air conditioning or
refrigeration.

C-219



Phyvsical Configquration

The alloys used in heat pumps are in powdered form and hydride
beds can be arranged in a number of physical configurations.
Hydride beds fabricated by Ergenics contain the alloy powder
within stainless steel tubes. An internal :support structure
accommodates powder expansion. and contraction:(up to :25%), and
preyvents. powder migration " The current metal hydride heat pump
state of development is defined by the 8000. BTU/HR bench top
_prototype which is briefly described below..

The prototype heat pump is essentlally a shell and tube heat
exchanger comprised of two paired hydride beds and inlet and
outlet air flow gates that direct the hot air energy source,
ambient air for heat rejection and cooled air flow durlng
operation. The hydride beds are hermetlcally sealed via
all-welded construction. The tube pattern is rectangular and a
tube sheet partitions each paired bed into a hot energy source
section and a cooling section. The heat pump is- insulated
internally. : ' -

The heat pump measures 25 inches wide by 15.5 inches high by 18
inches deep and weighs 75 pounds. It contains 27 pounds of
hydride alloy. The hydride beds occupy only 55% of the shell
volume leaving ample space for fans, controls, etc.

Performance . i

The cooling capability of the hydrlde heat pump operatlng at 100%
efficiency without any sensible heat recovery is 8172 BTU/HR as
summarized in Table 1.

TABLE 1

Metal 'Hydride Heat Pump De51gn Ba51s

BTU/HR

Cooling capablllty of the alloy : 10,280
Sensible heat loss = (1,710)
Loss through shell (180)
Conduction loss through tube sheet : (138)
Net cooling capability ' 8172

Temperature drop across the heat pump air conditioner defines the
"quality" of cooling. A temperature drop of. 20°C (36°F) was
selected as the design basis for the bench top unit. This
temperature drop dictates hydride alloy selection.
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The coefficient of performance (COP) for the bench top prototype
is expected to be 2.65 with sensible heat recovery. A certain
amount of COP performance improvement can be attained in future
designs by using alloys with higher heats of formation, alloys
with greater hydrogen storage capablllty and lower ancillary
hardware mass. ' .

Heat pump size: and welght can be reduced with the use of extended
surface tubing. :.The .cycle time for each pair of beds in the
prototype heat'pumﬁwi5"4 ‘minutes; 2 minutes for cooling and 2
minutes for regeneration. The heat pump has thirty cooling "half"
cycles per hour. Extended surface tubing will reduce cycle time
while transferring the same amount of heat in each cycle. More
than thirty cycles:will occur each hour either increasing the
heat transferred over time, or enabling smaller beds to achieve
the same coollng performance

Appllcatlons

Metal hydride-heat pumps are particularly attractive for
applications that have a source of waste heat because the heat
pump cycle derives all of its air conditioning energy
requirements from heat (electrical power is required only for
fans and controls). Waste heat powered applications include air
conditioning for automobiles and trucks as well as truck
refrigeration. :

As more performance, size and cost data is accumulated, metal
hydrlde heat pumps may be found to be appropriate for re51dent1a1
air condltlonlng and refrlgerators powered by natural gas.
5cale-up for 1ndustr1al and commercial building cooling and
refrigeration needs is feasible if a waste heat source exists,
but may not be competitive with other cooling technologies.
Benefits
Metal hydride heat pumps for air conditioning and refrigeration
are environmentally acceptable and provide the following
benefits:

Non-polluting hydrogen is used as the energy carrier.

Metal hydride alloy raw materials (primarily rare earths,
nickel and aluminum) are non-hazardous and plentiful.

The preferred energy source is waste heat (transportation)
and natural gas (residential).

Coefficients of performance of less than 2.5 are achievable.
Compressors are not used. For transportation applications,
eliminating the compressor increases engine fuel mileage and

power. s

. The only moving parts are air stream dampers. The hydrogen
“process boundary is hermetically sealed.
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Technical Issues

Relatively few technical issues remain to be resolved.

For transportation applications, the source of engine waste heat
must be carefully evaluated. Hydride beds subjected to hot
exhaust gas temperatures need to be examined for hydrogen
diffusion effects. Techniques to minimize hydrogen diffusion
through tube walls are being investigated.

Cool air temperature fluctuations, due to the reciprocating
nature of the heat pump cycle, may not be acceptable to the
consumer. Consideration must be given to adding a third pair of
hydride beds to reduce the cool outlet temperature fluctuations.

Due to the flammable nature of hydrogen, detailed safety analyses
will beé required for each air conditioning application.

Economics

The metal hydride heat pump performance capabilities need better
definition before meaningful estimates of initial system cost and
total evaluated cost can be made. Rough estimates of raw
‘material costs for a 12,000 BTU/HR metal hydride air conditioner
are the following:

1. ‘Metal hydride alloy $130.00
2. Bed tubing 85.00
3. Plastic ducting/dampers 12.00

Assembly labor in a high volume production operation is
anticipated to range from $40 to $80. Costs for controls are not
estlmated.

Summar

Increases in hydride bed heat transfer kinetics have dramatically
reduced the size and weight of metal hydride heat pumps. An 8000
BTU/HR bench top prototype air conditioner is expected to
demonstrate a COP of 2.65. Future improvements include the use
“of extended surface tubing for additional size and weight
reduction and higher heat of formation alloys for COP reduction.

Ergenics anticipates achieving projected cycle improvements in
1994. "Product designs for specific applications and ramp up for
 commercial production can occur in the 1995 to 1997 time frame.

/j¢/DHD12/MHHP622
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SOLID SORPTION GAS HEAT PUMP TECHNOLOCY

Sam V. Shelton, Ph.D., Georgia Institute of Technology
David M. Sanborn, Ph.D., Wave Air Corporatlon
Daniel J. Miles, Ph.D. Wave Air Corporation..
Atlanta, Ge_orgla

TECHNOLOGY DESCRIPTION

The four major components in an electric heat pump are the compressor,
condenser, evaporator and expansion device. The compressor's function is to pump
refrigerant vapor from the low pressure evaporator to the high pressure condenser.
This function can also be accomplished by alternately heating and cooling a solid
adsorbent bed containing refrigerant and connected via check valves to the
evaporator and condenser. This solid adsorbent heat-driven heat pump concept
appears in U.S. patent literature as early as 1909, and refrigerators employing a
solid adsorbent were commercially available in the 1920s.

In the basic solid sorption heat pump cycle, a condenser, expansion device,
and evaporator are used to provide the same functions as in a vapor compression
cycle. A two-bed solid sorbent system, in which the beds act as the compressor, is
illustrated in Figure 1. Heat transfer fluid is pumped through a circuit consisting
‘of the two beds, a fluid cooler, and a fluid heater. The fluid heater is natural gas
fueled. The solid sorbent material is contained in the bed pressure vessels which
are connected via check valves to the evaporator and condenser. The heat transfer
fluid passes through tubes which are embedded in the solid adsorbent.

Initially, Bed 1 is heated while Bed 2 is cooled (i.e. heat transfer fluid flow
is counterclockwise). As Bed 1 is heated, the adsorptive capacity of the solid
sorbent decreases, and refrigerant is desorbed. The desorbed refrigerant vapor
pressurizes the vessel. When the pressure in Bed 1 reaches the condenser .
pressure, the refrigerant check valve opens to allow the desorbed refrigerant to flow
to the condenser and to continue flowing as the bed continues to be heated. The
cooling of Bed 2 increases the adsorptive capacity of the solid, and the pressure in
the vessel falls. Bed 2 depressurizes until the pressure is reduced to the evaporator
pressure, at which time the check valve from the evaporator opens to allow
refrigerant flow to the bed as it continues to be cooled

When Bed 1 is fully heated and Bed 2 is fully cooled, the heat transfer fluid
flow direction is reversed so that Bed 1 is cooled and Bed 2 is heated. This returns
the beds to their original state. Alternate heating of the two beds results in a nearly
continuous flow of refrigerant vapor to and from the condenser and evaporator
respectively.

. The fluid cooler provides a source of heat for space heating in addition to the
heat from the condenser. Fluid enters the cooler at approximately 160°F and leaves
at approximately 120°F. This high-temperature source of heat combines with heat
from the condenser to deliver 120°-125°F heat to the house.

Wwhen one examines the basic cycle, it is noted that a substantial portion of the

heat rejected from the bed being cooled is at a temperature equal to, or higher than,
the temperature of the heat required to heat the other bed. Ideally this allows
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Figure 1. Solid Adsorbent Heat Driven Heat Pump

substantial regeneration‘ of that rejected heat to reduce the gas energy required.
In fact, calculations show that over 80% of the heat required is available from the bed
being cooled without violating the - second law of thermodynamics.
Unfortunately, when traditional heat exchange practices are used, such as employed
in shell-and-tube heat exchangers, the availability of high~temperature heat is out
of phase with the need for high temperature heat. Figure 2 shows the temperature
profiles at times t,, t; and t; in the heating bed using conventional heat exchanger
design practices. . Notice that the temperature of the fluid leaving the bed (right
- side of the diagram at distance "L") rises continuously with time. The opposite is
true for the fluid leaving the cooling bed as shown in Figure 3. Notice that
regeneration is possible only up to time "a". After that time, the cooling bed is
- further cooled by rejecting heat to the environment, and the heatmg bed is further
heated by heat from the gas heater. :

The amount of regeneration can be substantially increased by changing the
fluid outlet temperature-time relationship as shown in Figure 4. The desirable
characteristics shown in Figure 4 can be obtained using the thermal wave concept.
As shown in Figure 5, the fluid exit temperature (temperature at distance "L")

- remains at T, until the heating bed is almost fully heated. The fluid exit temperature
_ from the cooling bed will remain at Ty until.it is almost fully cooled. In this manner,
‘regeneration can occur until the temperatures cross at point "a" in Figure 4.
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: Using Conventional Heat Exchangers

* TECHNOLOGY APPLICATION

* This technology is under development by Wave Air Corporation in Atlanta,
Georgia with private, utility, and Gas Research Institute financial support. The
application under development is a residential gas heat pump. This application
requires both space cooling and heating. In DOE Region IV, which cuts across the
middle of the U.S. at Washington, D.C., the ambient temperature at which the most
heat must be delivered to the typical house on an annual basis is about 30°F. The
ambient temperature at which the most cooling must be supplied on an annual basis
is about 82°F. At typical energy rates, the cost for cooling using conventional
electric air conditioning is about 3 times less than the annual cost of gas heating
using a conventional furnace.

Therefore, for annual efficiency and economics the most important single
operating point to consider is the heating operation at an ambient temperature of
30°F. This requires an evaporator temperature of about 20°F. In order to deliver the
space heat without a,"cold heat" effect the duct air temperatures must be above
110°F requiring the condenser temperature to be above 110°F.
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TECHNOLOGY BENEFITS

Solid sorption technology has several important fundamental technical features
which make it an attractive candidate to achieve the advantages discussed above for
generic sorption systems. These fundamental advantages are most noteworthy when
directly compared against competing gas heat pump technologies. Briefly, these are;
- simplicity, low maintenance, high temperature heat input capability providing high
efficiency potential, low pump power, inherent flexibility in operation, heating
performance insensitivity to low winter ambient temperature, and environmentally
benign refrigerants. The refrigerants which are most frequently discussed as being
best suited for solid sorption are water and anhydrous ammonia. Both of these are
environmentally benign, and ammonia is non-corrosive at the high temperatures with
the least expensive metals.

Global warming is of course becoming a significant factor in international
environmental protocol negotiations. Solid sorption also has significant advantages
in this regard. Not only do the refrigerants have zero global warming potential, but
the higher efficiency of converting fossil fuels to space heating and cooling produce
less carbon dioxide, which is the major contributor to global warming. :
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Regarding the merits of the two common solid sorption refrigerants, water and
ammonia, water is the ideal refrigerant except for its very low pressure (high
vacuum) and low density at evaporator conditions, and its freezing point at 0°C. On
the other hand, ammonia has been in use in refrigeration for over 100 years. It has
a high heat of vaporization, high heat transfer characteristics, and positive
evaporator pressures relative to the atmosphere. Mass diffusion kinetics in the solid
sorbent is therefore not a problem. While flammable in a narrow range of high
concentrations, it is difficult to ignite and will not support combustion after the
ignition source is withdrawn. It has zero ozone depletion potential. In September,
1991, the American Society of Heating, Refrigeration, and Air Conditioning
Engineers officially endorsed ammonia as an alternative refrigerant. The European
community is also strongly supporting ammonia as an alternative refrigerant.

TECHNICAL ISSUES

The primary new technology in a residential gas heat pump product utilizing
solid sorption is the sorbent beds containing the solid sorbent which must be heated
and cooled by the use of a heat transfer fluid. First, a solid/refrigerant pair must
be selected which is chemically stable and has a large change in adsorption with a
over a reasonable temperature range. Activated carbon and ammonia is one pair that
is an excellent candidate.

The solid sorbent bed and integral heat exchanger must have characteristics
as follows: 1) the time period of the complete heating and cooling cycle must be less
than about 5 to 10 minutes and, 2) this must be accomplished while maintaining an
optimum thermal wave profile along the heat transfer fluid flow path.

The maximum cycle time period of 5 to 10 minutes is necessary to keep the mass
of solid sorbent on the order of about 15 pounds per refrigeration ton of cooling
capacity. If the mass of solid sorbent is greater than this, the mass of the sorbent
and associated heat exchanger will be very large, resulting in cost greater than is
economically practical to compete with current commercial technalogy.

Of course the thermal wave is necessary to reach a high regeneration of heat
from the bed being cooled to help heat the bed being heated. It should be noted
however, that while a very short thermal wave will produce the highest efficiency,
it leads to large sorbent beds and associated heat exchangers. This is because at
any given time, the only active part of the bed heat exchanger is that part on the
progressing front. For a very steep wave, this means that only a very small fraction
of the bed heat exchanger will be utilized at a any given time, dictating a very slow
moving wave. This increases cycle times and leads to large beds and associated heat
exchangers. Therefore, trading off the efficiency of the gas heat pump with the
cost of the sorbent beds is necessary to determine an optimum thermal wave profile.

. - This thermal wave concept can be extended to refngerant compressor systems
using multiple beds, even or odd. This was demonstrated in systems that were built
. in the 1920s and reported in the literature by E.B. Miller ("The Development of Silica
.Gel Refrigeration," American Society of Refrigerating Engmeers Vol. 17, No. 4,

1929) . ,

Over the past 5 years, these design trade offs between the number and
configuration of the beds and the design of each bed have been studied both
experimentally and theoretically in considerable detail to produce a bed and heat
pump system design with the best potential for economic success against existing
residential heating and cooling systems. These beds have been comprehensively
tested over all operating conditions, and installed in a complete air cooled heat pump
system. This system consists of an outdoor unit which produces chilled water for
‘space cooling in the summer, or hot water for space heating in the winter. The hot
or chilled water is c:1rculated inside to an air coil which heats or cools the house air.
Complete system optimization trading off system manufacturing costs against annual
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operating cost is being carried out at this time. This primarily involves heat
exchanger sizing, air flow rates, and water flow rates. At the same time, system and
component simplification for ease of manufacturing is being studied.

ECONOMICS

To develop a successful gas heat pump for the residential application, the
product must deliver comfort as good or better than the existing technology. The
higher equipment costs, which will always accompany a gas heat pump, must be
compensated for by lower annual operating costs. Acceptable simple paybacks for
home owners is debatable, but 3 years is generally considered quite good with
anything over 10 years unacceptable.  Electric and gas utility demand-side-
management subsidies to level their respective demands can reduce the equipment
cost premiums.

To aid the purchaser in making this payback calculation, Federal Regulations
require a yellow label with annual operating data clearly stated. The procedure for
calculating this number is spelled out by DOE for electric heat pumps, electric
furnaces, and electric air conditioners. The American National Standards Institute
has just approved a standard for testing gas heat pumps which will
yield annual operating data that the purchaser can use to compare the operating cost
against other available heating -and cooling products. .

Detailed manufacturing costs studies have been carried out by an outside
party on a base system design using the existing sorption bed design. The sorption
beds have been developed to a point where their costs are less than 25 percent of the
total system costs. Given this detailed costs analysis, system design optimization is
being carried out to minimize this costs, while maintaining a significant cost savings.

The current status shows that a five year simple payback is achieved in a
substantial number of cities of the U.S. These economics vary substantially from city
to city as gas and electric rate structures varies. A significant variable is not only
the annual electric to gas costs ratio, but also the winter to summer electric rate
variation and the winter to summer gas rate variation. Many cities have considerable
higher electric rates in the summer than wmter with lower gas rates in the summer
compared to the winter.

CONCLUSION

Solid sorption has important fundamental features which make it advantageous
for space conditioning. These fundamental merits coupled with new regeneration
technology make it a strong candidate to capture the long sought after advantages
of direct fossil fuel fired space conditioning in conjunction with benign refrigerants.
New solid sorption technology shows advantages including; simplicity, low
maintenance, high temperature heat input capability, low pump power, inherent
flexibility in operation, heating performance insensitivity to low winter ambient
temperature, and environmentally friendly refrigerants.

Minimum market volumes of 50,000 units per year must be achievable for a new
gas heat pump product to make it attractive to an HVAC manufacturing and
distribution company. hﬁ\"al market introduction should be prudently small and built
up over a few years. Market analyses by outside HVAC industry marketing
specialists shows that significant market penetration is achievable with the current
product technology concept to be commercialized in 1996. One benefit of this
technology is that the theoretical potential is much higher than necessary for
successful product introduction. Further development and system optimization is
possible with second and third generation products based on this technology
achieving increasing penetration of the 2 to 3 million residential heatmg/coohng

systems sold annually.
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E]ector Expansmn Refrlgeratlon Cycle

. * Brian SllVCttl
Calmac Manufacturing Corporation
' .. P.O.Box 710 -
Englewood, NJ 07631 -
(201) 569-0420 -

This material was submitted for inclusion with the information
presented at the 1993 Non- Fluorocarbon Refrngeratlon and Air-
Conditioning Technologies Workshop. Mr. Silvetti was unable to
attend the workshop and hence could not respond to questions or
comments relative to his work.

C-229



J
S -
i
. .




Section 4. Exécutive Summary
4a. Scientific and Technical Merit

A significant breakthrough is underway which promises to improve the efficiency, c{ap'aci‘t.y,
and maximum thermal differential for 8 wide range of vapor comprassion refrigeration
systems. It is applicable to cooling, heating, and refrigeration systems in all sizes, including -

® household refrigerators,

® residential, automotive, and commercial air condmoners,
@ Heat pumps, and

® commercial and industrial refrigeration.

A breadboard system hag have already achieved a bench test efficiency (COP) improvement
of 6% over standard vapor compression cycles. The fully developed system is expected to
reach 10% improvement for air condmonmg and up to 20% improvement for lower tempera-
ture applications.

The breakthrough is called the Ejector Expansion Refrigeration Cycle (EERC}. One of the
intrinsic losses in the standard vapor compression refrigeration cycle is the throttling of
refrigerant in the expansion device. (n the EERC, the energy normally wasted in thermal
expansion valves, capillary tubes, and orifices is used positively by means of an ejector to
raise the suction pressure entering the compressor. Since work done by the ejector replaces
wasteful throttling, the evaporator cooling effect increases while compressor work decreases.
The results ara increases in both efficiency and capacity. These improvements are attained
by the addition of low cost components having no moving parts. They are applicable to all
vapor compression, refrigerants, including new ozone-safe compounds.

Others have attempted to make this concept workable but have failed because of poor
efficiency of the ejector primary nozzle. In their devices, the condenser liquid in the nozzle
changes to vapor phase slowly relative to the nozzle transit time, so most of its expansion
takes place after the nozzle exit. The result is an ejector pressure rise too small to be

practically useful.

The applicant has repeatedly achieved a very significant pressure rise in laboratory tests. This
success is based on a patentable innovation which causes the phase change in the primary
nozzle to occur very quickly. The innovation is described more fully in Section 5.

The scientific merit of this proposal is demonstrated by the discovery of a means to realize
the EERC concept where several other well known and highly respected parties have failed.
The solution to the problem was based on an improved understanding of the basic physics of
the processes involved.

The technical merit is shown by the proposal’s total uniqueness relative to current industry -
practice, where the expansion energy is wasted in all cases. The state of the art is being
extended, and wide scale application of the innovation is feasible. Multi-disciplinary planning
has been used in guiding and evaluating the work done so far. This work has been limited,
howaever, by the lavels of financing viable for the applicent over the past two years. Rapid
and effectlve commercialization requires more equipment, design and test facilities, and
research personnel. ‘
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4b. Proposed Research and Development Program

The development of the EERC promises large benefits. Before this development can progress
to the prototype stage, more information is needed on both the performance of two phase
ejectors and the overall performance: of the EERC. The EERC research program will thus be
divided into two main components: two phase sjector development and integrated EERC
development and prototyping.

The ejector development component will concentrate on a better understanding of the
phenomena within the EERC’s two phase ejector. Calmac’s EERC research to date has greatly
increased knowledge in this area, resulting in dramatic performance improvements. Further
research into the basics of ejector performance promise additional improvements.

The EERC prototyping componant will concentrate on analysis, design, and manufacturing
methods for integrated EERC systems. Prototype EERC component packages will be installed
in off-the-shelf heat pump and air conditioning. systems. Testing will provide the database
needed to select EERC components for a particular application, and the working test stand will
be a powerful tool for marketing to large volume OEM customers.

4c, Broad-baséd Benefits

Concerns about energy conservation, global warming, and ozone depletion are having a major
impact on U.S. and worldwide technology. There is clear consensus on the need to reduce
fossil energy usage, with consequently lower CO, emisslons, and to reduce the leakage of
CFC refrigerants to cut ozone depletion. Manat comprassion tafrigeratiop accounts for about

2 . elactric ener ; 50 an increase in its efficiency by 10 to
20% could Qotentian! save about 2 quads. This decrease in energy use would be a grest
benefit to the U.S., and the reduction in CO, emissions would go far towards meeting our
national goals in that area. Worldwide, such an efficiency increase could save 10 to 20 quads
of energy.

There is also growing concern about U.S. industrial competitiveness. Air conditioning and
refrigeration equipment has always been a significant U.S. export, but our ghare of the world
market in this area has shrunk. The development of an important, proprietary, U.S. owned
innovation in air conditioning and refrigeration technology would result in & major increase in
U.S. market share. With a 821 billion world market, this could have a meaningful positive
impact on the U.S. balance of trade.

4d. Technology Transfer

The key innovation In our success with the EERC has been deemed patentable by our patent
attorney, and an application has been filed with the U.S. Patent Office. Foreign patent
applications willl be filed within the year to secure international protaction. Additional
patentablé innovations are expected. The precise dimensions, heat transfer, and flow pattern
needed for maximum ejector performance will be a source of trade secrets which will also
protect Calmac and our U.S. licensees. '

Calmac does not plan to manufacture complete EERC refrigeration systems. We will, instead,
manufacture a package of components. required for the EERC and distribute them on both
OEM and retrofit bases. We will make our expertise available to our customers, insuring that
they make the best use of this new technology in their applications. For specialized market
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Section 6. Research and Development Prdg_rarn
Ba. Technology Development Goal
This project has two major technology development goals:
® to understand-and improve the performance of two phése ejectors, and

® tointegrate these ejectors into ejector expansion refrigeration cycles (EERC’s) for
air conditioning and heat pumping applications.

In order to make the motivations and goals for the project clear, this subsection will cover
® Baslc concept of two phase ejector application,

® Performance improvements theoretically possible with the addition of a two phase
ejector to a standard refrigeration cycle,

® The history of the EERC and of two phase ejectors,
® Caimac EERC ressarch and improvements to the EERC,
® The need for development of two phase ejectors and of integrated systems, and

® An assessment of technical risks end potential payoffs from the research and
development program.

Bal. The Use of an Ejector as a Refrigerant Expander

It has long been recognized that the COP of the vapor compression cycle would be improved
by replacing the free expansion in the expansion valve with a work-producing expansion. This
change would give two benefits: it would increase available cooling by removing energy from
the refrigerant entering the evaporator and reduce required work by helping drive the
compressor. The work-producing device could be a reciprocating, rotary, or turbine expander,
but such a device would be expensive and prone to damage by low quality two phase flow.

The jet sjector is low in cost and able to handie a wide range of multiphase flows without
damage. Itis proposed that an ejector be used as a refrigarant expander. :

A conventional vapor compression refrigeration cycle is shown in Figure 1{a). In this cycls,
the high pressure liquid leaving the condenser is expanded to the low pressure of the
svaporator through an expansion valve, capillary tube, or other expansion device. Within the
expansion device, the internal energy associated with the high inlet pressure is converted to
kinetic energy and then dissipated to heat through fluid friction. The energy is thus not only
wasted as useful work, but is dumped into the evaporator as heat, increasing the load on the

refrigeration system.
The ejector expansion refrigeration cycls (EERC) is shown in Figure 1(b). In this cycle, the

high pressure liquid leaving the condenser is expanded in the motive nozzle of an ejector. The
internal energy associated with the high inlet pressure is converted to kinetic energy, some
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Figure 1. Refrigeration System Schematic.
(Numerals refer to point shown on Figure 2.)
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of which is transferred through mixing to the low prassure vapor leaving the evaporator. The
kinetic energy Is then used, in the diffuser, to compress the mixed stream to a pressure above
evaporator pressure. The two phass stream enters a separator, from which vapor enters the
compressor and liquid returns to the evaporator. The energy of expansion is thus kept out of.
the evaporator and used to assist the compressor. In essence, the EERC is a two stage
refrigeration system, with the work otherwise lost in the high stage expansion process
providing the work input for the low stage. The low stage throtthng process is across a small
pressure difference and thus causes little loss.

______ CONVENTIONAL
EERC
1
|
|
|
W |
|
|
3 I 4
C/
7 2 k‘i ] °
CONVENTIONAL
'._mm'nen
. trrect
EfRE .
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Figure 2. Comparison of Pressure-Enthalpy Diagrams for Standard Cycle and EERC
(Numerals refer to points shown on Figure 1.)

Figure 2 compares the evaporation and compression process of the EERC with that of a
standard cycle on a pressure-enthalpy diagram. It is apparent that the neerly isentropic
expansion into the evaporator will result in lower evaporator iniet quality, and thus in higher
evaporator enthalpy change. The higher compressor inlet pressure results in lower
compressor enthalpy change. These two beneficial effects are, to some extent, counteracted
by the fact that compressor flow in the EERC is slightly greater than evaporator flow. The

net effect is, however, adveantageous.
Ba2. Performance Improvements with Two Phase Ejector

In order to compare the performance of the ejector expansion refrigeration cycle (EERC) with
the standard vapor-compression cycle, simulations of the two cycles wers carried out for the
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same evaporator temperatures, condenser temperatures, compressor efficiencies, and heat
loads. Those components which were common to the standard cycle and EERC were modeled
as ideal elements. The ejector was modelled by estimating efficiencies of the motive and
suction fluid nozzles and of the diffuser. Mixing loss was calculated from conservatlon of
energy and momentum and the second law of thermodynamics.

Table 1
EERC Performance vs. Standard Cycle Performanca
5 F Evaporator Temperature, 86 F Condenser Temperature.
Compressor, Nozzle, Diffuser Efficiencies 1.

Refrigerant © Ejector Expansion Conveational Change with
. Vapor-Compression use of Ejector
COP | Compressor Fraction of | COP | Compressor | COP | Displacement
Displacement | Compression Displacement
(CFM/Ton) | inEjector (CEM/Ten)
R-11 5.70 29.9 43% 5.02 36.6 +14% -18%
R-12 5.70 4.65 8.1% 4.69 5.87 +22% 21%
R-13B1 | 5.62 1,966 13.0% 4.19 266 | +34% 26% |
IL R-22 5.61 2.85 7.7% 4.67 3.53 +20% -19%

" RUI3 | 573 75.3 4.6% 4.89 99.5 +17% 24%
R-114 | 571 14.72 79% . | 4.57 20.1 +25% 27%
R123 | 573 37.0 4.6% | a.94 47.4 +16% 2%

R124- | 571 '8.03 7.6% | 4.68 10.46 +22% 23%
R-13¢ | 571 5.84: 7.3% 4.70 7.59 +21% 23%
RI34A {570 | 461 19% | 464 |  6.04 +23% | -24%
R-142B. | 5.72 8.97 5.7% 4.93 10.96 +16% -18%
R-152A | 5.68 5.03 6.5% 4.81 6.22 +18% -19%
R-500 | 5.69 3.93 8.0% 4.68 4.96 +21% 21%
R-S02 | 5.67 2.66 11.1% - | 4.35 .57 | +30% 26%
NH3 5.33 2.98 41% 4.76 3.44 | +12% 3%

Table 1 compares the performance of an ideal EERC (all efficiencies 1) with that of an ideal
vapor compression cycle for standard evaporating and condensing temperatures. The Table
shows significant increase in COP and decrease in compressor displacement for all
refrigerants, but the changes are much larger for soms refrigerants than for others. In the
EERC the ejector provides a small but significant part of the overall compression ratio. [n
evaluating the results shown in the Table, one must keep in mind that performance
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improvements increase with increasing temperature difference and decrease with decreasing
ejector component efficisncies. Change in compressor efficiency has little effect on relative
ejector/conventional performance. ,

It is instructive ta study the effect of various refrigerants on cycle Coefficient of Performance
with and without an ejector. For a conventional cycle, COP varies from 4.19 to 5.02, a
spread of £9.0% about 8 middle value. For an EERC, COP varies from 5.33 to 5.73, a
spread of +£3.6%. If we eliminate ammonia from consideration and include only current
CFC’s and proposed replacement compounds, EERC COP varies from 5.61 to .71, a spread
of only £0.8%. ltis apparent that a large part of the difference in COP of various refrigerants
* is due to the loss in the expansion valve. In comparing various CFC’s and eiternatives, the
expansgion valve loss comprises almost the entire difference. Thus, the loss in COP from
switching to environmentally acceptable rafrigerants is minimized by the EERC.

‘ 1.0 : : ~ -

0.8 ~

0.8 -

COP IMPROVEMENT /7 MAXIMA IMPROVEMENT
=]
“n
[
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0.3 =
0.8 =
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1 1 ‘
‘EFFICIENCY OF NOZZLES AND DIFFUSER

-Figure 3.. COP Improvement Relative to Ideal Ejector Expansion Cyéle.
R-12, 5 F Evaporator, 86 F Condenser, Compressor Efficiency 100%
Other Efficiencies Equal as Given.

The effects of ejector component inefficiency are shown In Figure 3. The figure shows the
fraction of the COP improvement given in Table 1 that can be expectad for the same operating
temperatures with individual component efficiencies (motive nozzle, suction nozzle, diffuser)
squal and less than 100%. The plot was made for R-12, but the piots for other refrigerants
are almost identical. It should be noted that overall ejector efflciency is much lower than the
individual component efficiencles. Nevertheless, the data shows that performance
improvement is considerable even for component efficiencies in the 70-80% range.

The effects of varying evaporator and condenser temperature are showh in Figure 4. The
figure shows the COP improvement with ideal components and R-12 over a range of operating
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Figure 4. COP Improvement vs. Evaporator Temperature.
R-12, Variqus Condensing Temperatures, all Efficiencies 100%.

conditions. Performance improvement with the EERC is shown t0 increase with increasing
temperature lift. The point reported in Table 1 is marked on the graph, and it is evident that
many realistic operating conditions result in greater performance improvement. System
performance shows similar dependence on temperature for other refrigerants.

Refrigerant R-22 is now being considered as a medium-term substitute for R-12 and R-502
in many systams. One of the difficulties with this substitution is the high discharge superheat
associated with R-22!, Figure 5 shows that the EERC gives greatly reduced compressar
discharge temperatures, even with conservative ejector component efficiencies. It should be
noted that the figure was plotted for e fully hermetic compressor. For a semi-hermetic
machine, where there is some cooling of the heads, the EERC will meet the practical limit of
300 F for all conditions shown.

It is evident that the EERC offers considerable improvement over a conventional vapor
compression cycle in energy efficiency, compressor displacement, and compressor discharge
superheat. All of the elemants of the system except the two phase ejector are used in
existing systems. The ejector, however, requires further development.

§

1. Muir, E.B., "Commercisl Refrigeration end CFC's," CFCs: Today's Options - Tomorrow’s Solutions,
ASHRAE, 1989, pp 81-86. > :
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APPENDIX D

QUESTIONS AND ANSWERS






Questions and comments for Manfred Dohlinger concerning refrigerators using

hydrocarbons:

Please comment on the near term introduction of 16 to 18 cubic foot (450 to 510 1)
refrigerator|freezer models in Europe around October; is not a refrigerator|freezer already
on sale in Europe including UK.?

There is no market in Europe for domestic fridges of sizes in the range above 16 ft>.
The largest produced in series is 12.9 ft* without freezer from Bosch/Siemens. It has
only an R-600a charge of 20 g. This is less than the charge in 5 ft> models. With only
0.1 kWh/24 hr/100 liters it has the lowest relative power consumption on the market.
By this it can be assumed that hydrocarbon charges for larger fridges of 16 to 18 ft®
can casily be kept lower than 50 g if optimized properly.

There is a 5 ft® refrigerator/freezer from Bosch/Siemens on the market since April
1993. The same size fridge will be on sale by Liebherr at the end of this month [July
1993]. Foron will offer their whole line at October ’93, including fridges with 3-star
freezers.

What is the status of hydrocarbons as refrigerants for use in heat pumps and air
conditioners? '

There are no changes in using R-22 in new air conditioners and heat pumps in
Europe announced yet. R-290 is sometimes used as a drop in, but more or less
secretly.

Recent published data by German refrigerator manufacturers show that refrigerant
R-134a provides better energy efficiency than when using hydrocarbon refrigerants. This
raises the question of using the same basis of comparison and if systems were optimized.

This is only true with the Bosch/Siemens fridge/freezer. All the others on the market
have (by their catalog data) equal or better energy efficiencies with hydrocarbons than
with R-134a. All will have better efficiencies with R-290/R-600 blends after more time
for optimizing.
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" Questions and comments for David Berchowitz concerning the free-piston oil-free
-compressor developed by Sunpower:

- Do manufacturers see a problem in the life of compressor valves that are running dry

- (oil-free)?

It is possible to design compressor valves to run dry for indefinite periods. The units
that are currently on test at Sunpower are using valves that normally operate under
oil-lubricated conditions. So far we have not noticed any indications of wear or other
deleterious effects other than slightly poorer sealing characteristics.

What is the system weight of a 250 W compressor unit?
S kg.

Have you built and tested high capacity units, such as 3 tons? If so, compare its
performance.

No, but we are planning to move in that direction as soon as possible.

One of the secondary benefits of the lubricant in a domestic refrigerator is the
suppression of noise. How does the noise level of the linear compressor compare to that
of a conventional crank and piston compressor?

From subjective evaluations the compressor seems to be very quiet. Oil does reduce
noise in crank driven machines because it damps out the tendency for backlash in the
clearances of the mechanical linkage. Since the free-piston compressor does not have
a mechanical linkage, there is no mechanism slap or backlash to cause the noise in the
first place. Piston slap does not occur due to the presence of the gas bearings. The
valves do not seem to contribute significantly to the noise either lubricated or dry.

What is the electromechanical efficiency?

av
dt
Power elect.

P

n-=

The gas beadﬁgs have insignificantly small friction thus the electromechanical
effic1ency is essentially the efficiency of the linear motor. The linear motor efficiency
is between 92 and 93%.

What are the limitations which would occur if the frequency is increased by a factor of
two or four?

Valve response is likely to be a problem, however, with redesign this may be
overcome. Flow losses may not be that easy to keep low.
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Have you considered flexure bearings?
‘No.-
How do machining tolerances and surface finishes impact production costs?

This machine has only one close fitting pair and therefore manufacturing costs
associated with close tolerances and finishes are considered to be less than
conventional crank machines.

How will you deal with the problem of system contaminants in the gas bearing and the
tiny drillings that supply the gas to the piston-cylinder gap?

No capillaries are employed and no problems have been encountered with system
contaminants with the exception of oil. We have thus far not used filters but we make
sure that the system is oil free. '

.PIease comment on the automotive A/C applzcatzon of free-Rankine and Stirling; what
is the potential? :

_ The free-piston compressor would be a better choice wherever electrical energy is
used to drive the A/C system. I doubt that it could compete with an engine driven
system but we have not looked at this carefully. The free-piston Stirling is competitive .
with vapor compression at temperature lifts of greater than 70°C. This is probably
unlikely in most automotive applications. ,

Up to what thermal capacity do you think the linear piston compressor is competitive
with current vapor compression machinery, say at -30°C cold temperature?

The linear compressor is competitive with all current vapor compression systems
employing a piston crank drive. It essentially removes the losses attributable to the
crank mechanism and provides modulation by adjusting the amplitude while holding
a constant dead volume. Furthermore, the linear compressor does not require oil.



Questions and comments for David Berchowitz about Stirling cycle refrigeration:

The isentropic efficiency of commercial refrigeration compressors is substantzally higher
than that for domestic refrigeration compressors. Can the Stirling cycle gain the same
benefits when it zs scaled up to larger sizes?

The free-piston Stirling does have a disadvantage when scaled up to larger sizes owing
to the scale-effect of the internal heat exchangers. There would be a point where one
would require multiple cylinders to preserve performance. The free-piston Stirling is
probably limited to about 60% of Carnot at typical food freezer temperatures. I would
expect that a well designed commercial refrigeration compressor performs at a similar
level. Furthermore, small vapor compression systems generally have friction losses
which are a larger fraction of the input power. As the capacity increases, the friction
generally becomes a smaller fraction of the input. The free-piston configurations do
not_have friction losses and so have an advantage wherever friction is significant. In
commercial applications, the real advantage of the Stirling may be in the Duplex form
in which natural gas may be used as the energy source rather than electricity.

What are the investments required for OEMs in retooling for the required changes in the
refrigerator and costs of other required components (ie. heat pipes, etc.)?

The cost of the heat pipes is not seen by GE to pose a significant additional cost to
the system. Their argument being that if efficiency is maximized, as it might be in
future refrigerators, then vapor compression systems will in all likelihood have far
more extensive heat exchangers than are currently used. When maximized efficiency
systems are compared then it was found that the costs of improved vapor compression
heat exchangers are similar to the costs of the Stirling heat pipe. Investment and
tooling costs were estimated by GE to be $18.7 million and $1.544 million respectively
for a 250,000 units/year volume. This does not include facility costs.

What are the efficiency trade-offs between continuous/modulated operation of a domestic
cooler and on/off operation?

The efficiency trade-offs using continuous modulation have never been determined
at Sunpower. According to Warren Bessler at GE, the energy savings of continuous
modulation may be as much as 15%. About 10% comes from cycle losses and the rest
comes from the increased component efficiencies when running at lower capacity
(e.g., heat exchangers become more effective). The comparison between the vapor
compression and Stirling systems was based on both being capable of continuous
modulation. In the study, GE assumed that the vapor compression system modulates
with motor speed and the Stirling uses amplitude. A free-piston compressor would
obviously use amplitude too but GE chose to compare the Stirling to an advanced GE
crank-driven design which uses speed modulation. Costs of the modulation are
associated with the increased electronics required. However, the mechanical
components are expected to be cheaper so the overall effect of including the
electronics is not seen to add 31gn1ﬁcantly to the cost.
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Questions and comments for Pete Riggle about Stirling cycle refrigeration:

Please expand on the reluctance of end-users to fund systems integration, engineering,
etc.; and your expanded role of government to address producability issues.

What are the efficiency trade offs between continuous/modulated operation of a domestic
cooler and on/off operation?

Existing refrigerator compressors have a COP over 2.0 at typical conditions, whereas your
target efficiency is only 1.5. How are you going to improve on vapor compression

efficiency?
Please comment on long life testing.

Stirling engines and coolers developed by STC employ two alternative approaches to
achieve long maintenance-free life. In our kinematic Stirling machines and hydraulic
output free piston Stirling engines, welded metal bellows are employed to separate
the Stirling cycle working gas from portions of the machine containing oil for
lubrication or power transfer. In our free piston machines employing linear motors or
alternators we employ flexural bearings to allow pistons, displacers, and the armatures
of linear electric motors or alternators to oscillate with rubbing.

The flexural bearings employed in some STC machines, and the bellows employed in
others, employ steel alloys, which exhibit endurance limit behavior. For flexing
elements made of these materials, the expected failure rate for infinite cycles of
flexure is predictable, and falls dramatically with the peak design stress selected. The
- peak design stress employed by STC implies very low engine and cooler failure rates
from bellows or flexural bearings. Typical predicted engine or cooler failure rates from

bellows or flexural bearing failure are well under 0.1% of the machines over a 10 year
life.

An endurance test of a Stirling engine employing a flexural bearing and seal bellows
was initiated around 1970 and. operated for 6.9 years of continuous running without
failure of the bellows or the flexural bearing. Component tests of 30 welded metal
bellows units have been in continuous operation for 11 to 15 years at a frequency of
30 Hz with zero flexural failures. Three of these bellows have developed pinhole leaks
from high sulphur lubricant which was spattered on the bellows by the test drive
mechanism. Flexural bearings have demonstrated lifetimes exceeding 30,000 hours
without failure. STC has an ongoing flexural bearing life test in which we have
intentionally failed flexures in accelerated testing and at lower stress levels have
accumulated thousands of hours of failure-free life. STC has never failed a flexural
bearing outside a test in which failures were expected.

In 1992, STC completed development of a 250 watt 77 K kinematic drive cryocooler
with bellows seals. Dozens of sets of bellows underwent 18 months of accelerated life
testing which supported STC’s basic life and reliability prediction methods. Operation
of the seals within prototype coolers verifies the expected long life of the bellows.
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Questions and comments for Ed Miniatt about Stirling cycle refrigeration:

Are you concemed about oil vapors condensmg on the cold surfaces?

No. In the past, oil penetration into the cycles was a concern, but no longer is.
Several reliable oil seal devrces have been developed and proven in keeplng 011 out
of the cycles . :

Please comment about lzfe testmg

Successful endurance testing of the: STM4-120 engine at full power:is ongomg now.

Although the first refrigeration prototype will not be completed until the end of this'
— ' ,

year, it will use the exact same drive.
Is auto A/C bemg worked on’ Functzon of Detroit diesel applzcatzon aulezary power7
Yes. STM has s1gned a Corporate Agreement with Detrort Diesel' Corporation to

develop the STM4-120 for various auxiliary power applications These mclude but are
not limited to: - -

o Hybrid Electric Vehicles (buses and vans). -
. Marine Generator Sets
° Military APU S

Solar -~

How does the ‘mass of your engznes and coolers compare wzth that of conventzonal
engines and compressors?

The short block for the STM4-120 weighs 120 kg. With the external heating system
for engine applications the weight comes to -about 110 kg. Producing 52 kW @ 4500
RPM, this gives a weight/power ratio of about 2.1 kg/k<W (3.5 Ib/hp). With the
refrigerator cooling heads the weight comes to 109 kg, not including the electric
motor needed to drive the machine. For a cooling capacity of 25 kW @ 1800 RPM,
the weight/cooling capacity ratio comes to 4.36 kg/kW (0.0028 Ib/Btu). These weights
are very competitive with engines and cooling machines of the same power ratings.

sy
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Questions and comments for Tim Lucas about acoustic compressors:
How do you modulate the compressor’

Variable capacrty is accompllshed simpy by changlng the drrve voltage to the lmear
motor. - : -

When power is first applied to the compressor, the peak-to-peak pressure amplitude
of the acoustic wave will increase until it reaches the steady state pressures required
for condensation and evaporation. Once these pressures are reached the wave
becomes clipped. The clipped portion of the wave, above condensing pressure and
below evaporating pressure, is associated with the PV work being provided. Once this
equrhbrrum condition has been reached, further increases in applied drive power will
increase the PV work at the current heat exchanger pressures, thus varying the
compressor’s capacity.

thch workmg reﬁ'tgerants are the appliance manufacturers interested in for the
compressor’ Can you use noble gases or ammonia? : '

U S. apphance manufacturers are primarily lnterested in HFC-143a for the short term,
since it is commercially available. They have also. expressed mterest in hydrocarbons
for the European market. : ‘

Any gas can be used in the compressor with the following considerations. The
resonator is the primary size determining component of the compressor, and its length
is equal to a minimum of one half of the wavelength of sound. The speed of sound
is different for different gases. This means that for a constant operating frequency the
resonator’s length will be different for different gases.

Running frequency will ultimately be limited by how fast valves can run. If gases with
very high sound speeds are used, then the length of the compressor must increase to
prevent excessive valve speeds. Current prototypes run at 300 Hz, but valves have
been operated at 600 Hz. There appears to be plenty of valve speed head room to
allow the use of higher sound speed refrigerants, like hydrocarbons and still keep.
resonator, size constant. S

What are the projected efficiencies of your compressor? Are there any test data?

See Efficiency section of the written paper.
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Questions and comments for Steve Garrett about thermoacoustic cooling systems:

What is the work that Ford is going to report on in October? Is it auto A/C? Will it be
efficient with current engine designs? Does it still use noble gases?

The work that Ford has been doing in thermoacoustic cooling will be reported at the
October meeting of the Acoustical Society of America which will be held in Denver,
Colorado. They will be describing a modular refrigerator built to explore scaling to
larger heat flux. Their test system employs a commercial 10 inch woofer as the sound
source and uses pure helium gas. Their initial application is novel and proprictary. If
these efforts are successful, extension to appliance and automotive air conditioning
applications could follow.

What is the best projected efficiency of your system?

At the present time, our best projected efficiency in a domestic refrigerator/freezer
system has been 42% of Carnot. This is inclusive of resonator and primary heat
exchanger losses but exclusive of electroacoustic conversion efficiency of the loud
speakers and of electrical power consumption of the pumps which circulate the heat
exchanger fluids for transport of useful cooling and exhaust of waste heat. This design
is still of the "conventional" type. Better efficiencies may result from some of the
variations which are mentioned in the response to the next question.

How is energy efficiency to be increased to 40% of Carnot? Does the efficiency include
the heat transfer equipment required to make an operable system? Current home
refrigerators operate at 40% of Carnot, with expectations of 50-60% of Cammot. Can the
thermoacoustic compete with this type of efficiency?

The cneréy efficiency has been raised to 40% of Carnot by improvements in resonator
geometry to reduce turbulent losses and by the recent availability of computer models
which allow for the simultaneous optimization of the stack and primary heat
exchanger spacing, length, and location. Since the field is still rather immature, it is
difficult to predict exactly how further efficiency increases could be realized. Just
recently, the use of stacks which have a convex curvature (e.g., pin stacks), as opposed
to the conventional concave curvature (ducts, capillary arrays, parallel plates, etc.), has
produced theoretical efficiency increases of as much as 15% over the existing stack
geometries in some applications [G. W. Swift and R. M. Keoleian, accepted for
publication in the Journal of the Acoustical Society of America]. The use of multi-
element stacks or stacks with continuously variable spacing also are predicted to
provide improved performance {G. Bennett, Ph.D. thesis, Department of Mechanical
Engineering, University of New Mexico, 1991].

In acoustic terms, thermoacoustic cooling and the Stirling cycle are the standing wave
and travelling wave limits in a continuum of possible refrigerator designs. It is likely
that the performance of thermoacoustic (standing wave) refrigerators would also be
improved by the proper reduction in the standing wave ratio so that a Stlrlmg
(travelling wave) component could be used to enhance the overall heat pumping
efficiency and power density [T. J. Hofler, "Concepts for Thermoacoustic
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Refrigeration and a Practical Device," Proceedings.of the Sth International Cryocooler
Conference 18-19 Aug 1988, Monterey, CA]. '

Ultimately, as one might expect in a new technology, there are presently many more
interesting options to explore than there are qualified scientists and engineers to test
them. Recent support from the Office of Naval Research should increase the number
of universities and graduate students working on thermoacoustic systems and their
components so it may be possible that thermoacoustics will be able to compete with
the projected efficiencies of chemically based cooling cycles in a few years in the
laboratory, and within this decade in some component of the marketplace.
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Questions and comments for Tony DeGregona about magnetxc refngeratlon
How can the hzgh mvestment/cost be reduced7 |

There appear to be two quéstions here:

U How can the high initial investment cost be reduced?

The manufacture of magnetic heat pumps does not require the use of unique
materials, tooling, or manufacturing processes. While regenerative beds constructed
of magnetocaloric materials are unique as assemblies, the tooling and manufacturing
processes required for their construction are commonly available in the mechanical
and fluid components manufacturing industry.

Superconducting magnetic design methods, materials, and construction processes
required for the manufacture of superconducting magnet assemblies is publicly known
and readily available. Superconducting magnetic assemblies are available as products
from numerous manufacturers.

The investments required for other major system components, such as high
performance heat exchangers, and fluid system components would not be significantly
different from the investment required for manufacturing these same components in
present refrigeration systems manufacturing.

o How can the hlgh cost of magnetic heat pumps be reduced?

The two ma_]or recurring cost 1tems in any magnetic heat pump are the magnetocaloric
materials and the superconducting magnet assemblies. :

We have been exploring these costs with several vendors. Our investigations have not
been exhaustwe by any means.’ -

The mformat;on we have recewed is that cost reductions on the order of a factor of
2-to 4 can be obtained for the purchase of large quantities (100* metric tons/year) of
magnetocaloric materials if the purchase contracts are firm and for multi-year delivery
of fixed quantities on a fixed schedule basis.

These estimates were based on fixed wire cost. They did not consider future
manufacturing process and wire technology development, i.e., future developments
that could lead to reduced wire cost.

There are two other manufacturing cost reducing opportunities that we are
investigating at this time: -

1. There are indications that alternative magnetocaloric materials can be
- found that will be much cheaper than gadolinium.
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2. The primary cost reducing opportunity lies in increasing the operating
speed. If the operating speed of any specific design can be doubled or
quadrupled, the manufacturing cost of the magnetocaloric material’
and superconducting magnet assemblies could be halved or quarted
when measured on the basis of $/ton. :

What funding or R&D partners do you have?

Astronautics work in magnetic refrigeration is presently supported by DOE’s Oak
Ridge National Laboratory in the construction of a 40 Watt, 50 K cryocooler. Other
work is being supported by corporate funding. We are expecting the award of-an
additional contract for the design, construction and demonstration of a 4 K device in
the near future. Additional proposals have been submitted to potential supporters,
both in government and industry.

During the past 8 months, and continuing at this time, Astronautics has been seeking
appropriate industrial partners with whom we can work to -commercialize the
technology we are developing. We have found interested parties and we are working
jointly with them towards the objective of commercializing this technology.

We are interested in finding additional R&D and commercialization partners which
we believe the broad applicability of magnetic refrigeratiOn technolOgy requires

Is there a need for more continuous DOE|/federal fundzng policy over 5 to 1 0 years9

We believe that there is. The history of the role of DOE/Federal funding in the
development of magnetic refrigeration over nearly two decades provides an example
of the problems that occur without continuity of funding in the development of anew
technology

It must be clearly stated that magnetic refrigeration technology genérally, and
magnetic refrigeration at Astronautics Corporation of America in particular, has
benefitted greatly from DOE and other federal support over a period of about 18
years and that support is continuing at this time. However, this support has been
discontinuous. : -

The U.S. government has shown a consistent pattern of backing efforts in magnetic
refrigeration technology development to the point where projects were close to
completion, then terminating the efforts and gettmg little benefit to the country from
the investment.

Looking at the history of development of this technology leads one to believe that a
good amount of luck has been required to enable the technology to evolve to' the
point it has:

] In the mid to late 1970’s, DOE’s Office of Basic Energy Sciences and
EPRI supported Los Alamos National Laboratory’s ealy efforts but
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discontinued support in the early 1980’s after feasibility had been
demonstrated.

In the early 1980’s, NASA’s Kennedy Space Center provided further
support to Los Alamos for investigation of the application of magnetic
refrigeration to hydrogen rellquefactlon for Space Shuttle ground
hydrogen storage systems.

When the conceptual design of the system had been completed, a
technology transfer of the key members of the Los Alamos staff to
Astronautics Corporation of America took place in 1985. An RFP
(request for proposal) was then issued by NASA KSC for construction
of the device. THe RFP was withdrawn after bids were received, and
the design was never built. 4

The availability of funding through the Federal IR&D processes
enabled Astronautics Corporation of America to fund the transfer of
magnetic refrigeration technology from LANL to Astronautics
Technology Center in Madison, Wisconsin and to support the
technology development efforts until contract revenue began to be
received. -

In the mid-1980’s, ACA was funded by the SDIO/WAFB to build a
4K device and to further investigate regeneratrve devices. The 4K gas
conduction/rotary prototype device ran into serious design problems,
but a parallel alternative design demonstration of an active magnetic
regenerative (AMR) device performed extremely well, demonstrating
the ability of "Active Magnetic Regenerator® (AMR) devices to
achieve high temperature single stage temperature span and high
cooling power in a simple device. This was a key technical
breakthrough overcoming the two. major problems facing magnetic
refrigeration up to the time this work was done.

Project funding was terminated in the late-80’s with SDI (Strategic
Defense Initiative) program fundmg cutbacks and development of the
AMR device was continued at a much slower rate with internal
Astronautics funcing. '

In the same time frame, the Air Force backed Hughes Aircraft in a
multi-million dollar design program to build a regenerative magnetic
refrigerator in'the 80 K range. The design was then changed to a 4 K
device. The hardware was built but when experimental problems and
design flaws appeared the program was terminated before the
experimental problems and design flaws could be corrected.

The DOE supported Idaho Falls National Laboratory in the design of

a near room temperature magnetic heat pump. Modeling efforts
showed that high efficiency was obtainable. A small scale device was
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" constructed. Difficulties were encountered with the water resistance
of the adhesive. The program was cancelled before this problem could
bc: ad_dressed. The device is still in storage but has never been tested.

} The Navy constructed a near room temperature magnetic regenerator
" refrigerator test device that produced 50 K temperature span near
room temperature. Sufficient funding was never obtained to
thoroughly model the thermodynamics of the device. The first design
iteration of the device failed to improve the performance and work
has essentlally stopped due to lack of fundmg

"“In the late 1980’s, DOE funded Astronautics to design a hydrogen
liquefier based on the use of active magnetic regeneration. The design
of this device, based on the successful AMR, was completed and
construction was begun. The technical quahty of the deisgn was judged
by DOE to be "excellent."

Funding of the DOE/ACA "Magnetic Liquefier of Hydrogen" project
~ was stopped in March of this year [1993] after a cost overrun
combined with funding cutbacks at DOE. It is unlikely that funds will
be found, under the present circumstances, in the amount required to
construct the device.

Largely as a result of the joint Astronautics/DOE hydrogen liquefier
~ project work, the technical feasibility of near-room temperature
~ application” of magnetic heat pump technology has recently been
~ established by Astronautics technical staff. This finding creats an
additional and much more significant energy conservation opportunity.
This is the opportunity to apply magnetic heat pump technology to a
broad range of energy ‘intensive industrial and commercial
refrigeration applications at near-room temperatures — the primary
goal of DOE.

~ With the termination of the DOE contract, the technology
" commercialization efforts that were to be supported by DOE funds
are stopped. These efforts are continuing to the extent they can be
supported by Astronautics Corporation in an environment of
"downsizing" of the market for the company’s primary products —
“aircraft and aircraft related flight and ground instrumentation, display,
and flight control systems for military and commercial aircraft and
NASA space systems. Construction of a near-room temperature
demonstractlon device has been started with Astronautics funds.

Did you include power required for the liquid helium cooler, pumps, and other
auxiliaries in your efficiency numbers?

The power reqhi;ed for the liquid helium cooler is included, but only in an
- approximate way. A detailed design was not performed. Therefore, an accurate
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calculation of the heat leaks is not available. The power for the pump required to
overcome pressure drop through the beds is included. This pressure drop is accurately
computed. Additional pressure drop through piping and manifolding is not included,
again, because no detailed design was performed. We feel this additional pressure
drop will be small. Another omission is thermal conduction through structure other
than the beds of magnetic material. We feel that this. additional loss can be small
through proper design.

Have you looked at chiller applications?

A chiller application was examined using a blended magnetic refrigerant. Hot and cold
temperatures were 308 K (95°F) and 277 K (39°F). The COP was estimated to be
8.14 W/W, which is about 70% of Carnot. The estimate included power required by
the cryocooler and power consumed by pump and drive inefficiencies. The cycle used
a blended magnetic refrigerant which could contain primarily gadolinium or primarily
transition metals alloyed with yttrium.

What is the availability of gadolinium?

A domestic producer estimated their current production capacity for gadolinium metal
at 150,000 pounds per year. The reserves of ore are very large; the production
capacity is sized to current demand. The producer anticipates the production rate
could be tripled if demand justified it.

A foreign supplier estimated their production capacity at 200,000 pounds per year for

gadolinium and 1,600,000 pounds per year for yttrium. Again, reserves are ample, and
production can be maintained over a long term.
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Questions and comments for Bob Foster about evaporative cooling:

Are there any geographic limitations on the use of evaporatzve coolmg in southem
. California?. -

How far will demand szde management by utilities in- Calzfomza redress marketzng
disadvantages for evaporative cooling?

What are the possibilities for global applications?
How does water use compare between evaporative cooling and mechanical cOoling? '

Can evaporative cooling systems be used to replace A/C unites in homes using exlstzng
air duct sizes? :
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Questions and comiments for Jim Mattill about evaporative cooling for vehicular
applications: '

What are the technical obstacles to using evaporative cooling in passenger cars?
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Questions and comments for Sonny Sundaresan about advanced fluorocarbon
compression systems: : '

What is the view of Copeland about the trend to:use hydrocarbons by major
manufacturers in Europe?

Yes, some hydrocarbons would have to be considered for the standpoint of
thermodynamic and general performance parameters. Our major concerns are the
high risk and liability introduced with the flammability aspects of the refrigerants in
our type of applications.

What is your view about the relative energy efficiency; lack of lubricant problems, and
simplicity versus azeotropic blends?

Most HFC refrigerants we work with are near-azeotropes; some are so near they have
basic characteristics of azeotropes like R-502. We have seen near-azeotrope HFC
refrigerants with equivalent efficiency to that of propane. Only the HFC refrigerants
need new lubricants such as polyolesters. Mineral oil lubricants with hydrocarbon
refrigerants may still have issues regarding lubricity since there is no chlorine to give
beneficial lubricity effects.

How might you approach hydrocarbon compressors from a global business point of view;
and given your recognition of the need to reduce both direct and indirect GWP?

Our COmPpressors can be adopted to work with hydrocarbons. However, the high risk
and liability issues introduced with the flammability aspects of the refrlgerants need
to be considered.

Have you looked at the R-32/R-125 azeotrope as an R-502 alternative?

Yes; however, due to higher pressure and higher discharge temperatures, the 32/125
azeotrope is not considered a good R-502 alternative.

What vapor compression systems are possible at temperatures below -40°C? Many
industrial processes (though a small market) require cooling in the range of -120°C to -
40°C in relatively small capacities.

Cascade and two-stage systems, today, use our compressors in such applications with
appropriate refrigerants.

Are today’s compressors compatible with hydrocarbons?

Mostly, yes; some small modifications may be needed with motors and protectors.
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Questions and comments for Kent Anderson about ammonia compression:

Please compare the energy efficiency of supermarket applications of ammonia using a
secondary brine loop versus conventional systems having no secondary loop. -

What vapor compression systems are possible at temperatures below -40°C? Many
industrial processes (though a small market) requtre coolmg in the range of -120°C to -
40°C in reIatwely small capacztzes ‘ - :

Could you expand on the potential retrofit market for R-22 chzllers wzth ammonia; also
that for new chillers that can be converted to ammonia at a later stage? £

Please provide your view of the likelihood of finding new HFC blends to replace R 22,
and whether the market for ammonia is therefore set to expand :

What is the relative energy efficiency gain of ammonia appltcatlon over R-22; and versus
proposed non-Class II; i.e. HFC' blends, to replace R-22? Could you provzde one
example?

How do you address problems with pinhole leaks in aluminum tubing used in water
systems?

Although ammonia has no ODP or GWP, the OSHA regulations are a limitation. Please
comment.

Who is doing work on heat transfer enhancements for ammonia?

What are the issues with using ammonia in auto A/C? Is anybody seriously looking at
ammonia for auto A/C?

I know of two incidents in Madison, WI over the past several years where ammonia
plants have burned. What are the statistics regarding plant safety?
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Questions and comments for Joe Marsala about absorption cooling:

Assumzng that gas is the chosen prime energy source, what are the pros and cons of
using absorption systems versus gas-fired engine driven vapor-compression cooling
.systems?

As I understand the technologzes zf you compare a HCF C-I 23 vapor compresszon chiller
and a commercial 2 stage absorption system, built to comparable cost conditions; that
the vapor compression system would always use less energy (CO,) emissions, when
operated in any typical U.S. power grid. I recognize that absorptzon would always be
preferred if a source of waste heat is available as a driver.

During the 1960s the ammonia/water absorption manufacturers were subsidized by the
gas industry which permitted the equipment to be sold at competitive first cost. The
market dzsappeared when the subsidies were discontinued.

For ammoma/water GAX how do the energy efﬁcxency estzmates compare wzth energy
efficiency for conventional vapor compression systems?
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Questions and comments for Jay Kohler about absorption cooling:

Are you aware of the California Energy Commission (CEC) program over the last 5
years to on-site demonstrate a solar panel/absorption residential-light commercial (1 to
5 ton) A/C system; and the interest of CEC and California utilities to reduce
summertime energy demand? Has York considered this pairing as a market opportunity
in the California market given the energy policy environment there? Similarly, what are
the potential markets in developmg countries?

The economics of absorption are Iargely affected by electric demand rates.

Given present day economics, we do not see a significant market for solar powered
absorption chillers.

As I understand the technologies, if you compare a HCFC-123 vapor compression chiller
and a commercial 2 stage absorption system, built to comparable cost conditions; that
the vapor compression system would always use less energy (CO,) emissions, when
operated in any typical U.S. power grid. I recognize that absorption would always be
preferred if a source of waste heat is available as a driver.

The most extensive study on this topic which I am aware of is the "Energy and Global
Warming Impacts of CFC Alternative Technologies’ sponsored by AFEAS and DOE.
My understanding is that this statement is true in most, but not necessarily all cases.
The conclusions depend on many assumptions, such as chiller efficiency, electrical
power generation and transmission efﬁciency, and fuel source. :

How does the part-load efficiency of absorpnon chillers compare to vapor compression
systems?

The answer depends on the specific conditions involved. In general the part load
efficiency of an absorption chiller is comparable to that of a vapor compression
chiller.

What are the regulations and environmental concerns regarding disposal of LiBr at the
end of the life of the equipment? Are there accident or service scenarios in which the Br
can be oxidized or otherwise get into the atmosphere (bromme bearing compounds have
large ODP)?

I am not aware of any federal regulations restricting disposal however state and local

regulations may apply, making a response difficult. It is highly unlikely for the
bromide to be oxidized or otherwise get into the atmosphere.
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Questions and comments for Andy Lowenstein about desiccant cooling:

Given your contention that liquid desiccants could allow comfort cooling in all regions
(+ evaporative elements), what are the obstacles in the mdustry to manufacturing?

The obstacles facing the commercmhzatmn of 11qu1d deswcant air conditioners are the
same facing many advanced HVAC technologies. Perhaps the most significant one is
the fact that the engineers that specify and design HVAC systems are averse to new
technologies, preferring instead to work with equipment that has been successful for
them in the past. This problem is most acute for liquid desiccant air conditioners since
they have yet to be proven in field tests and their lifetime ownership costs are not
well quantified.

Are you familiar with New Thermal Technologies solar powered evaporative/desiccant
systems, what kind of market potential—for example in southern California—do you see
for solar heat/lzquzd desiccant systems? .

I am not familiar with the New Thermal Technologies system. The cost of solar
collectors that can deliver heat at between 160°F and 250°F and the cost of thermal
storage systems are both too high and the cost for electricity too low for a
solar/desiccant cooling system to be competitive now in any part of the country.
However, advances on both collectors and storage systems will bring down their costs.
Furthermore, environmental and natural resource concerns can be most effectively
addressed with cooling systems that use a renewable fuel source. Southern California,
which has high cooling requirements, abundant solar energy and stringent air quality
standards, would be an excellent market for a solar/desiccant cooling system.

Is the Albers technology similar to your described salt/water system?

The Albers system is a liquid desiccant ‘air conditioner that uses lithium bromide
solutions as the desiccant. It is one embodiment of the general liquid desiccant air
conditioner that I described.

How-do you compare with a Camnot efficiency?

The liquid desiccant air conditioner is an "open” system, i.e.; water vapor is exchanged

with the ambient in both the absorber and the regenerator. As such, it is not possible
to define a Carnot efficiency for the system.
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" Questions and comments for Jim Coellner about desiccant cooling: .

~Could Yyou expand on some of the problemsexperienced in interesting the HVAC industry
- . 'in this technology?

: What kind of geoérdphfcal limitations in high hdh'tidity'arehs bnre; taken into account?
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Questions for Jack Jones about adsorption cooling: _
What are the maximum and minimum electric to gas cost ratios across the U.S.?

The maximum and minimum electric cost/gas cost ratios across the U.S. are 7/1 and
3. i
What are the environmental concerns with using large amounts of natural gas for air
conditioning?

The natural gas that is burned for the regenerative adsorbent heat pump is burned
in an external combustion manner. The pollutants are inherently much less than an
internal combustion technique. Overall, the winter heating and summer cooling
natural gas requirements are significantly less with this sorption heat pump device
than for a conventional electrical vapor compression heat pump, considering
electricity power generation inefficiencies. Thus this system should be considerably
more environmentally friendly than present existing systems. There is, however, always
the problem of fossil fuel greenhouse gas exhaust, even though this sorption heat
pump system produces less greenhouse gas than present systems.
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Questions for Warren Rice about hydraulic refrigeration:

Have you considered using lower pressure refrigerants, such as pentane, as a way to
reduce height requirements?

Yes, briefly. We concluded that to do so would result in negative gage pressure in the
evaporator and that we would rather avoid that than enjoy the small reduction in
required height that might result from using a lower pressure refrigerant. Also, the
limitation on the amount of refrigerant that can be entrained in the water is one of
volume ratio. The use of a lower pressure refrigerant would result in a lower mass
flow ratio, refrigerant/water, and reduction in the EER and in the amount of
refrigeration that could be produced using a given diameter downpipe. We are more
inclined to use a higher pressure refrigerant to increase EER and capacity. Finally,
we think that clathrate formation must be avoided. It is known that n-butane does not
form a clathrate but most other hydrocarbons can do so.

Have you considered using the system as a heat engine?

Yes, but several other organizations are actively involved in that effort which has
progressed through several experimental generations. More information can be
obtained by contacting:

‘ Mr. V. H. Cover, President
ThermEcon

" Box 404
4725 Sunrise Drive
Tucson, Arizona 85718
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Questions for Greg Swift about hydraulic refrigeration:
What are the maximum working pressures with liquid CO,?
Currently we plan on 20 MPa (2900 psia).

How does the AP/P,, (AP=P, -P,..; P,=P,..,) for the different working fluids impact

min

the engine weight/power density and efficiency issue?

Power density’s dependence on AP/P,, is easy to explain: Basically, weight is almost
proportional to P, and cooling power is almost proportional to AP, so AP/P, should
be as high as possible. Efficiency dependence is more difficult to explain. Our designes
generally show a broad maximum in efficiency around AP/P,, ~ 0.3. This represents
a compromise among many competing effects (listed in Ref. 1 of "Malone
Refrigeration” in proceedings of this workshop), such as adiabatic compression/.
expansion losses at high AP and ordinary heat conduction at low AP.
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Questions and comments for Marty Mathiprakasam about thermoelectric cooling:

A CPU computer chip cooler using Peltier has already been marketed. It’s called the "Ice
Cap." It cools the CPU to 0°C; it is mounted directly on top of the CPU and has in
integral aluminum heat sink and tzny electric fan

Stzrlzng does 35 W at -50°C with 60 W znput How does the thermoelectric compare?
And what would the requirements be for the rejectzon heat exchanger (slze and fan
requirements)? : R

How would you coupIe the cooler to the computer cth’

What would the COP be for removing 100 W at 200 °K?
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Questions for Sam Shelton about the Wave Air sorption system:

How well do the experimental data fit the modeling. data and which were used to
construct cost curves?

All data shown were arrived at by experimental testing of the Thermal Wave Solid
Sorption refrigeration system. The only calculations used were for the evaporator and
condenser temperatures/pressures to determine the evaporator and condenser test
conditions. These were arrived at by using well established air coil heat exchanger
data. from air coil manufacturers. In fact, this air coil data should be conservative
because it is for conventional refrigerants rather than ammonia refrigerant, which has
much better heat transfer coefficients. Air coil testing is just beginning.
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