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Comparative Study of Drying using Hot
Air and Hot Air-Infrared Radiation

Umphisak Teeboonma” and Tanapat Suwanakoot”
" Faculty of Engineering, Ubon Ratchathani University, Ubon Ratchathani 34190

Email: enaumpte@ubu.ac.th

ABSTRACT

The research aims to investigate and compare the drying kinetics and energy consumption of
two drying configurations which are only hot air and combined hot air-infrared radiation. Parameters
varied in this study are drying air temperature, air velocity, and input power of an infrared heater. The
distance between an infrared source and the product is constant. The product size is also kept
constant. To compare the drying performance, measured parameters are drying time, drying rate, and
specific energy consumption. From experiments, the combined hot air-infrared radiation provides
shorter drying time, higher drying rate, and lower specific energy consumption than those of the only
hot air system. Moreover, in the hot air-infrared system, it is commended that the hot air velocity
should be at least 0.3 m/s in order to control the product quality being in an acceptable range.

Keywords : Drying, Infrared radiation , Hot air

* Original manuscript submitted: September 22, 2006 and Final manuscript received: January 8, 2006



= = = v v v v ' o dAa
MIANENUIIUNIUNITOURAINIDANTOULAZANIBUIINTIFDUNTIIA 191

UNUI

Tymdnundanu dulgmidenuidydmdvlemealng  flesnndsinelned
Vsmnmanudasnislanssnuludiuds g iinduion g NNl Lo IdwTeinas nianasw
i Sandsnwwiidanuidydeszuuassgia waznanamdsznaludiudngg damu
iailasiunansznuvaITymIdIuNIu nadaasaliiinsldndanuededuan 3adu
Ussidufifianuddnyetnebs Lﬁaﬁwvl,ﬂ;jmiﬁ'@umﬁEﬁﬁuiuamm nyauwANdunIzUINaG
AUTUTDINAASTTAH s‘éolumzmumiazﬁmﬂ‘*ﬁwﬁamuﬂ'au‘*ﬁnga Faiunmamuwanamsld
wasauagedUszansnnlunmseuuieiauluSasiinauls nmsaaautuveIniaimal
g lenasds 1w misuwhideleihfousiads misuukidsiFturise wazns
suuissnduanufen Ssmssuwirluuda:Asfasliratofussdaide 15w mIsuuisdoauion
\HwmnadianisfiinislFagauninais Luaaﬁnﬂmuwu‘tumia‘mmsawmmamsunmmue]

o

Alénan (Chu et al.,2003) uanmuamnmiammdmyamauu,mmuaﬂmﬂuﬂ%mwmuwum
Ao NMIaULAIAI8TIFBUNTILIA (Chu et al.,2003; Isengard,1995) Sﬁwa}m@uwmaﬂﬁ] fla
o v Aa ' o o = ° ¥ o <

Urzmiuan waswanTsFBunT ez nui luSriae @z iluanavashmoluiagau waz
a v J o v a s 1 a IQ -
NAAINNID U mi‘mqnmn“wmﬂluaaqgaﬂmqmv\{}uﬁm(Glouannec et al.,2002; Sakai et
al.1994) Uszn13fizas urlaTadBunasalw heat flux g9 (Afzal et al. 1998; Sheridan et al.,1999;
Hashimoto et al.,1999) eastuguniaiisfizmaidn ldmansnesnuuuiniasevuiindvme
neviada dsznisiiana mildannuieulasmaunisdazildamnninszaodeudaainaue
(Afzal et al.2000) uazdasnsomeanywisuwisaanies vldaunaldWaauswmaian o
dunsaansdunugunial uazdwasnu uazdsznsgarie de SsEBunsamunsnsh luls

Y A P Py o A a &€ do i o o
agnuzuudnldhofesnnliiuilunsdeasiien wehifianududouvasszuy (Chu et
al.2003)  dessUifiasduanniuidurulIwud MisuuisdsaNTauLAzi I8 TIREUNTILIA
gnendnsdafuardaiFadnenll  asnunuIsefdsdumfanaznaunawnaiansauursaie

% ' v o Aa A v A o & o ' & A o A

auaunnuTIFdunse lasdenldiiainduaratnslunmanas nefiiasann lasuile
nuddsznaums e inefiamssuuisnnanzdmniumIviLieuaaiae

6 ad
qﬂﬂimuamﬁmswmam

HANAADY
A o A =2 & A % o R o o Aa A
wwyavauwsanltlunsdne  iuiaSesauniiaNsansInnuTIFEuNTIalng o9
v v &ygj v 1 v 1 Qs Qs a A
2anuUUIRE NI oUW laNIaNTa U N LIa 819087 LazANTaUTINAUTIFBUNI IR DIR
é’nwmzmiﬁwmﬁoLLamlugﬂﬁ 1 WAL ALANIR VUIARBIBULAIYINAY 30 X 50 X 25 cm
(nF19 x 8171 x §9) aunsallianusemduurisiadBunaae 1 ursawia 650 W szpzng
FERTIUVITIRBUNIIIANUNAAAMILHINGY 15 cm  ABIIAIDIN LAZIARIAAINNTIUIUA



&£
192 §1lwdna 7y

2

U1 UAT TUANT FIIIWNJ
q U

800 W wWaauiduiuulamuuwwiuny vaiaasuwia 30 W sannsadsuanusiseule

Regulating powsr

—L ]

Temperature
cantral Speed control

InFrared source

" | Heoter

[ ]
[ |
Trying chark
— rying eharer n Al Inlet
Air outlet Troy
|
| ElLower
S == Balance
3UN 1103090 UUAINULANTaUTINALTIREUNTI TR
a s
A5MINeaas

Tumsnasas Ididenldiitasaiugrodnalumsounits %oaqim,ﬁfuﬁﬂmLLazaULLﬁde‘:ai"s
lﬁLﬁﬁaﬂmM%uq@ﬁwal Indidpsnuilouaaidorinsrsauriesasia iesanauwissile
PwilenunguinuaIng Wennadtamsouuiaifiauaaidoafitmanzay s miunsdifiusuim
waauaad I ganedanIsAINLAG BI8N1ToULRILHLAALEBIAELAS B8 LUTINAIIH
wsaefiad  udspilldeenuuunmnasendn 2 sunang de mIsuuisdsanion laod
Gewlunsauuws fe pownNNaUuRd 50-60°C ANULTIAN 0.5-1.5 m/s Tugnd 2 fo N3
auuRIdnaNTausInnuIFsunIuse d9ilidenlunsnanss de amnnlainiasouuny
WA 40°C §anuriessaBunTnIaasounassulutie 260-640 W uaziasuudasainunsa
aNBgIENdNg 0.1-1.0 m/s a%’m%’uﬂ'ﬁﬂ'uﬁnﬁaga@mﬂ JewavinnInases Snsandoacai
qm%nﬂﬁmmﬂﬁﬁnmﬂa@m 9 alasldinasluatilasiia K daidnu data logger anais?
yasme’alagld hot wire anemometer msiApuudasiminuasndaiMeisNuANINLA304
Fiwuudsnes fiddenusndon 0.1 nu §msuiewluSududne g vasndasmaiivina
nanad fa iiadanuTuEudulszanm 300 wesidudaspuuks  TasdaeToulviivwa 3

x10 x1 cm. (A9 X 81 X §4) wazlumInasasudaza3slsiitawvinny 300 N3
' Py A A a & o ' & B A & a wa o [
luduvestenlanifenlslunsiienzddayadns iludrinifedquasnifseandaariy
wa & a A o A & o ¢ = &
AMANTALLaLAAIALIN219180 07 B9AANA A A wTugainolzum 140 1afiFud
VIAIULAY WIadaNEIUANNTULIzN™ 0.5 lasNaandaunnuau (Moisture ratio, MR)



= = = v v v v ' o dAa
MIANENUIIUNIUNITOURAINIDANTOULAZANIBUIINTIFDUNTIIA 193

ATUIAN
M; - M
MR= — " ° (1)
M in — M eq
A A & 2 o ¢ = & o
YN} Min A8 ANUDULINAW, L‘]JE]?L‘]J’%@]&I']GIS;@']%LL%G
A & A ¢ = & o
M; faa ﬂ?l']ll’ﬁ%‘ﬂﬂﬂ’]l(ﬂ 9, L‘L]ail,‘ﬁu@lll'l@lii']%l,l,ﬁ\‘]
A & ¢ & & )
Meq e mﬂmuam‘a, LﬂaiLsﬁ%ﬂﬁJﬂﬁiﬁﬁuLL‘ﬂd

o o ' -ﬂv a v n‘l’ < o ' = ra
mimmmamﬂmumwmﬂummwu Lﬂuﬂ’]'ﬁﬂ?u’JMI@Uﬂ’iZNWM‘ﬂ’] fa Vl,llﬂ@l

anuTuaNga lapasauydgwiddden Wafisuiuanuduwsuduuazanuauinmlag

NTIATITHANTINWY

Ao AN vr = = v v v v ] = s v
d']u')"i]EJ%VL@]@’IﬂH']LﬂimJL'ﬂEI‘Uﬂ']iaULLWG@]’JUGN?@% LAZANTOWIINNUIIRDIWNILIA ‘I.T\‘]vl,(ﬂ

o a ¢ A 99 =2 a a o &
ﬂﬁl‘ﬁ%@]‘wqiqul,@]ail,wal“ﬁLﬂuLﬂm‘Vﬂuﬂ']iﬂﬂE’]L‘]Jiﬂ‘]JL‘V]U‘]J@\'iu

203130 ULKY (Drying Rate, DR) swsadwimldanaumsi (2)
o o m
29131178 UL%Y (DR) =D— (2)

A ¥ A a o
®) my A8 NIRVDIUINTZLNE (fﬂ:amu, kg)

DT da wnafildlumsauuis (@lus, hr)

AMUFBLURBINRINUEILW (Specific energy consumption, SEC) &1%ILN1TaULAIG 2

auTau durmmlaain

E.,+E
SECHAZ fan heater (3)

My,

ANMUFWLURDINRINUT AT NTAOULAIAILANTOUTINNUTIFBUNT IO FwIssladan

aumiﬁ (4)

E.,+E +E
SECHA+|R _ fan n:eater IR (4)
w

1iia Emn 8 WaINUNlARUNGAN (MJ)



o v £ a %
194 aquWﬂﬂ@ ﬂ]{ﬁy&n LR TUNNT a;’)ﬁmﬁg

Eneater $18 WRINUAANLVARINANNTER (M)

Er @8 WasnwilAnuuwrisdunsa (MJ)

AAaNIINaaagtia Z?Jf\]']‘iﬂi

€

=] a

T3 98% LNaaaInazItAIITRNToULAILAILAALALINIDANTEN LATNTIANTO

(2

FINNUTIFOUNTILIA S'fioNaﬁnnmiﬁnmmmma‘gﬂﬁﬁoﬁ

v 49‘ v v
NIDUURILBDAILANI DN

mdnludui larinmessaiafinmfinasasgmngiionnaauuiy wazanus
au NildanninTrumysuuiaie  TunInNNELURawasnuitwie S9lioasidoausinag

= o &
NIANBININ

1.3

—e—T=50C

Moisture ratio, decimal

0.0 1 1 1 1 1 1
0 60 120 180 240 300 360

Drying time, min

= v o ¢ . e ' £ o = =
Eﬂ‘n 2 ANNIUNUDIEHINEATIFIUAIINTUNLLINT NAITINETIAY 1.0 m/s

Eﬂﬁ 2 LRAIANNFNAHTIZR IO ATIEIRAMNTWAULIA MM TO LRI RAIIG 8N ToU

=3

famnnlavuisdns 9 lasldanudian 1.0 mis nngdagdlain misuuksngmngil 60°C

9 U

[ '

amwmumm%maow’ﬁmﬁmsﬁamﬂmﬁ’sﬁq@ NIRLH099N thanaatdud laTUNRIUAINY
£ lil o v g/ a Q U = ~ v Qs l:l J
Founniga m‘lmamwmﬁ:mmmmnwamnmﬁgamumy AILAULHINDATIMTINN YU B

gaunninmeludie Sousadlilugun 3 wazminlddandiwanauduriinu 05 Dwinasilunis



= = = v v v v ' o dAa
MIANENUIIUNIUNITOURAINIDANTOULAZANIBUIINTIFDUNTIIA 195

A Aa

WNINTUT WL msauuﬁdﬁqmwnu 60°C azl‘*ﬁnmé’un’hﬂ’ﬁauLLﬁaﬁqmvmu 55°C waz 50°C

U UG

WNAU 17 way 42 Wasitudeudiay

13 70
- 60
S 10 - e
= ~ 50 S
2 —o—v=0.5m/s =
=R 0 5
2 —&—v=1.0 m/s o
€ =1.5m/ 5
o 05 ——v=1.5m/s 130 2
= S
B 20 3
2 0.3 - =
= 10
0.0 0
0 60 120 180 240 300
Drying time, min

P v o ¢ ' o ' & A a o o X A v o
31]7] 3 ANVUINUANUTIEHINAATIRIUAIINT U gmﬁﬂﬂwﬂ@ﬂm‘mﬂﬂtjﬂ'l né}mﬁﬂ&laﬂuﬂd 60°C

gﬂﬁ' 3 ugas I ANAN TN RUE VIS AFINANNT Y qm%gﬁtﬁfaﬁunm fnnusay
@199 Immquqmmgﬁauuﬁﬂﬁmﬁﬁwﬁ’u 60°C mngﬂﬁ 3 AARINDAIINITAARIVD
é‘mwdaumm%ﬂumrﬁﬁlﬁmmL%tuamga 3raaaI3ININsdifilEanusiand Seswnso
asuelein ﬂiﬂﬁlﬁmmﬁmugw USinamasnuanuieuiaemliiuidasfusunmmnn 9oz
aa@@ﬁaaﬁué?num:mnﬁwﬁumaaqmwgmf‘:ﬂ ﬁqwaiﬁé’mswﬂWismmfwmﬂmf‘:agmm RN

4 & = A Ve X A A =
mmmwammam Luaﬁmmmma@mm"nu"l,@Ln’uummwumwmmau

AN3197 1 LLamwamsﬁnmﬁam']w’ﬁmﬂﬁaawé’amm‘i’nwwﬁuqmﬁgﬁauuﬁa N3
AULFIAILANTOU L HNITLTWAINK 2 §31 Ap WaIwnIelENaauLazwadunIeliua

AINANTOU Namnmsﬁﬂmagﬂﬁﬁaﬁ

1. ATNNANULTIANAIN
INNITANBINUIT ANFULUFOINAIITUINUNIZIZRAR Lﬁmﬁuqmw{]ﬁauuﬁa NIf
Py A o &
L0IINIAN IT WA TO LRI TN

2. ﬁmsmﬁqmmnﬂﬁmﬁ



o v £ a %
196 aquWﬂﬂ@ ﬂ]{ﬁy&n LR TUNNT a;’)ﬁmﬁg

ﬁ]’]ﬂﬂ’]iﬁﬂ‘]ﬂ']‘wu’j’] ANMURWLLRDINAINUTUNILITAART LHBLANAMULTIAN NIRINTE

mMIauwiIdsanian anuHavazinademsimanuTueannnuianmst vldzunsoas

TEUZLININITOUUAS
Drying temperature (°C) | Velocity | Drying time Drying rate Specific energy consumption
(m/s) (min) (kg/hr) (MJ/kg-H,0 evap)
50 0.5 195 0.015 63.3
1.0 170 0.018 104.2
55 0.5 160 0.019 614.0
1.0 140 0.021 102.4
60 0.5 135 0.022 59.5
1.0 120 0.025 101.4

{ v A& o > { o o o , I
AN 1 AENITNARBINITOLUW IR 1LaNTaHTa NI TNNIATIFIHAINT WAL 0.5

¥ v v 1 o a
NSBULRINILANITABIINNUSIFOUN LA

N15anE lEIRNITaULRILHaAI8aNTauTINNUTIFBUNT LI TaddnuDINaTad
fa9 A Rde IR ULIBun LI LazANTIAUNANaRa W ANTTUNITALUAY LAZADY
FULU R INAINUI N wamﬂms‘n@aaammsmm@a‘lﬁé’agﬂﬁ 4485

A v o & , o . A o Ao o N °

IUN 4 URAIANNFURBTILWINANEIUANUTUALLIAN amaelndde g laginua

AN liasnYiNny 0.5 m/s mnmimaaaa;ﬂvlﬁ'h ATIEIBANNTUITAARIDENITIALTY

WatNuAad WA v nuwradunse laafidaslWilyiny 640 W 2:88a3570138089%09

'
A

ANUTULIINGR lumm:ﬁﬁmﬁmia@awaamm%m:ﬁmq@ WaltiasWilvinnu 260 W
PINRANTNNOATIFEIRAMINTULNY 0.5 Wu11 n3ilandnad A I nuLvisaunsIavinny
640 W azltiianlunisauuksauniinsiidaninas Wil 470 W, 370 W uaz 260 W 1innu
o Q/ A v U t}l o ﬂ/ { 1 U Qs 1
43%, 94% uaz 143 % awiey  Jemananldingualddn nadnias Wi ndaldiouns
- x . 9 e oad A 2 X L aed yee o
sunLIRgITn FINALAAN NNV D ITIFNWHIINUTIIBWNIIAANTY  Fin ke laTUNaIIN %

> - & Y o X o090 & v &
ﬂ'J'llJiE]%LWSJ&I']ﬂ’U%@]’]&IVL‘]J@]’JEI @]’JEJL‘Vﬁ@!u‘ﬂ'll‘ﬁ%’]ﬂ'lEII‘LLL%Q@']%J’]?Q?Z:L%UVL@Li'J’U%



sun 4 ANMNFYNUTTEATNOATIFINAIINTUNLLIRT FIRTUMITOURAIAILANTIUITINAL

MIAnEUSIUR UM TaLLAIA I AN T LA AN T DU INTIRBUNTLIA

13

1.0 1

0.8

0.5

0.3

Moisture ratio, decimal

0.0

——640 W —m—470W

——370 W —0—260 W

25 50 75 100

Drying time, min

FIRBUNTUTANIANSIAN 0.5 m/s

Moisture ratio, decimal

1.2 120
1.0 O - 100
-
A\!\ . A : A
s T e e L
SRS
SO
0.6 - = | 60
0.4 1 —8—v=0.1 m/s - 40
T —0—v=0.3 m/s R
] —A—v=0.5m/s B
0.2 —0—v=0.7 m/s 20
—>—v=1.0 m/s
0.0 i i i T T T O
0 10 20 30 40 50 60

Drying time, min

Product temperature,C

3
u

Wi

o o 4 o " I o o ot ¥ v 3 0 o
5 mwm:wufim AWEATIFIUAIINTUNLLINT FIURTUNITOUUAINILR/NTOUTINNY

S9EBUNWTUIAT P = 640 W

197



o v £ a %
198 aquWﬂﬂ@ ﬂlity&n LR TUNNT a;’ﬁimf\]g

lugﬂﬁ 5 LEAIANNFUNUETNIISATEINANNTUALLM Aanusiands g Tay
muqwﬁwé’avlquwﬁaiwsiﬁLLﬁa'éuWiwLs@whﬁ'u 640 W 9NNMINARBINUINEATIFIRANNT UYL
AARIANNIZLZIIGT WasfiAnINSIaY 0.1 mis ﬁ]:ﬁé‘mwdmmm%ua@mL%ﬁ“’?iqﬂ afipunud
AN 9 WeRansonfisansmanuTuriny 0.5 Fuduifisanadasiuanutuves
iauaatdsn wuin mssuuislagldanudusindu 0.1 mis azlfmauninnsdildanuisiay
0.3 m/s, 0.5m/s, 0.7 m/s uaz 0.9 m/s L¥inNU 25%, 43%, 54% Waz 79% ANNR1AU %aagﬂwa
mineaasléin misuwisiiananaidsrdeauieusiniusidsunsisafianuiiidn a=i8asns
auuﬁagaﬂ’hﬂstﬁi“ﬁﬂ’mL%’muga Fssunsnodungldasit dlasanwnanssunsldanason
2IMIWHTIF ziTauandrsanmslianuiaumoanion fe ANUTBUINNUNIBUNTIIARYN
wilusailalannss Taglidasandadanansnsiiomanuioula ﬁafu’ﬁodwalﬁqmwgﬁﬁ

ﬁwaaLﬁagaﬂdﬂqm%{]ﬁmaaau%fauﬁ"l%ashu ﬁwm@;ﬁ e liiAansansmeanusenainiiie

'
a o

"Lﬂ;jmmm%aawﬁﬁ'ﬂmmﬁa AIBWAINLANAMNLTIAN AazdsvilranuTannauinainiited

[
a A A

a P £ 4 v v o a & P
JIumnunnan ‘Jj\‘]‘twﬁﬂﬂﬂﬂa{lﬂ‘llE]@I‘S’]ﬂ’ﬁLWll‘Il%‘]JENQM%QNLRE]V]LL&@GFL%E‘UV] 5

Infrared power Velocity Drying time |Drying rate (kg/hr)|  Specific energy consumption
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