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ABSTRACT: Dip coating is a simple, straightforward, and economical technique used in many food industrial applications. The
objective of this work was to validate a mathematical model (presented by the authors in a companion paper as Part 1) of the
fluid-dynamic variables in a dip-coating process considering that the film-forming fluid behaves as a generalized Newtonian fluid,
with data obtained from literature, and to perform a sensitivity analysis. A validation process was carried out using experimental
data of average film thickness of different film-forming fluids (commercial milk chocolate, commercial deep-fat frying batters,
glycerol/water solutions, sugar/syrup solutions, glycerine/water solutions, mineral oil, and Carbopol solutions). On the basis of
the low errors obtained, predictions were considered satisfactory. An extensive examination of the effect of the main process
variables, such as 7, K, n, m, Up Py 0 and h, on the velocity profile and the characteristics of the local and average film thickness

was established.

1. INTRODUCTION

Dip coating is a simple, straightforward, and economical
technique used in many industrial applications." The objective
of this procedure is to obtain a film of nonvolatile solutes
deposited on the solid substrate surface. The dip-coating process
involves several steps: the immersion of the substrate into a bath
containing the film-forming fluid, the withdrawal of the substrate
from the reservoir, and the draining of the film-forming fluid by
gravity.” In both withdrawal and draining steps, secondary events
like evaporation of solvent and concentration of solutes, that
complete the film formation, are expected.*~> However, if the
coating process can take place under isothermal and non-
evaporative conditions, like in many practical situations, the
problem reduces to the study of the fluid dynamic of the system.>

The rheological behavior of the film-forming fluid has been
taken into account during the analysis and design of the dip-
coating technique and also during the mathematical description
of the transport phenomena of dip-coating processes used in
polymer and food industrial applications.”™ Several exper-
imental and theoretical studies of the dip-coating process,
considering only the withdrawal step and fluids with Newtonian
and non-Newtonian behavior, have been published. For example,
Spiers et al."* and Kizito et al.'' studied a continuous withdrawal
system using Newtonian film-forming fluids such as glycerol/
water, lubricating oils, sugar syrup/water, and silicon oils. Spiers
et al.'* and Adachi et al."® modeled theoretically a dip-coating
process considering only a continuous withdrawal step and using
fluids with power-law and viscoelastic behavior, like Carbopol/
water and polyacrylamide/water solutions. Similarly, several
works have been done considering only the draining step as a
priority of the dip-coating process. Wichchukit et al.'* and
Karnjanolarn and McCarthy'> modeled and simulated numeri-
cally the drainage of milk chocolate melt using a dip-coating
method taking into account that the rheological behavior of the
material was described by the Casson model.'® In those studies,
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good theoretical and experimental agreement was obtained for
film thickness values.

In a recent work, a theoretical study of the fluid dynamic
phenomena in a dip-coating process, considering both with-
drawal and draining steps and that the film-forming fluid behaves
as generalized Newtonian fluid (GNF), was performed."” Tt is
important to recall that the GNF is an extension of the
Newtonian fluid that incorporates the shear-rate-dependent
viscosity without taking into account time-dependent elastic
effects and normal stress.'® Peralta et al.'” obtained their model
using rigorous momentum and mass balances that were applied
to a monophasic, isothermal, and non-evaporative system, while
the main forces are viscous and gravitational. The model was
solved analytically and the obtained expressions can be used to
predict the principal process variables in both withdrawal and
drainage stages (velocity profile, flow rate, local and average film
thickness, etc.). It is important to mention that the rheological
model adopted by Peralta et al.'” includes other several
important rheological models (besides the generalized Her-
schel—Bulkley) such as the Heinz—Casson,'’ Casson,'®
Mizrahi—Berk,* Herschel—Bulkley,21 Ostwald—de Waele,”*
Bingham,23 and Newtonian models.

To complete a theoretical study, experimental validation and
sensitivity analysis of the mathematical models are used in the
literature. Experimental validation, where the principal process
variables are experimentally obtained in strict controlled
conditions, is always mandatory for testing the accuracy of
theoretical results obtained with the model.***> In addition,
sensitivity analysis allows testing the range of validity of the
equations, giving the possibility to analyze how the variation of
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parameters affects the behavior of the theoretically predicted
values obtained with the model.”**” Therefore, the objective of
this work was to validate the model (and in addition to validate
the other rheological models involved) developed by Peralta et
al.'” with experimental data obtained from literature and to
perform a sensitivity analysis of the main parameters.

2. THEORETICAL APPROACH

2.1. Studied System and Mathematical Model. The
expressions of the mathematical model used in the present work
were obtained in a companion paper.'” The mathematical model
estimates the fluid-dynamic variables of a dip-coating process,
taking into account that the main forces driving the process are
gravitational (as an external influence) and viscous forces (as an
internal influence). Surface phenomena (i.e., surface tension)
were neglected. The dip-coating process variables were estimated
by assuming that the film-forming fluid can be regarded as a
generalized Newtonian fluid:'®*®

r=-n

-

(1)

where 7 is the shear stress tensor [Pa], y is the rate of

deformation tensor (i.e., shear rate tensor) [s:l], n=fIy, T, p,
C) is the apparent viscosity (scalar quantity) [Pa s], |yl is the
second invariant or magnitude of y [s7'], T is the temperature

[K], p is the thermodynamic pressure [Pa], and C is the
concentration [kg m~>].

The rheological model for 17 was proposed by Ofoli et al.*” as a
generalization of the 3 parameter Herschel—Buckley model for
inelastic fluid foods by adding a fourth parameter to yield:

n= (g Iy + K7l )

where 7, = f,(T, p, C) is the yield stress [Pa], k=f,(T, p, C) is the
consistency index [Pa s"/™], and n =f4(T,p, C) and m =£,(T, p,
C) are dimensionless coefficients.

The analytical nature of the model leads to an expression for
each variable that is a function of the operative parameters.
Taking into account the amount of variables and the related
equations that can be considered, only a selected set of
expressions applied to certain conditions was studied. Those
conditions were chosen based on the main stages that could be
described in a dip-coating process (Figure 1): (1) the substrate is
withdrawn from the coating fluid as the film is draining (i.e.
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withdrawal or lifting stage), and (2) the substrate is static and the
film is drained (i.e., draining or removing stage).”°

2.1.1. Velocity Profile for the Withdrawal Stage. The
velocity profile for the withdrawal of a plate from the bath that
contains the coating liquid can be estimated by the following."”

For0 <y <¢:

Ve n —m/n

B g y(0) — ()] - 1

U, (n+ 1)m 3)
Fory > ¢&:

vx,yZ(S n —m/n

= S "w(0) — 1
U, (n+ Dm (4)

where

y m/n+1 S m) (n+1)/n

v =(1-3) {1_{[1—@/;,)]}}
1 1 S,, "
2111{1,1—;;2+;;1—{m} }

()
_ m\(n+1)/n 1 1 m
w(0) = (1 -1587) 21311,1—;;2+;;1—STO
(6)
yield stress 7
T T K =
maximum stress  pg h )
S = viscous stress K(Up/h)n/m
X maximum stress pg.h (8)
6=h- To/(ﬂgxh) )

where v, is the velocity component in x direction [m s™'], U, is
the plate velocity [m s™'], y is the position in the y direction [m],
h is the local thickness of the film at x [m], ,F,[a, b; c; s] is the
Gauss hypergeometric function [—], p is the density of the film
[kg m™], and g, is the component of the gravity vector in the x
direction (9.81) [m s7*] and can be related to the angle between
the axis of the plate and the axis of g (0):

g =gl cos(6) (10)
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2.1.2. Velocity of the Plate When the Net Flux Is Zero (Q, =
0). The effect of the velocity of the plate on the film thickness and
the operative parameters, with the flow rate of the film
conveniently equated to zero, can be estimated by'”

m/n

(1 _ Sm)(n+1)/n

n/m+1

pgh
U, n 8.
(n+ 1)m K

IR

2 1 m
ZE(I, 1——524+—;1 _Sfo)
m n

(11)

2.1.3. Ratio of Average Velocity to Maximum Velocity for
the Draining Stage (U, = 0). One of the quantities that are
usually estimated when the theoretical velocity profile is known
for a given system is the ratio of the average velocity to the
maximum velocity of the fluid. This parameter can be estimated
from the ratio of the average velocity to the velocity of the solid
fraction of the film'” (or surface velocity) when the velocity of
the plate is zero (U, = 0, that is, 55 = ¥, ma)- In this case:

2 1 m

(), oE(L1-22+ %187

= 1 1 "
1)x,ma.x 2Pi<1, 1- ;; 2 + ;,‘ 1 - STU) (12)
where (v,), is the average of the velocity component in x

direction of the film (averaged in the y direction) [m s™'] and
Vy max 18 the maximum velocity component in x direction of the
film [m s™'].

2.1.4. Local Film Thickness for the Draining Stage (U, = 0).
The local film thickness that is being drained from a static plate
(UP =0) can be estimated by17

) -G -G =

K K ht (13)
2.1.5. Average Film Thickness for the Draining Stage U, =
0). The homogeneity can be considered an important attribute in
a coating process for certain conditions. This characteristic can
be estimated from the ratio of the average film thickness to the
local film thickness. That is, the higher the mentioned ratio is, the
more uniform is the thickness of the film. Thus, conveniently
equating the plate velocity to zero (U, = 0) (i.e., draining or

removing stage), the ratio can be estimated by'”

IR

h 2 1
(). 22131(1,——;—+1;1—ST'”)+#
h m’ n 0 m(n + 1)
2 1
1-S™,FEl1,1 ——; —+2;1-8"
( 10)2 l( m’ n 70) (14)

where (h), is the average of the local film thickness in the x
direction [m].

2.2. Experimental Validation. A validation process was
carried out using experimental data of average film thickness
obtained from literature. The experimental data correspond to
coating films developed under conditions with different values of
U, (i.e,, withdrawal and draining stages). The data with U,>0
and U, = 0 were compared with eqs 11 and 14, respectively. The
information used to validate the mathematical model, with the
corresponding physical properties of the film-forming fluids, is
shown in Tables 1 and 2. A total of 159 experimental data
corresponding to average film thickness of several food products
and food ingredients (commercial milk chocolate, commercial
deep-fat frying batters, glycerol/water solutions, sugar/syrup
solutions, and glycerine/water solutions), mineral oil, and 0.16%
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0°)

Table 1. Experimental Data of Dip-Coating Processes Obtained from Literature and Used for Validation (6
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Table 2. Physical Properties of Film-Forming Fluids Obtained from Literature and Used in the Validation Process

GNF model parameters
= 1/2 (Casson model)

film-forming fluid

commercial milk chocolate n=m

commercial deep-fat frying batters m = 1, 7, = 0 (Ostwald—de Waele model)

glycerol/water n=m=1,7,=0 (Newtonian model)
sugar/syrup n=m=1,75=0 (Newtonian model)
glycerine/water n=m=1,17,=0 (Newtonian model)
mineral oil n=m=1,17,=0 (Newtonian model)
mineral oil n=m=1,7,=0 (Newtonian model)
Carbopol m =1, 7y = 0 (Ostwald—de Waele model)

rheological parameters 171 [s7'] p [kg m™] 6 [Nm™] ref
7y = 0—34.8 Pa 2-50 1216—1227 unknown 15
K =149-11.0 Pas'?

n =0.54-0.75 0.16—50 1070—1200 unknown 36
K =1.71-68.09 Pa s"

n=0.13-1.05Pas not applicable 1215-1257 0.0629—0.066 37
n=84Pas not applicable 1385 0.08 37
7 =0.103 Pas not applicable 1220 0.0525 35
n=016Pas not applicable 880 0.0317 35
n=0288-242Pas not applicable 830—894 0.032—0.0335 30
n=0.56 unknown 1000 0.0577 35
K =0.601 Pas"

Carbopol solutions were used to compare with the model
predictions.

3. RESULTS AND DISCUSSION

3.1. Model Validation. Figure 2 shows the comparison
between the experimental and theoretical average film thickness

10

O Chocolate (Ref. 15)
O Batter (Ref. 36)

(h), experimental [mm]

0.1 < .

0.1 1 10
(h), theoretical [mm]
10
1 ® Glycerine/water (Ref.35)
1 A Mineral oil (Ref. 35)
_ { W Carbopol (Ref.35)
E 1 O Mineral oil (Ref. 30)
5 { © Glycerol/water (Ref. 37)
El A Sugar/syrup (Ref. 37)
§ 11 O
L -
& b
3
=
0.1 1 10

(h), theoretical [mm]

Figure 2. Comparison between the experimental average film thickness
({h), experimental) obtained from literature and the theoretical average
film thickness ({h), theoretical) estimated using (a) eq 14 (draining)
and (b) eq 11 (withdrawal).

for U, = 0 (Figure 2a) and U, > 0 (Figure 2b). In the case of
draining (Figure 2a), the root mean squared error (rmse)
estimated by eq 15 was 0.1 mm for a range of 0.2 mm < (h), < 4.6
mm. On the other hand, when U, > 0 (i.e., withdrawal stage), the
rmse was lower than 0.1 mm for a range of 0.1 mm < (h), < 3.2
mm. These errors were considered very low. On the basis of the
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obtained errors, the heterogeneity of the film-forming fluids, and
the different experimental conditions, model predictions were
considered as very good.

N
1 2

mse = |— h). theoretical — (h). experimental

r N;ﬂ(( ), theoreti (h), experi )

(13)

It should be pointed out that eq 11 can have several roots
depending on the value of n and m. For example, for Newtonian
behavior, the model may provide two positive and one negative
real roots as it was observed by Van Rossum.”® For the cases
studied, eq 11 resulted in multiple positive and negative real and
complex roots. Taking into account physical reasons, negative
real roots and complex roots were discarded. In all cases, the
lowest real roots obtained using eq 11 were used because they
have the best fit with the experimental data. The error of
considering the second lowest real root was in the order of 100%
(data not shown). The smallest error obtained using the lowest
real root may be explained considering that a thinner film has less
potential energy than a thicker one. Therefore, if a perturbation is
applied to the system when it has a theoretically possible thicker
film, the system could jump to a more stable condition (i.e., lower
potential energy) associated with the lowest theoretically
possible film thickness for that condition. In other words, a
reduction of thickness would mean a minimization of the internal
energy of the system in accordance with the second law of
thermodynamics.>'

3.2. Model Sensitivity Analysis. A sensitivity analysis was
performed to assess the effect of varying parameters in the
mathematical model on the main predicted variables.

3.2.1. Velocity Profile. In Figure 3, the velocity profile (v,/U,)
in the film as function of the relative position j for different values
of the dimensionless parameters is observed. This figure shows
that an increase in S (i.e., increase in K, U,, n and a decrease in p,
0, hy, and m) produces a less gradual velocity profile originating a
delay in the fluid descent (Figure 3a). For Sy — 0, the profile
will be flat and equal to the plate velocity (i.e., solid behavior) and
a profile with v,/U, — —o0 is expected for Sy = 0 (i.e., fluid
without resistance to flow). In addition, the relative influence of
Sk on v,/U, is major for Sg < 0.1. For Sg > 0.1, the viscous
resistance is such that the influence of Sy is not transferred to v,/
U, and the profiles are more uniform in the y direction. On the
other hand, the effect of S, can be observed in Figure 3b. For S, =
0 (i.e., fluid with 7, — 0), the model produces a viscous velocity
profile. As S, increases, a solidlike layer starts to grow in the film
(flat portion of the velocity profiles). In that region, which grows

dx.doi.org/10.1021/ie500408f | Ind. Eng. Chem. Res. 2014, 53, 6533—6543
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Figure 3. Ratio of the velocity component in the x direction to the plate velocity v,/ U, as a function of the non-dimensional position y/h for different
values of (a) S, (b) S,, (c) n, and (d) m. The condition adopted as reference is represented by a dashed line and has the values of n =m =1, S = 0.1 and

S, = 0 (i.e, Newtonian behavior). The dotted line in (b) represents the threshold between the viscous and solid behavior inside the film.

from the film-air interface, the shear exerted on the molecules are
smaller than the yield stress 7. In addition, as S, — 1, the yield

stress tends to be the maximum stress in the system. This means
that the shear stress generated in the system cannot produce flow
and the film behaves as a solid material (i.e., flat profile with v,/ U,
— 1in Figure 3b). The effect of n on v,/ U, is shown in Figure 3c.
First, the range of velocities increases as n decreases. This
behavior can be explained because, for smaller values of n, the
effect of the shear stress on the gradients increases, producing
more negative velocity profiles. Second, as n increases, the
velocity profiles tend to be more uniform and less affected by a
change in n. In the case of n = 00, the shear stress loses influence
on the velocity of deformations (i.e., velocity gradients)
producing more uniform profiles. Finally, m shows an opposite
effect on v,/U, compared to n. At the extremes, as m — 0, the
profiles become more uniform and vice versa.

3.2.2. Plate Velocity for the Withdrawal Stage with Zero Net
Flow. Figure 4 shows the effect of the plate velocity on the local
film thickness for different values of the system parameters (eq
11). As n decreases, a thinner film is formed. This is due to the
effect of the gravity via the shear stress on the velocity gradients
giving more fluidity to the film and consequently leaving less
amount of material on the plate. At the extremes, asn — 0,h — 0
and vice versa. As for the velocity profiles (Figure 3), the effect of
m on the plate velocity is the opposite to the effect shown by n. In
this case, the greater the value of m is, the thinner is the film, and
as m — 00, h = 0. On the other hand, an increment in 7,
produces thicker films for a given value of U,. This occurs
because the film has a fraction that behaves as a solid material that
is added to the viscous layer and it is not deformable under the
gravity effect. That is, lower values of U, will be needed to
produce a film with a certain thickness as 7, increases. This
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behavior was observed by Chambon et al.>* In the case of K
(Figure 4d), an increment in K (i.e., less resistance to flow)
produces an increment in h for a given U,,. A similar behavior was
observed by Tallmadge®® for a power-law fluid. This means that
for a certain value of h, the necessary value of U, is smaller due to
the reduced effect of the shear stress on the velocity gradients.
Figure 4e shows that an increase in the film density causes a
thinner film for a given U,,. This is because a denser film has more
mass per volume affected by the gravity. Finally, the greater the
inclination of the plate with respect to the gravity vector is, the
thicker is the film (Figure 4f). Taking into account the range of €
that can be used, this effect is smaller compared with the rest of
the system parameters.

3.2.3. Ratio of the Average Velocity to the Maximum
Velocity for the Draining Stage. The ratio of the average
velocity to the maximum velocity (when the plate is static) as a

function of S, for different combinations of # and m is shown in
Figure 5. In all cases, it is important to mention that the profiles
are independent of the position, K, and time. First, Figure Sa
shows linear profiles for different values of n with m = 1 (i,
Herschel—Bulkley case). These profiles are bounded in the range
/3 S (V),/Vimax < 1. The case of (v,),/v, e = '/ is explained
by assuming that the fluid has no yield stress (7, = 0) and the
fluidity is at maximum (n — o0) obtaining a linear velocity
profile. Also, as S; — 0, the values of (v,),/V; s tend to (v,),/
Vemax = (1 +1)/(2n + 1) (also found by Sylvester et al.**) and as
S, approaches to 1, the values of (v,),/v, .., tend to 1. When n —
- (1/,)(S,, + 1) (dotted line in

Figure Sa). In addition, an increase in n causes a decrease in (va)y/
Vymae Lhis is due to the reduced effect of the gravity over the
velocity profiles (as a result of the increment of ) and therefore

oo, the values of (v,),/v

X,max

dx.doi.org/10.1021/ie500408f | Ind. Eng. Chem. Res. 2014, 53, 6533—6543
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Figure 4. Local film thickness / as a function of the plate velocity U, for different values of (a) n, (b) m, (c) 7o, (d) K, (e) p, and (f) 6. The condition
adopted as a reference and represented by a dashed line has the values of n =m = 1,7,=0Pa, K= 1 Pa $™ p = 1000 kg m™, and 0 = 0°.

the deformation of the film. Furthermore, the effect of an
increase in 11 0n (v,),/Vy may is reduced as n increases. Second, the

effect of m with n = 1 is shown in Figure Sb. Here, the profiles are
predicted by eq 16 which was obtained from eq 12.

)y (m+1) 2+ mS; —m—2)87]
" 2(m+2) [1+ (mS, — m — 1)S]

1/x,max

(16)

Again the profiles are bounded in the range 1/2 < (v,),/Vy max
<1landasS; approaches to 1, the values of (v,),/Vyma tend to 1.
However, as S, — 0, the (v,),/Vyma — (m +1)/(m +2). In this
case, an increase in m produces an increase in (vx>y/ Vo max Lhis
effect is observed for small values of S;. In contrast, as S
increases, all the profiles tend to a line with a slope of !/;. At
the extremes, as m approaches to zero, the values of (v,),/V .
- [1 -8 +21In(S,)][4 — 4S,, + 4In(S,)]™" (dotted line in
Figure Sb). This last expression can be seen as a theoretical

minimum boundary because m cannot adopt negative values.
Third, Figure Sc shows the effect of m = n (i.e., Heinz—Casson
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case) on the profiles of (V)y/Vimax @s a function of S, . These

profiles are bounded in the range of */; < (V),/Viymax < 1. For any
value of m, as S; approaches to zero, (v,),/V, max = ?/yandto 1 as
S;, = L. In this case, a decrease in m produces an increase in
(V))/ Viymax- When m < 1, the profiles are concave, and conversely,
convex profiles are observed when m > 1. A straight line,
represented by a dashed line, is obtained for m = 1 (i.e., Bingham
case). Also, as m increases, the effect of m on (v,),/v, . is
reduced. Finally, there is the case of the effect of n when m = '/,
(i.e, Mizrahi—Berk case) on (v,),/Vyme As in the first two cases,
the profiles are bounded in the range !/, < (V)y/Vimax < 1. For
any value of n, as S, — 0 the profiles (v,),/Vma — (21 +1)/(4n
+1). Again, as in the first case (Figure Sa), an increase in n causes
a decrease in (,),/V, . and this effect is reduced as n increases.
At the extremes, as n — 00 the profiles (v,),/Vyma = (1/2)(S;, +
1) (dotted line in Figure 5d) and tend to 1 as n — 0. In this case,
all profiles are concave.

3.2.4. Local Thickness Profiles for the Draining Stage. The
effect of the position—time variable (x/t) on the local thickness
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of the film is observed in Figure 6. This effect on h is similar to the
one observed in Figure 4. In general, the profiles are monotonic
and the local values of h always increase with an increment in x/¢
producing a concave function. Figure 6 panels a and b show that
an increase in n and/or a decrease in m causes a decrease in fi for a
given x/t. Asn — 0 or m — 00, h — 0 and vice versa. In the case of
7, (Figure 6¢) and K (Figure 6d), an increase in those quantities
produces and increase in h. More precisely, a change in 7,
produces an approximately constant separation among the
profiles of 1 with an extrapolated value of h — 7,(pg,) " for x —
0. On the other hand, a change in K causes scaled profiles of . In
general, the relative effect of K on h is greater than 7, This is
because K affects Iyl (and consequently h) more directly than 7

(eq 13). Again, the smaller the density is (i.e., less effect of gravity
due to a lighter film on the plate), the thicker is the thickness
(Figure 6e). Finally, an increase in @ causes an increase in h
because of a smaller effect of the gravity in the direction of the
flow.

3.2.5. Average Thickness Profiles for the Draining Stage.
Figure 7 shows the profiles of the average thickness (h), as a
function of time for different values of the system parameters. In
general, hyperbolic-type profiles are observed (i.e., a + bt™°). It
can be observed that an increase in n produces an increase in (h),
for a given t (Figure 7a). This increment is greater for larger t and
decreases as t increases. An inverse effect as a function of m is
observed in Figure 7b. Here, an increase in m produces a decrease
in (h), for a given t. As observed previously in the velocity profiles
(Figure 3), an increase of n (or a decrease of m) reduces the effect
of the shear stress (as a result of gravity) on the velocity gradients.
Therefore, as time passes, the reduced amount of material on the
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plate causes the maximum shear of the system be reduced, and
the changes in local and average thickness become smaller.
Figure 7c shows that the asymptotic values of (h), are increased
by an increment in 7,. These values are predicted by (h),.;—., = 7o
(pg,)~". Also, for small values of t, (), is less affected by a change
in 7,. The consistency index shows a proportional effect on (h),
for a given time. This behavior could be explained by the fact that
K affects directly Iyl compared to 7,. Figure 7e shows that an

increase of the film density causes a decrease in (h), for a given ¢.
An increase in density means that there is more mass in the plate
for a given volume that is affected by the gravitational field and as
a result the draining of the fluid film is accelerated. Finally, a
decrease in the angle of inclination of the plate with respect to the
gravity vector (0) causes a marginal increase in the average
thickness of the film for a given time (Figure 7f).

3.2.6. Homogeneity of the Film Thickness. Figure 8 shows
the ratio of the average thickness to the local thickness as a
function of the non-dimensional shear stress S, for different

values of the parameters. In all cases, monotonic increasing
profiles of (h),/h are observed with an increase in S, (ie., an
increase in 7, a decrease in p, h, and in a less extent a decrease in
0). Moreover, in all cases, an independence of (h),/h with the
position, K, and time was observed. The profiles are bounded in
the range '/, < (h),/h < 1. This occurs because the local
thickness of the film increases constantly with the position x (eq
13), making that (h), < h for a given position. The value of (h),/

h — '/, is obtained because in the extreme case of S, = 0 and m
< n, h increases linearly with x (eq 13). The increase in S,

produces a more homogeneous film thickness. This is because
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the fraction of the film that behaves as solid and is not deformable
under gravitational forces occupies a larger portion of the film
thickness. Figure 8a shows the profiles of (h),/h for a Herschel—
Bulkley type material (m = 1). It is shown that a decrease in n
produces an increase in (h),/h and more linear profiles for a
given value of S_. On the other hand, an increase in n produces

convex profiles with a minimum and maximum slopes at S, = 0
and S, = 1, respectively. At the extremes, when n = 0, the ratio
(h),/h > 1 and when n — oo, the ratio (h),/h — (*/,)(1 + S3,)
(dotted line in Figure 8a). In eq 14 for S, — 0, the ratio (h),/h is
predicted by (h),/h = (n + 1)/(2n + 1) (ie, power law fluid).
This result was also obtained by Gutfinger and Tallmadge.>® The
effect of m (n=1) on (h),/h is shown in Figure 8b. In general, an
increase in m produces an increase in (h),/h for a given value of
S, At S, =0, the ratio (h),/h can be estimated by (h),/h = [2(m
+1) =SSP +m+mS2)][2(m+2)(1—S7)] " andat S, =1 the
ratio (h),/h = 1 with a slope of !/, for any value of m. Similarly as
in the previous case (Figure 8a), the slope of the profiles is a
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function of m, but as S, — 1, all the profiles tend to a slope of '/,.
Low values of m produce concave profiles, and higher values of m
produce convex profiles with a minimum slope at S, = 0. At the
extremes of m, when m — o the ratio (h),/h — 1,and when m =
0 the ratio can be estimated by (h),/h — [2In (S,) + S}, — 1][4
In (S,,)]™". Figure 8c shows the profiles of (h),/h as a function of
S., when n = m (i, fluid described with the Heinz—Casson

model). The profiles begin with (h),/h = /5 and then the values
of (h),/h increase at different rates as a function of m. For m > 1,
the slope increases continuously as S, increases. On the other
hand, for m < 1 the slope begins with a maximum and decreases
as S, increases. Also, for m < 1 an increase in m produces a more
pronounced change in (h),/h compared to the same increment
in m for m > 1. Again, when m = 0, the ratio (h),/h — 1. Finally,
Figure 8d shows the profiles of (h),/h vs S, for different values of
n with m = '/, (ie, fluid described with the Mizrahi—Berk
model). In general, the change of m from 1 (Figure 8a) to '/,

dx.doi.org/10.1021/ie500408f | Ind. Eng. Chem. Res. 2014, 53, 6533—6543



Industrial & Engineering Chemistry Research

(h)x Imm]

() [mm]

p =1400kgm™

©

10 20

time [s]

time [s]

Figure 7. Average film thickness (h), as a function of time for different values of (a) n, (b) m, (c) 7o, (d) K, (e) p, and (f) 6. The condition adopted as a
reference and represented by a dashed line has the valuesn =m =1,7,=0Pa, K=1Pa s p = 1000 kg m™, and 0 = 0°.

produces more linear profiles for all values of n. The slopes show
amaximum at S, = 0 and rapidly decrease. An increment in n has

the same effect as explained for the case of Figure 8a and at the
extremes of n, when n = 0, the ratio (h),/h — 1 and when n — oo,
the ratio (h),/h — ('/,)(1 + S) (dashed line in Figure 8d).

4. CONCLUSIONS

In this study, validation and a sensitivity analysis of a
mathematical model for the fluid-dynamic variables in a dip-
coating process, considering that the film-forming fluid behaves
as a GNF, were carried out. The model, based on the balance
between the gravitational and viscous forces, was presented by
the authors in a companion paper as Part 1."” The validation was
performed using experimental data of averaged film thickness
obtained from literature for different film-forming fluids
(commercial milk chocolate, commercial deep—fat frying batters,
glycerol/water solutions, sugar/syrup solutions, glycerine/water
solutions, mineral oil, and 0.16% Carbopol solutions). Those
materials presented different rheological behavior described as
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special cases of a GNF behavior. On the basis of the low errors
obtained, the theoretical predictions of (h), were considered
satisfactory. The sensitivity analysis was performed for with-
drawal and draining stages. An extensive examination about the
effect of the main process variables, such as 7, K, n, m, Up P 0,
and h on the velocity profile and the characteristics of the local
and average film thickness were established. According to the
obtained results, the developed model that was experimentally
validated and sensitivity analyzed, presented several advantages
such as theoretical nature, incorporation of a generalized
rtheological model that describes the behavior of the film-
forming fluid, and an easy mathematical background. It is worth
mentioning that this study is also valid for Heinz—Casson,"
Casson,'® Mizrahi—Berk,*” Herschel—Bulkley,21 Ostwald—de
Waele,* Bingham,23 and Newtonian models.

The proposed and validated model presented in this work
(parts 1 and 2) may contribute to have a precise knowledge of the
film-forming history and the film thickness profiles that is
essential in food coating at the industrial scale.
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B NOMENCLATURE

C = concentration, kg m™

Ca = capillary number (yUc™")

,Fila, b; ¢; s] = Gauss hypergeometric function

g = gravity acceleration vector, m s

Igl = magnitude of g (9.81), m s>

g = component of g in x direction calculated by eq 10, m s~
(h), = average of h'in x direction, m

h = local thickness of the film, m

h; = h evaluated at L, m

K = consistency index used in eq 2, Pa s"™

L = length of the plate, m

m = second behavior index used in eq 2

N = number of samples

n = first behavior index used in eq 2
p = pressure, Pa

Q, = flow rate per unit width, m* s~
rmse = root mean squared error defined by eq 15, m

2

1
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Sk = ratio of the viscous stress to the maximum stress
S,, = ratio of the yield stress to the maximum stress
T = temperature, K

t = time, s

tq = draining time, s

U, = velocity of the plate, m s~
v = velocity vector, m s7!
(vy), = average of v, in y direction, m s~
v, = component of v in x direction, m s~
¥, max = Maximum value of v, m s~

x = position in x direction, m

y = position in y direction, m

1

1
1

Greek Symbols

7 = rate of deformation tensor, s™!

| = magnitude or second invariant of j, s

0 = position of the viscous to solid like behavior transition
calculated by eq 9, m

1 = apparent viscosity, Pa s

0 = angle between the axis of the plate and the axis of g, deg
p = density, kg m™ B

o = surface tension coefficient, N m™*

= shear stress tensor, Pa

7, = yield stress coefficient used in eq 2, Pa

y = function defined by eq S
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