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Abstract

Concentrating Solar Power (CSP) is one of the most promising renewable energy-
based electricity generation technologies to deal with the increasing demand of power
consumption and environmental sustainability. With the aim of achieving the 2020
SunShot cost target for CSP of 60 USD/MWh, the United States Department of Energy
presented, in May 2018, the Gen3 CSP initiative. In particular, the CSP Gen3 Liquid-
Phase Pathway proposes to design a CSP system adopting liquid sodium as Heat
Transfer Fluid (HTF) in the receiver, advanced high-temperature molten chloride salt
as storage fluid and supercritical CO2 (sCO2) Brayton cycle as power cycle.
Within this framework, the aim of this master thesis was to design the sodium-chloride
salt Heat Exchanger (HX) by developing both a heat exchanger model and a sodium-
salt-sCO2 system model.
To pursue these purposes, a completely new Modelica-based HXmodel was developed
and added to the SolarTherm library. Furthermore, as an extension of earlier
models, the sodium-salt-sCO2 CSP system (NaSaltsCO2System) was implemented
in SolarTherm, by incorporating the HX model and linking it with other new and
existing component models. As for the HX, a general model was developed for
shell and tube heat exchangers, based on the TEMA guidelines, with the possibility
of being customized in terms of media adopted, constraints, boundary conditions,
and correlations. The model performs an optimization in order to select the
internal geometry configuration that optimizes a user-defined objective-function. By
employing the implemented HX model in the NaSaltsCO2System, the sodium-salt
heat exchanger was designed aiming at minimizing the Levelized Cost of Electricity
(LCOE), providing a complete geometry description, and an estimation of the
performances and costs. The resulting NaSaltsCO2System model was found to be
robust and able to perform annual simulations that allowed to estimate the energy
performances of the CSP plant, as well as the LCOE. Considering the sodium-salt-sCO2
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CSP system characterized by a receiver capacity of 543 MWth, 12 hours of Thermal
Energy Storage (TES), and a 100 MWe power block, the LCOE resulted equal to
72.66 USD/MWh. The sodium-salt HX design that minimizes the LCOE resulted in
a single-shell/single tube pass configuration, with vertical alignment, characterized by
an overall height of 15 m, and a shell diameter of 1.8 m. It represents the 3.2% of the
total capital cost of the plant. An interesting system-level optimization was then carried
out on the combined receiver-heat exchanger block. It regarded the variation of the
Log Mean Temperature Difference (LMTD) of the HX and highlighted the possibility
to drop the LCOE down to 68.54 USD/MWh. The techno-economic investigations
and the sensitivity analysis showed the flexibility and robustness of the HX model,
as well as the importance of the NaSaltsCO2System. The latter lays the groundwork
to explore potential improvements of this new generation of CSP systems, which can
play a fundamental role in the future global energy mix.

Keywords

Concentrating solar power (CSP), liquid sodium, advanced molten salt, chloride salt,
heat exchanger (HX), shell and tube, CSP Gen3 Liquid-Phase Pathway, Modelica
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Abstract

Termisk solkraft (CSP) är en av de mest lovande elproduktionsteknologierna baserade
på förnybar energi. Den kan bidra till hanteringen av den ökande efterfrågan på
energi och miljömässig hållbarhet. I syfte att uppnå 2020 SunShot-kostnadsmålet
för CSP på 60 USD/MWh presenterade USA:s energidepartement Gen3 CSP-
initiativet. I synnerhet föreslår CSP Gen Liquid-Phase Pathway att utforma ett CSP-
system som använder flytande natrium som värmeöverföringsvätska i mottagaren,
smält kloridsalt med hög temperatur som lagringsvätska, samt superkritisk CO2
(sCO2) Brayton-cykel som kraftcykel. Syftet för detta examensarbete var att
utforma natriumkloridsaltets primära värmeväxlare genom att utveckla både en
värmeväxlarmodell (HX) modell och en natriumsalt-sCO2-systemmodell. För att
fullfölja dessa syften utvecklades HX-modellen först, sedan implementerades natrium-
salt-sCO2 CSP-systemet NaSaltsCO2System. Båda verktygen utvecklades med hjälp
av Modelica som programmeringsspråk. De finns nu tillgängliga i det öppna
SolarTherm-biblioteket. När det gäller HX utvecklades en allmän modell för
skal- och rörvärmeväxlare med möjligheten att anpassas när det gäller antagna
medium, begränsningar, gränsvillkor och korrelationer. Dessutom utförde modellen
en optimering för att välja den interna geometri-konfigurationen som optimerar
en användardefinierad objektiv-funktion. Genom att använda den implementerade
HX-modellen i NaSaltsCO2System designades natriumsalt-värmeväxlaren, vilket
gav en fullständig konfiguration-beskrivning och en uppskattning av prestanda och
kostnader. Den utvecklade NaSaltsCO2System-modellen visade sig vara robust
och kapabel till att utföra simuleringar på årsbasis. Detta gjorde det möjligt att
uppskatta CSP-anläggningens energiprestanda samt LCOE. Det utvecklade natrium-
salt-sCO2 CSP-systemet som känneteckna des av en mottagarkapacitet på 543 MWth,
12 timmars TES och ett 100 MWe power block, resulterade i en LCOE på 72.66
USD/MWh. Natrium-salt HX-konstruktionen som minimerade LCOE resulterade i
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en enskalig/enkel rörpassningskonfiguration, med vertikal inriktning, kännetecknad
av en total höjd av 15 m och en skaldiameter på 1.8 m. Det motsvarade 3.2%
av anläggningens totala kapitalkostnad. Den mest intressanta systemoptimeringen
genomfördes på det kombinerade blocket bestående av mottagare och värmeväxlare.
Den behandlade variationen av HX:s LMTD och framhöll möjligheten att sänka
LCOE till 68.54 USD/MWh. De teknisk-ekonomiska undersökningarna och
känslighetsanalysen visade flexibiliteten och robustheten i HX-modellen, liksom
vikten avNaSaltsCO2Systemet. Den senare lägger grunden för att utforska potentiella
förbättringar av denna nya generation av CSP-system, som kan spela en grundläggande
roll i den framtida globala energimixen.

Nyckelord

Termisk solkraft, CSP, flytande natrium, avancerat smält salt, kloridsalt, värmeväxlare
(HX), skal och rör, CSP Gen3 Liquid-Phase Pathway, Modelica
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Chapter 1

Introduction

Nowadays, the development of renewable energy technologies for power production
represents a focal interest point for nations worldwide. The main driving force are the
climate change and the drawbacks associated with consumption of fossil fuels. In the
last decade, the Paris agreement signed a global engagement to take climate action and
to propose a more sustainable energy development scenario. In the transition from
fossil-fuel-based technologies to sustainable and renewable ones, solar energy plays a
fundamental role.

Currently, the solar energy sector is dominated by PV technology because it represents
the most cost-efficient way to convert solar energy into electricity. Concentrating Solar
Power (CSP) is the other leading solar technology and it shows lots of potential to
meet a part of future energy demand and that could play a promising role in helping
to reach ambitious climate protection goals. Its strong-point is the higher levels of
stability, dispatchability and increased duration of energy output that can be achieved
incorporating the thermal energy storage. Among different CSP technologies, the solar
thermal power plant with central receiver and TES is expected to be the key technology
of the next future [1]. Indeed, central tower systems, like dish systems, can reach
significantly higher temperatures compared to the parabolic trough and linear Fresnel,
resulting in higher thermal-to-electric conversion efficiency in the power block and,
therefore, in a reduction of the TES cost [2].

The state-of-the-art solar tower power plants often use molten nitrate salt (Solar salt)
as HTF, that is heated up in the receiver and stored in a direct two tank salt system.
The principal limit of solar salt used in the current generation plants concerns their
maximum operating temperature (up to 565°C). Accordingly, conventional Rankine
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CHAPTER 1. INTRODUCTION

cycle with steam turbine is generally adopted.

In May 2018, the United States Department of Energy - Solar Energy Technologies
Office presented the Gen3 CSP initiative. The main goal of this project is to improve
concentrating solar thermal power technology to enable the industry to achieve the
2020 SunShot cost target for CSP of 60 USD/MWh [3]. In particular, the CSP Gen3
Liquid-Phase Pathway proposes to use liquid sodium as HTF in the receiver, advanced
high-temperature molten chloride salt as storage fluid and supercritical CO2 (sCO2)
Brayton cycle as power cycle.

The big advantages of liquid sodium are the higher maximum acceptable temperatures
(98-890°C, melting - boiling at atmospheric pressure) and the high heat conductivity
that leads to very high heat transfer coefficients compared to Solar Salt. High
conductivity and high heat transfer means that the receiver can operate at high solar
heat fluxes, while maintaining an acceptable temperature difference between the
absorber inner surface and the fluid. High conductivity also alleviates thermal stress
issues by reducing front-to-back tube temperature difference [4]. Consequently, there
is the possibility to reduce the size, resulting in cheaper and more thermally efficient
receivers. On the contrary, the main disadvantage of sodium concerns its reactivity
with water and oxygen which could result in fires. Hence, safety guidelines for both
construction and operating phases need to be followed. Since the temperature of
both the receiver and the hot storage can be raised, sCO2 power cycles can replace
conventional steam Rankine cycles, improving the power conversion efficiency.

The work presented herein is a contribution to the CSP Gen3 Liquid Pathway,
Sodium Pathway. It was carried out at the Australian National University (ANU), in
collaboration with the ANU Solar Thermal group and the Australian Solar Thermal
Research Institute (ASTRI). The aim of this work is to propose a suitable design
for the sodium-chloride salt heat exchanger. Using the object-oriented Modelica
programming language, a heat exchanger model is built and integrated in the open
source SolarTherm library. In addition, the sodium-chloride-salt-sCO2 CSP system
model (NaSaltsCO2System) is implemented in order to evaluate the annual energy
performances and the expected LCOE value. In addition, a sensitivity analysis on the
HX cost is also carried out to further understand how it significantly affects the total
investment plant cost and its relative LCOE.

2



CHAPTER 1. INTRODUCTION

1.1 Aim of the study

The aim of this thesis project is to design a suitable heat exchanger for the Gen3
sodium-molten chloride salt HX. A model of the heat exchanger and a model of
the sodium-salt-sCO2 CSP system are expected to be implemented using Modelica as
programming language. Techno-economic optimisations are carried out to propose
the HX design that minimize the plant LCOE. In summary, the specific objectives of
the thesis are:

• To develop a heat exchanger model that fulfils the following tasks:

– To design a heat exchanger based on nominal conditions;

– To simulate the performance of the heat exchanger during operation;

• To develop a sodium-salt-sCO2 CSP system model;

• To determine an optimum sodium-salt HX design that minimizes the LCOE of
the CSP system;

• To investigate the impact of the HX on the CSP plant as function of techno-
economic parameters.

1.2 Methodology

The present research work is structured as follows. A literature review is presented
about working principle and state-of-the-art of CSP systems, previous experiences with
sodium or molten salt heat exchangers, and high-efficient power cycles. Based on the
theoretical background, the heat exchanger type is selected and the important aspects
that need to be taken into account for a good design are pointed out. The following
chapters, Heat Exchanger Model and Sodium­Salt­sCO2 CSP system model shows
the assumptions, methodology and design strategy adopted to implement the model
of the HX and of the multi-component CSP system. As a result of a component-level
optimization, a proposed design of the sodium-salt heat exchanger is presented in the
chapter Design Sodium­Salt HX. After this chapter, the system-level investigations
and the sensitivity analysis on the HX cost are shown. In the end, the conclusions of
the work are presented.

3



Chapter 2

Theoretical background

2.1 Concentrating Solar Power Technology

Concentrating solar power (CSP) is one of the most promising renewable energy-
based electricity generation technologies to deal with the increasing demand of power
consumption and environmental sustainability. Among many renewable energy
systems, such as Photo-Voltaic (PV) or wind turbines farms, CSP stands out for
the possibility to incorporate a TES that decouples electricity production from the
intermittent solar resource availability. On the contrary, one of the major obstacles
for the commercialization of CSP technology is the relatively high cost of the electricity
generation.

CSP technologies can be distinguished in two macro-categories: line focusing and point
focusing systems. Parabolic Trough and Linear Fresnel represent two major types
of line focusing systems, while Parabolic Dish and Power Tower are point focusing
systems. Solar thermal power plant with central receiver and TES is expected to be
one key technology in future [1] thanks to the high operating temperatures, resulting
in high thermal-to-electric conversion efficiencies in the power block.

The basic concept for a solar power tower technology is shown in figure 2.1.1. The
heliostats, equipped with double axis tracking system, follow the movement of the
sun and reflect the sunlight to the receiver to produce high temperature heat. The
energy in the fluid can be stored in tanks and can be used in a power block to generate
electricity.

4



CHAPTER 2. THEORETICAL BACKGROUND

 A. Fritsch et al.  /  Energy Procedia   69  ( 2015 )  644 – 653 647

Table 1: System concepts with liquid metal receiver and conventional power blocks 

Concept sketch Name and properties 

  

Steam turbine (Rankine cycle) 

Subcritical or supercritical steam 

Lower temperature: 290 °C 

Upper temperature:  565 °C (Molten salt storage) 

  640 °C (Liquid metal storage) 

Liquid metal candidates:  Na, NaK, K 

   Pb, Pb-Bi, Sn 

 

  

Gas turbine (Brayton cycle) 

Open or closed cycle 

DCHX possible for closed cycle 

 

Liquid metal candidates: 

Up to 850 °C: Na, Pb, Pb-Bi, Sn 

Above 900 °C: Pb, Pb-Bi, Sn 

 

 

 

Combined cycle with Gas turbine (Brayton cycle) 

 

Thermal storage with liquid metals + filler material or 
air in a regenerator storage system 

 

Liquid metal candidates 

Up to 850 °C: Na, Pb, Pb-Bi, Sn 

Above 900 °C: Pb, Pb-Bi, Sn 

3.2. Innovative power conversion systems 

There are several innovative systems for energy conversion with liquid metals. The two most promising concepts 
are AMTEC-cells (Alkali metal thermal to electric converter) and LMMHD power conversion systems (Liquid 
metal magnetohydrodynamic ), see table 2, sketch 1 and 2. 

The principle of AMTEC is predicated on a sodium beta"-alumina solid electrolyte ceramic called BASE. This 
ceramic is a conductor of positive ions but an insulator to electrons. In the receiver, the sodium vaporizes and its 
pressure increases. Due to the pressure difference across the BASE and its differential conductivity between 
electrons and ions, the sodium ions are diffused through the BASE to the cathode while the electrodes provide a 
conduction path for the free electrons to pass instead through the external load doing work on their way to the 
cathode where they are recombined with the ions to reform neutralized sodium vapour. At the cold side, the sodium 
condenses and the cycle restarts again. The AMTEC device is characterized by high potential efficiencies and no 
moving parts except the liquid metal itself. It accepts a heat input in a range from about 600 – 1000 °C and produces 
direct current with predicted device efficiencies of 10 – 30 % [8]. It can be used as a topping cycle with a bottoming 
Rankine cycle (see table 2, sketch 1). 
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Molten Salt
Gas

Liquid metal

Storage SystemSolar TowerHeliostat Field Power Block

Figure 2.1.1: Solar thermal power plant with central receiver representation [5]

State-of-the-art solar power plants often use molten nitrate salts (Solar salt) as HTF,
that are heated up in the receiver and stored in a direct two tank salt system. The
principal limit of solar salt utilized in the current generation plants regards their
maximum operating temperature. According to [6], they are chemically stable up to
600°C, but due to corrosion concerns the maximum temperature is limited to 565 °C
in commercial plants. Therefore, conventional Rankine cycle with steam turbine is
generally adopted with this HTF.

For the purpose of making CSP technology more competitive, respect to the state-of-
the-art, further cost reduction is necessary. In particular, in order to reduce the LCOE,
basically, two options can be identified:

• Reduce the investment cost of the plant;

• Increase the overall efficiency of the plant;

The use of liquid metals as HTF in the solar receiver acts on both options to reduce
the LCOE. The big advantages of liquid metals are the higher maximum acceptable
temperatures (figure 2.1.2a) and the high heat conductivity, that leads to very high
heat transfer coefficients compared to Solar Salt (figure 2.1.2b).

Although liquid metals are very attractive as HTF, due to their low heat capacity and
high material cost, they are less suitable as storage media. Hence, direct one tank
sodium system, generally, is not cost-efficient. Alternatively, as shown in the system
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Fig. 1: (left) useable temperature range; (right) Heat transfer coefficient for tubes with D = 12 mm, u = 1 m/s und İ = 0.1 mm. 

3. Technological concepts for large scale power plants with liquid metal receivers 

Chapter 2 describes thermodynamic and economic advantages of liquid metals due to their physical properties. In 
order to make full use of these advantages, correspondent technological concepts must be created. In 
thermodynamic terms the power conversion efficiency raises with higher temperatures. Considering that higher 
investment costs might be involved, this potential advantage could be eradicated. The success of liquid metal 
technology in solar power systems is heavily dependent on the system layout. This chapter classifies the liquid metal 
concepts in two categories: conventional systems with today available power blocks and innovative systems with up 
to now only in laboratory scale tested power conversion.  

3.1. Conventional power blocks 

The most obvious concept is the adaptation of a molten salt system by merely changing the receiver to a liquid 
metal receiver. Directly after the receiver, the liquid metal transfers the heat to the molten salt storage in an 
additional heat exchanger. According to the energy demand, the molten salt transfers the thermal energy across the 
steam generator to the steam turbine (see table 1, sketch 1). Potential candidates of liquid metals for this application 
are sodium, potassium, lead-bismuth-eutectic (LBE) and tin. For higher temperatures the solar salt storage system 
needs to be replaced by a high temperature storage system. For example a direct energy storage with liquid metal as 
heat transfer fluid. In this case, there is no need for an additional heat exchanger which simplifies sketch 1. Another 
option is a regenerator storage with gas/air or the CellFlux storage concept [5]. But for the CellFlux storage concept, 
again, a high temperature heat exchanger is necessary. 

The connection to a gas turbine (table 1, sketch 2) makes higher temperatures inevitable. This makes a thermal 
storage with Solar Salt prohibitive. As before a direct storage with liquid metal is possible, but in most of the cases 
they tend to be too expensive (see chapter 5). However, a thermal storage in a regenerator system with gas/air or 
with the CellFlux storage concept is also possible. For a closed gas turbine cycle a direct contact heat exchanger 
(DCHX) can be installed, according to the combination of liquid metal and gas. This option might increase the 
efficiency, too. The alkali metals, reactive as they are, will not react with any noble gas like helium (He), neon (Ne), 
argon (A), krypton (Kr) and xenon (Xe), but also not with nitrogen (N2) [6]. These gases are therefore suitable for 
DCHX. For lead or lead-bismuth a DCHX is even possible with water/steam [7]. The combination of gas- and steam 
turbines in a combined-cycle plant achieves very high system efficiencies. This concept is also applicable to a liquid 
metal receiver (see table 1, sketch 3). 
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Figure 2.1.2: Acceptable temperature range (a) and heat transfer coefficient (b) for
liquid metals and molten salts [5]

in figure 2.1.1, indirect two tank thermal storage with high-temperature molten salts
with high thermal stability, acceptable thermo-physical properties, and low cost are
preferred.

2.1.1 Advantages and disadvantages of sodium

Among different liquid metal candidates, according to [7], sodium is the most
technologically ready due to previous experience concerning materials compatibility
and safety issues from nuclear industry. The first advantage of sodium as HTF regards
its high temperature range. Indeed, high boiling point make sodium suitable for
high-temperature high-efficient energy conversion systems, such as ultra-supercritical
steam power cycles (590–620°C) or sCO2 Brayton cycle (>650°C). Moreover, the low
melting point minimizes freezing problems and leads to less trace heating compared
to solar salt and therefore lower parasitic losses [1].

Another point is that sodium implies no corrosion problems below the boiling point,
thus there are no relevant compatibility problems with structural materials. On the
contrary, corrosion problems are relevant for salt mixtures [8].

As cited above, the high thermal conductivity is the other big advantage. In particular,
for sodium, the thermal conductivity is over 100 times larger than with Solar Salt,
resulting in 10 times higher heat transfer coefficients, as shown in figure 2.1.2b.

High conductivity and high heat transfer means that the receiver can operate at high
solar heat flux, keeping an acceptable temperature difference between the absorber
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inner surface and the fluid. Therefore, receiver size can be reduced, resulting in
cheaper and more thermally efficient receivers. Additionally, high conductivity makes
the aiming strategy less relevant for sodium compares to molten salts receiver. In the
end, according to [4], since high conductivity reduces front-to-back tube temperature
difference, thermal stress issues for sodium receivers become less relevant.

The main disadvantage of sodium regards its reactivity with water and oxygen which
could result in fires that are difficult to extinguish. In literature, several sodium fires
are reported. An emblematic example is the sodium fire on the Plataforma Solar de
Almería (DFVLR, 1987). However, mainly thank to the nuclear power sector, a lot of
experience was gained in the handling with sodium. Safety operating and construction
guidelines are available in order to avoid such accidents and to minimize damage in
case of a sodium fire. The fail-drain-principle is one of the most important construction
guidelines that plans to drain fast all the liquid sodium into the sump tank, as soon fails
are detected.

Currently, nuclear energy is the main field where liquid sodium is involved. The biggest
grid-connected fast breeder reactor is the BN-800 in World Nuclear Association (2015)
with a power of 864 MWel. For what concerns the solar energy field, in 2015, VastSolar
built a grid-connected solar thermal power plant with sodium as HTF.

2.1.2 Advanced high­temperature molten salt

According to [4], fluoride, chloride and carbonate salts are possible candidate for use
in CSP plants. In particular, [9] assesses that a ternary chloride salt eutectic mixture
of NaCl-KCl-MgCl2 has been identified as a promising thermal storage material for
sensible energy storage in CSP systems requiring temperatures above 600°C in a closed
tank design. The material cost results significantly lower than conventional ‘solar salt’.
Nevertheless, material compatibility and corrosion issues are fundamental aspects that
need to be taken into account.

2.1.3 High­efficient power block systems

Concerning the power block configuration, supercritical CO2 (sCO2) Brayton cycle
is indicated as the future of the thermal to electric conversion technology. This
statement is in agreement with several research programs and key international energy
stakeholders ([10], [11], [12], [13], and [14]). Supercritical CO2 cycles, traditionally
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utilized for application in nuclear power plants, are becoming interesting for CSP
applications because they have the potential to drive down the LCOE of the CSP
plant. Indeed, using sCO2 cycles, is possible to overcome the temperature limit
imposed by standard Rankine cycle, improving the power conversion efficiency in the
temperature range of 550–750 °C. Another interesting point of sCO2 power block is
their compactness. Compact turbomachinery design implies advantages both from the
economic and transient operation points of view [15]. Additionally, high performances
are preserved with the scale, avoiding scale-down effects typical of steam cycles. In the
end, for what concern safety issues, CO2 is environmental harmless and a corrosion
neutral working fluid, implying compatibility with structural material and no other
relevant risks. In [16], it is investigated the compatibility of sCO2 cycles with advanced
molten salts, resulting in higher power cycle performance with respect to conventional
steam cycle.
In conclusion, the potential reduction of cost and increase of conversion efficiency
make sCO2 cycles the most promising option when the receiver maximum temperature
ranges between 650 °C and 750 °C [17].

2.2 HX Background

According to [18], a heat exchanger is a device in which heat is exchanged between a
hot medium and a cold medium. HXs are used extensively and regularly in process
and allied industries and represent one of the most important devices of mechanical
systems in modern society. The most commonly used type of HX is the shell and tube
heat exchanger [19], thanks to their robust geometry construction, easy maintenance,
and possible upgrades.
U-tube type HXs are well suited for stable operation loads and minimum temperature
changes, typical of continuous operating applications. Nevertheless, in agreement with
[20], large-scale CSP plants are characterized by daily system starts/stops operations,
by loads fluctuation and consequently by important variations in the heat transfer
fluid temperature. Since the latter contribute to unwanted vertical stresses in the
tube plates, leakages and needed repairs, shell and tube HX type is not the perfect
configuration that fits the CSP plant requirements. In [21], Aalborg CSP presented the
header-and-coil heat exchanger type that eliminates the constraints of the fragile tube
plate in transient operation, typical of TEMA U-tube HX type. Figure 2.2.1 shows the
header-and-coil HX and under construction and a 3D representation.
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Figure 2.2.1: Aalborg CSP header-and-coil HX [21]

In literature, no example of a sodium-chloride salt HX was found, while several HX
designs adopted singularly for sodium and molten salts are available and they are
presented in the following.

2.2.1 Sodium experiences

As cited in section 2.1.1, the nuclear sector represents the major field where sodium
has been employed so far. Because of its high conductivity and excellent heat transfer
features, liquid sodium is a universally accepted coolant for Fast Breeder Reactors
(FBR). Typically, in a FBR plant, a sodium-to-sodium Intermediate Heat Exchanger
(IHX) constitutes a fundamental barrier and interface between the primary sodium
(radioactive) and the secondary one (non-radioactive).

Figure 2.2.2: Schematic representation of the IHX employed in Monju [22]
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Figure 2.2.2 shows a schematic representation of the IHX employed in the Japanese
sodium-cooled fast reactor Monju, now closed. Shell and tube HX was selected for this
application, and, in detail, primary sodium flows and is contained in the central tube,
while the secondary sodium is placed in the shell-side.

Similar IHX configurations were adopted also for the 500 MWe prototype FBR part
of the Madras Atomic Power Station (MAPS) and for the 3 MW test-case HX located
both at Kalpakkam. In these cases, primary sodium is placed in the shell-side, while
the secondary sodium flows into the central down-comer of the shell and tube IHX.
The two examples are reported in figure 2.2.3.

(a) IHX used in MAPS, Kalpakkam [23]

548 ]. Nucl. Sci. Techno/., 

DIMENSIONS: SHELL: 0·6m.O.D 

- No. OF TUBES: 180 

SODIUM LEVEL 

INLET WINDOWS 

ANTI VIBRATION 
BELT. 

TUBE 

TUBE BUNDL=-E ---1-1 

OUTLET WINDOWS 

D [ 

D D 

----r 
A 

TUBE LENGTH: 4·8 m 

TUBE PITCH CIRCUMFERENTIAL: 19-lmm 
RADIAL 18-4mm 

ANTI VIBRATION BELT 
SECTION 'A A' 

Fig. 1 Intermediate heat exchanger (IHX) 

shell side Nusselt number was also evaluated 
and compared with earlier works. Results of 
hydraulic performance tests are not covered 
here. 

ll. SODIUM TEST LOOP 
The sodium test loop in the shape of 

"Figure-of-eight" (see Fig. 2) consists of a 
heater vessel with electric immersion heaters, 
a centrifugal sodium pump, a sodium-to-air 
cooler, the associated purification system and 
the heat exchanger under evaluation. The 
test heat exchanger is installed in the loop at 
the crossing point of the "Figure-of-eight" 
such that the same sodium flows in hot and 
cold condition through the shell side and the 
tube side of the heat exchanger respectively. 
The hot sodium at 811 K from heater vessel 
flows into the shell side of the heat exchanger 
where it is cooled to a temperature of 644 K 
by secondary sodium flowing inside the tubes. 
On the other side cold sodium at 616 K enters 
the tube side through the central downcomer 
into the bottom header and then flows into the 
tubes upwards getting heated upto 783 K. 

While sodium was electrically heated in 
the heater vessel, it was cooled to the same 
extent by forced air cooling in the sodium-to-
air cooler in order to maintain steady state 
temperature conditions in the test loop. An 
on-line cold-trapping system purified sodium 
continuously maintaining the impurities in 
sodium to less than 10 ppm. The sodium flow 
rate through the loop was measured by an 
electromagnetic flowmeter and temperature of 
sodium at the terminals of the heat exchanger 
were measured using pre-calibrated thermo-
couples placed in thermowells. These were 
fixed to the inlet and outlet of the primary 
and secondary sides of the heat exchanger. 

m. TEST HEAT EXCHANGER<!) 
The heat exchanger under test shown in 

Fig. 1 is a vertical counter current shell-and-
tube type unit with removable tube bundle. 
The tube bundle is supported at its top within 
the heat exchanger shell and has a floating 
head to allow free expansion. It is covered 
by a thin skirt which allows the primary 
(shell side) sodium to enter through its top 

-56-

(b) 3 MW test-case HX [24]

Figure 2.2.3: Sodium-to-Sodium HX schematic representations

Another relevant example of HX adopted for sodium applications is the double-walled
straight tubes Steam Generator (SG) designed in [25] for the Japan Sodium-cooled
Fast Reactor (JSFR) implemented in the ‘‘Fast Reactor Cycle Technology Development
(FaCT)’’ project. Figure 2.2.4 shows its conceptual design representation.
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inner tubes are inspected by ultrasonic test and eddy current
test, respectively.

The third is mitigation function against sodium/water
reaction. Sodium/water boundaries, especially tubes, must
have a mitigation function of sodium/water reaction for
property protection. The design target is nonpropagation of
tube failure. A mechanically contacted double-walled tube
has a very small gap between these walls as shown in
Fig. 4(b). This gap restricts the water leak flow rate, and
the maximum leak flow rate is under the tube failure prop-
agation limit. The points of failures of inner and outer tubes
will separate more than 3.5m from each other in probability
theory, so the water leak flow rate can be restricted under
0.1 g/s by the gap of less than 10 mm.

Based on these design ideas, the conceptual design has
been established as shown in Fig. 4(c).

In the FaCT project, the following development activities
on the double-walled tube SG have been carried out:
. Manufacturing of T91 parts and structure

Trial manufacturing is proceeding on a mechanically con-
tacted double-walled long tube, forged alloy for tube
sheet, and tube-tube sheet joint.

. Thermal-hydraulic development
A water-steam two-phase flow test is in progress for a two
phase flow modeling. Water flow tests are in progress for
a sodium flow modeling. A 10MW sodium-steam heat
exchange performance test is planned to start in 2013. A
50MW class demonstration test is planned to be per-
formed in 2015.

. Sodium/water reaction evaluation
Sodium/water reaction tests are performed for safety and
property protection evaluations.
Another tube design study is also performed as an alter-

native to the double-walled tube design. In this study, two

candidates of tube design are proposed and evaluated. The
ideas and results are shown in Fig. 5. These concepts have a
possibility to be consistent with large capacity, safety, prop-
erty protection, and operation reliability. Development ac-
tivities on these alternatives are also being carried out.
(5) Fuel Handling System

A sketch of the JSFR fuel handling system and recent
R&D progresses are shown in Fig. 6. The FHM perform-
ance including positioning accuracy, arm speed, and stiff-
ness for subassembly charge/discharge operation has been
demonstrated by a full-scale FHM mockup test in air.19)

Based on the mockup test data, the FHM seismic analysis
model has been improved and the analysis method has been
validated by vibration tests. The improved seismic analysis
showed that there is no interaction between UIS and FHM
under the design base seismic condition. As for the spent
fuel transportation pot, the heat removal capability of the
pot in the case of an abnormal stoppage of the transfer
system has been evaluated by under-sodium tests. A mockup
experiment was done for the evaluation of heat transfer
performance by using a full-scale transfer pot. This experi-
ment simulates heat transfer from the pot to the cooling air
outside the guide tube. As a result of this experiment, the
sodium adherence on the pot surface and inner surface of the
guide tube significantly influences the thermal emissivity,
which is a dominant factor for heat removal capability.20) A
combination of thermal radiation releasing from the pot
surface and a direct cooling of the pot surface by argon
gas was found to be able to maintain the spent fuel cladding
integrity. Performance of the dry cleaning method has also
been demonstrated by under-sodium tests with a mockup
tube bundle of the JSFR fuel subassembly with an inner
duct. A concept of the fresh fuel shipping cask for MA-
bearing fuel transportation has been provided, and the eval-

Fig. 4 Double-walled tube SG concept

468 K. AOTO et al.
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Figure 2.2.4: SG employed in JSFR [25]

2.2.2 Molten Salt experiences

In order to provide a stable and reliable power supply, many commercial solar
thermal power plants rely on indirect thermal storage systems. Up to date, almost all
commercial parabolic trough CSP plants use synthetic oil as the heat transfer fluid [26]
and conventional molten salts as storage fluid According to [27], shell-and-tube heat
exchangers are the most common type of heat exchangers used in these facilities. The
thermal oil - molten salt heat exchanger shown in figure 2.2.5 is part of the CIEMAT-
PSA molten salt test loop for thermal energy systems (MOSA) facility.

Figure 2.2.5: Thermal oil - molten salt HX [27]
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Figure 2.2.6 provides a schematic representation of this HXwhich is composed of
two counter-flow multi-pass shell-and-tube units. In this application, molten salt
(SolarSalt) flows on the shell-side, while thermal oil (Therminol VP­1) on the tube-
side.

Shell-side
inlet nozzle

Shell-side
outlet nozzle

Tube-side
outlet nozzle

Tube-side
inlet nozzle

Vertical segmental
ba es

Longitudinal
ba e

Figure 3: Heat exchanger schematic representation [10]

of commercial solar power plants. The hot tank
is at the ground level whereas the cold tank is
under ground level.

• Molten salt air cooler. This air cooler replicates
the molten salt discharging process by cooling
down the molten salt.

• CO2 - molten salt heat exchanger. This heat ex-
changer allows exchanging heat from pressurized
gases from the innovative fluids test loop facility.

• Two flanged pipe sections. Components can be
installed in the two flanged pipe sections in order
to be tested in the molten salt circuit under real
working conditions.

• Electrical heat-tracing system. Its purpose is to
prevent salt freezing.

• Thermal oil loop. It allows storing and releasing
thermal energy to/from the molten salt. This
loop includes the following components: a ther-
mal oil expansion tank, a centrifugal pump, an

oil heater, a thermal oil - molten salt heat ex-
changer, thermal oil air cooler, an expansion
tank and nitrogen bottles to render the molten
salt and thermal oil inert. The purpose of the
oil heater is to provide the same amount of heat
than parabolic-trough collectors. Therefore, the
oil heater can be used to emulate them and repli-
cate transients such as, start-ups, shutdowns and
cloud disturbances.

The multipurpose MOSA facility is flexible and can
work in four di↵erent operating modes, they are sum-
marized as follows. Further details about operating
modes can be consulted in [9].

• Mode 1. In this mode, energy coming from the
innovative fluids test loop is used to charge the
molten salt TES system.

• Mode 2. The molten salt is cooled down by
means of the air cooler system in this mode.

• Mode 3. In mode 3, the TES system is charged
from thermal energy of the thermal oil loop by
means of the thermal oil - molten salt heat ex-
changer.

• Mode 4. This mode discharges the TES system
and thus heating up thermal oil by means of the
same heat exchanger than in mode 3.

2.1. Two-unit Multi-Pass Shell-and-Tube Heat Ex-
changer

This work focuses on the modeling of the thermal
oil loop heat exchanger. This heat exchanger is com-
posed of two counter-flow multi-pass shell-and-tube

Table 1: Heat exchanger nominal conditions in mode 3

Feature Shell side Tube side
Fluid Solar salt VP-1
Inlet mass flow (kg/s) 2.08 1.57
Inlet pressure (bar) 2 14
Outlet pressure (bar) 1.6 13.97
Inlet temperature (�C) 290 380
Outlet temperature (�C) 373 313

3

Figure 2.2.6: HX schematic representation [28]

In [29], it is provided another example of a molten salt-thermal oil heat exchanger
design. In detail, a special flow layout with U-shaped tubes applied in the laboratory
was designed for testing the heat transfer performances. of molten salt in the shell side
of a shell-and-tube heat exchanger with segmental baffles. As shown in figure 2.2.7, the
tube-side fluid employed is thermal oil.

of salt in the heat exchanger is only 1/3 percentage of that in the
shell calculated by the slope. Thus, the actual heat transfer area
decreases which would finally lead to worse HTPs of the molten
salt in the heat exchanger.

Therefore, in order to solve the challenge that the heat exchan-
ger’s shell could not be full of molten salt, a novel flow layout with
U-shaped tubes in the salt outlet was further designed, as shown in
Fig. 7. The working procedures are as follows: In the operation, the
valves I and II should be closed simultaneously. Meanwhile, the
molten salt would flow through the U-shaped tubes so that the liq-
uid level of molten salt in the heat exchanger could be elevated to
the location of salt inlet. As a consequence, the shell side of the
heat exchanger is full of molten salt. After the test, the valves I
and II should be opened. Thus, the molten salt in the heat exchan-
ger and pipelines can flow back to the tank along the slope direc-
tion entirely, and no residual molten salt exists outside the tank.

The corresponding flow directions of molten salt after the test
are displayed in Fig. 8.

2.4. Measurement system

Table 5 exhibits the test equipment in the platform. The K-type
thermocouples measuring the inlet and outlet fluid temperatures
were calibrated using the standard platinum resistance thermome-
ter (SPRT), as shown in Fig. 9. The relationship between the cor-
rected value Tcorr and the measured value T can be found in Eqs.
(9)–(12). Besides, the experimental system was controlled through
the PLC controller, and all the signals of temperature sensors, flow
sensors, and variable-frequency drives of pumps were collected
and displayed using the self-programming method.

Tcorr ¼ 0:71697þ 0:99916T; ð1#Þ ð9Þ

Tcorr ¼ 0:88818þ 0:99855T; ð2#Þ ð10Þ

Tcorr ¼ 0:74618þ 0:99899T; ð3#Þ ð11Þ

Tcorr ¼ 0:97670þ 0:99824T; ð4#Þ ð12Þ

3. Data processing method

Prior to the experimental platform run, a heat balance of test
should be conducted firstly. The heat balance deviation between
the molten salt and oil should be less than 5.0% for all test data,
and it can be calculated by the equation ofU = |Qs % Qt|/Qave & 100%.
The heat transfer capacity of molten salt Qs and oil Qt can be
calculated as follows:

Q s ¼ ðq ' qv ' cpÞs ' ðT in % ToutÞs ð13Þ

Q t ¼ ðq ' qv ' cpÞt ' ðTout % T inÞt ð14Þ

Qave ¼ ðQ s þ Q tÞ=2 ð15Þ

During the test, the overall heat transfer coefficient K of the heat
exchanger and heat transfer coefficient ht of oil should be calcu-
lated firstly based on the test data and traditional correlations.
Then the heat transfer coefficient hs of molten salt in the shell side
could be obtained using the traditional Wilson plot method [25].
The overall heat transfer coefficient K of the STHE-SBs can be cal-
culated by Eqs. (16)–(18), where As and DTm are the heat transfer
area of shell side and the log-mean temperature difference,
respectively.

K ¼ Qave=As ' DTm ð16Þ

As ¼ p ' L ' do ' Nt ð17Þ

Segmental baffles

Molten salt inlet

Perforated plate

Oil outlet
Tube bundles

Thermometer hole

Mixing chamber 

Oil inlet

Molten salt outlet

Fig. 4. Diagram of the STHE-SBs.

Fig. 5. Tube bundles and segmental baffles.

Table 4
Size of the STHE-SBs.

Items Parameters Size

Shell Outer diameter/Do 0.108 m
Inner diameter/Di 0.1 m

Tube bundle Number/Nt 19
Outer diameter/do 0.014 m
Inner diameter/di 0.01 m
Pitch/s 0.019 m
Length/L 1.95 m

Segmental baffle Number/Nb 18
Pitch/B 0.1 m

460 B.-C. Du et al. / International Journal of Heat and Mass Transfer 113 (2017) 456–465

Figure 2.2.7: Diagram of the test case thermal oil - molten salt HX [29]

12



CHAPTER 2. THEORETICAL BACKGROUND

In the end, different SG designs employing molten salts for solar applications were
found in literature. One model, proposed by ABB Lummus, consists of a U-tube kettle
boiler and U-tube/straight shell HX for the pre-heater, super-heater and re-heater.
Another example is provided by the Foster Wheelerdesign that assumes straight tube
/straight shell HX with the molten salt placed on the shell side. A U-tube/U-shell HX
design is instead proposed by Babcock and Wilcox with the molten salt placed again
on the shell side.

Figure 2.2.8 shows a conceptual SG design proposed in [30] for solar power tower
plants using molten salt as heat transfer fluid. The SG is characterized by a U-tube/U-
shell HX design with single segmental baffle for the pre-heater, the super-heater and
the re-heater. The salt is placed on the shell side and the high-pressure water/steam
is placed on the tube side. For what concerns the evaporator, a vertical straight
shell/straight tube was chosen.

the shell side in all heat exchangers. This leads to higher thicknesses and metal mass, and therefore, it may increase 
the required time of start-ups and load changes. 

 
The Foster Wheeler design assumes straight tube /straight shell heat exchangers with the molten salt placed on 

the shell side. This design avoids high temperature gradients that may be generated in single tubesheets due to 
temperature differences between the outlet and inlet streams (common in superheaters and reheaters). The 
differential thermal expansion is accommodated by floating tubesheets. A natural circulation evaporator is chosen 
and arranged vertically with the steam drum located on the outlet channel. 
 

The Babcock and Wilcox design consists of U-tube/U-shell heat exchangers with the molten salt placed on the 
shell side. The main advantage of the U-shell design is that it has high tolerance to thermal stress. As is the case with 
the straight tube/straight shell design, the inlet and outlet tubesheets are separate. Thus this design also avoids 
temperature gradients produced by inlet and outlet temperature differences. In addition, the U-shaped tubes can 
expand or contract in response to thermal expansion between tubes and shell without the need for floating 
tubesheets. A forced recirculation evaporator is selected over natural recirculation evaporator. The main 
disadvantage is that the U-shell design presents high manufacturing complexity. This design is the most expensive 
of all of the proposed designs. 
 

 IQ WKH VROaU WRZHU dHPRQVWUaWLRQ SURMHcW ³SROaU TZR´, a NHWWOH bRLOHU W\SH ZaV VHOHcWHd bHcaXVH LW LV a UHOaWLYHO\ 
economical solution. However, this design resulted in significant problems related to salt freezing in tubes [3]. 
Nevertheless, ABB Lummus fabricated kettle boiler steam generators for the 80 MWH LX]¶V SROaU EOHctric 
Generating Stations (SEGS) with successful application [2]. 

 
 Here, a U-tube/U-shell design with single segmental baffle was chosen for the preheater, the superheater and the 

reheater. The salt is placed on the shell side and the high-pressure water/steam is placed on the tube side. A vertical 
evaporator with natural circulation is chosen, in order to avoid salt freezing and reduce power pump consumption 
for water circulation. This design consists of a straight shell/straight tube where the salt is placed on the shell side. 
Figure 1 illustrates the SG configuration. 

 

 
FIGURE 1. SG configuration. 

Figure 2.2.8: Molten salt SG [30]
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Chapter 3

Heat Exchanger Model

This chapter presents how the heat exchanger model is implemented, describing the
main goals, the methodology, and the main assumptions. The model is tailored for
shell and tube heat exchangers and it is implemented using Modelica as programming
language. Figure 3.0.1 reports the HX symbol utilized on the open source SolarTherm
library, where the model is available1.

RQ�RII�VWUDWHJ\

+HOLRVWDWV�)LHOG

+;�& 'DWD�6RXUFH

+HDW�([FKDQJ

%XIIHU�7DQN
6KHOOBDQGB7XEHB+;�'SBWXEH

3UHVVXUH/RVVHVB1DBORRS

RU�

RU

7

Figure 3.0.1: Symbol of HX model on SolarTherm library

3.1 Preliminary assumptions

Although the heat exchanger model tends to be a versatile and general model that can
be employed for several applications and using different media, the assumptions of the
model were adopted coherently with the primary goal of this research work: designing
a sodium-salt HX and performing annual simulations.

• The heat exchanger thermal losses were considered negligible;
1https://github.com/SolarTherm/SolarTherm/blob/na-salt-hx/SolarTherm/Models/Fluid/HeatExchangers/HX.mo
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CHAPTER 3. HEAT EXCHANGER MODEL

• The principal assumption concerns the heat exchanger type selection. In
particular, shell and tube configuration was chosen. According to the
literature, no previous experiences with sodium-chloride salt heat exchangers
were found. As for sodium is generally utilized in tube-in-tube heat exchangers
in nuclear applications, while, for what concerns the molten salt, shell and tube
configurations are generally preferred. On top of that, compare to other heat
exchanger configurations, larger literature data is available for shell and tube. In
addition, Tubular Exchanger Manufacturers Association (TEMA) standard can
be used to guide the design process, and a simple and robust design guarantees
wide range of operational temperatures and pressures;

• The LMTD approach was adopted;

• The limited variation of the fluid properties of sodium and chloride salt in the
temperature range proposed (less then 5%) justified the decision to implement a
lumped­parameter model;

• Transitional processes such as switch on/off of the heat exchanger were
considered of secondary importance compare to the main operating condition;
therefore, a quasi­static model was developed.

3.2 General description of the model

The model aims to propose a suitable design of a shell and tube heat exchanger and to
simulate its operating conditions for a specific application. Two running modes of the
model are distinguished:

• Design mode: it aims to propose an HX design;

• Operating mode: it aims to evaluate the expected performances of the defined
HX design.

The implementation of the afore mentioned running modes requires to solve the three
equations presented henceforth: thermal power balance on tube-side (equation (3.1)),
thermal power balance on shell-side (equation (3.2)), and the estimation of the heat
load using LMTD method (equation (3.3)).

Q = ṁhot · (hin,hot − hout,hot) (3.1)
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CHAPTER 3. HEAT EXCHANGER MODEL

Q = ṁcold · (hout,cold − hin,cold) (3.2)

Q = U · AHX · F ·∆Tlm (3.3)

where ṁ is the mass flow rate, hin and hout are respectively inlet and outlet enthalpies,
U is the heat transfer coefficient, AHX is the heat transfer area, F is the temperature
correction factor and ∆Tlm is the LMTD. According to [31], it is safer to allocate the
cold fluid around the hot fluid, as well as, it will reduce energy loses and the overall the
equipment cost. Thus, in absence of specific requirements, the hot fluid will be placed
in tube-side (subscript hot), while the cold one on the shell-side (subscript cold).

PRODUCED BY AN AUTODESK STUDENT VERSION

PR
O

D
U

C
ED

 B
Y 

AN
 A

U
TO

D
ES

K 
ST

U
D

EN
T 

VE
R

SI
O

N

PRODUCED BY AN AUTODESK STUDENT VERSION

PR
O

D
U

C
ED

 BY AN
 AU

TO
D

ESK STU
D

EN
T VER

SIO
N

(a) 1:1 TEMA E STHE
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(b) 2:2 TEMA F STHE

Figure 3.2.1: Two possible HX configurations

The possible shell and tube configurations considered in this model are:

• 1 shell pass, 1 tube pass (1:1 TEMA E STHE);

• 2 shell passes, 2 tube passes (2:2 TEMA F STHE);

• 1 shell pass, 2 tube passes (1:2 TEMA E STHE);

• 2 shell pass, 4 (or multiple) tube passes (2:4 TEMA F STHE).
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CHAPTER 3. HEAT EXCHANGER MODEL

Figure 3.2.1 shows a graphical representation of 1:1 TEMA E STHE and 2:2 TEMA F
STHE. In detail, compared to the standard TEMA configurations, two design variations
can be noticed: tilted and heated baffles to facilitate drainage and guarantee anti-freeze
on the shell-side.

The model points to be flexible, robust and widely usable for different applications.
For this purpose, it needs to be customized in term of media adopted, constraints,
Boundary Conditions (BCs), and correlations. Moreover, an objective function can be
user-defined according to specific requirements related to the particular application.
In principle, the model offers a default procedure that can be customized, acting
on the blocks of diagram 3.2.2, in order to achieve the most suitable HX design.
The geometrical assumptions for the HX design are presented in section 3.3 and the
adopted methodology is described in section 3.4.

 

Shell	and	Tube 

HX 

Media 

Boundary 

Conditions 

Constraints 

Fluid dependent 
correlations 

Objective 
Function 

Fluid-dependent
constitutive 

relations
for transport 
phenomena

ConstraintsMedia

Boundary 
Conditions

Objective 
Function

Figure 3.2.2: Block diagram customization HX

The block Media regards the fluids that flow in the shell and in the tube side, and the
HX material. In detail, the correlations of the main properties such as density, thermal
conductivity, specific heat capacity, and dynamic viscosity need to be defined according
to the chosen media. Additionally, for the HX material, the mass specific cost should
be provided.
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CHAPTER 3. HEAT EXCHANGER MODEL

The block Boundary Conditions (BCs) includes inlet/outlet fluid temperatures,
operating pressures, and design thermal power.

In the blockObjective Function, it should be defined what is the function that needs
to be optimized during the design of the shell and tube HX. In other words, in this block
it is possible to specify the goal of the HX optimization, e.g. minimizing the investment
cost, or maximizing the heat transfer coefficient.

The block Fluid­dependent constitutive relations for transport phenomena
regards the correlations that should be defined ad-hoc for the fluids, e.g. the HTC on
the tube-side. Moreover, specific fluid dependent variables can be user-defined.

In the end, the block Constraints includes all the geometrical constraints that should
be taken into account in the design process. In particular, it can be distinguished:

• Volume constraints:

– Maximum HX lenght;

– Maximum aspect-ratio.

• Velocity constraints:

– Maximum/minimum hot fluid velocity;

– Maximum/minimum cold fluid velocity;

Volume constraints are taken into account to fit the user requirements, while velocity
constraints are needed for safety reasons. Indeed, the velocity must be high enough to
prevent any suspended solids settling, but not that high to cause erosion [32]. Section
3.4, explains how these constraints impacts on the HX design.
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CHAPTER 3. HEAT EXCHANGER MODEL

3.3 Heat exchanger geometry description

In this section, a detailed description of the heat exchanger geometry is provided.
In this work, particular focus was given on three major components: tubes, baffles,
and shell. Other components, such as nozzles, expansion joints, and supports were
considered of secondary importance and were neglected in the design of the shell and
tube heat exchanger. A representation of the major components and of a cut section of a
shell and tube heat exchanger are proposed respectively in figure 3.3.1 and 3.3.2.

Figure 3.3.1: Major components of a shell and tube heat exchanger [33]

Figure 3.3.2: Cut section of a shell and tube heat exchanger [33]

3.3.1 Tubes

Since the tube surface is the place where the desired heat transfer takes place, the tube
variables selection represents a focal point in the heat exchanger design. In order to
completely define the tube bundle, the tube variables considered are:

• tube outside diameter (do): it is one of the most relevant variables for the HX
design. In this model, only commercial tube diameters are considered. In detail,
commercial tubing data proposed by TEMA are adopted. According to [33], they
are 1

4
, 3
8
, 1
2
, 5
8
, 3
4
, 7
9
, 1, 11

4
, 11

2
, and 2 in. (6.35, 9.53, 12.70, 15.88, 19.05, 22.23, 25.40,

31.75, 38.10, and 50.80 mm). Additionally, a tube diameter of 21
2

in (63.5 mm)
is utilized for some particular applications.

19



CHAPTER 3. HEAT EXCHANGER MODEL

• tube wall thickness (ttube): it is function of the tube outside diameter, of the
pressure differences across the tube wall, and of the selected tube material alloy.
These standard values are available in TEMA Table RCB-2.21 [34].

• tube layoutpattern (layout): it impacts on the maximum number of tubes that
can be included within the shell, on the pressure drops, on the heat transfer, and
on the accessibility for mechanical cleaning [33]. Two types of tube arrangements
are implemented in this model: triangular and square (figure 3.3.3).

Figure 3.3.3: Tube layout arrangements [32]

• tube pitch (Pt): it is the distance between the centres of the tube hole. For
the two tube layout arrangements considered, the tube pitch can be estimated as
function of the tube outside diameter, as indicated in equation (3.4) [32].

Pt = 1.25 · do (3.4)

• number of tube passes (Np): it impacts strongly on the tube bundle geometry.
According to [33], the possible number of tube passes to select can be 1, 2, 4 or
multiples, up to 16. Figure 3.3.4 shows two different tube bundles for number of
tube passes respectively equal to 1 (a) and 2 (b).

Figure 3.3.4: Examples of tube bundle: Np = 1 (a) and Np = 2 (b) [33]
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CHAPTER 3. HEAT EXCHANGER MODEL

• number of tubes (Nt): it is a fundamental variable for the tube bundle
definition. According to [32], the tube bundle diameter (Db) can be calculated as
function of the number of tubes, tube outside diameter, number of tube passes,
and tube arrangement types.

• tube pass length (L): it coincides with the tube length for a straight tube
bundle. It is treated as a continuous variable and, for a fixed number of tubes
and a specific number of tube passes, it will be used to fit the desired heat
transfer area. The only restrictions applied on the length come from the volume
constraints, user-defined. According to [35], an heat exchanger configuration
with a small shell diameter and long tubes represents the most economical
solution.

• tube sheet thickness (Lb): it is considered a constant and according to [34] its
value can be assumed equal to 0.005 m.

3.3.2 Shell

The TEMA standard distinguishes five different shell types, reported in figure 3.3.5.
They are identified with the letter E, F, G, H, and J. In this model, only the E and F shell
type are implemented, because they are the two most commonly used. In particular,
the E shell is the simplest one, characterized by a single shell pass, whilst the F shell
has a longitudinal baffle that separates two shell passes.

(1) (2) (3)

(4) (5)

Figure 3.3.5: Shell types and shell-side flow distribution pattern. (1) E shell: One-pass,
(2) F shell: two-pass with longitudinal baffle, (3) G shell: split flow, (4) H shell: double
split flow, and (5) J shell: divided flow [33]

Generally, a single shell is preferred because the cost of the shell represents the largest
share of the heat exchanger total investment cost [33]. Additionally, a more economical
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CHAPTER 3. HEAT EXCHANGER MODEL

heat exchanger configuration is usually characterized by a small shell diameter and the
maximum tube pass length permitted by volume constraints [36].

The shell design can be completely defined starting from the following variables:

• number of shell passes (Nsp): it influences strongly the HX design. This
variable is used to select the shell type. In particular, if the number of shell passes
is equal to 1, it means that the E shell is adopted, whilst if its value is equal to 2,
the F type is considered.

• bundle­to­shell clearance (Lbb): it is the distance between the shell inside
diameter and the tube bank outer-line diameter (Dotl), as shown in figure 3.3.6.
It is important to specify that the bundle diameter calculated in equation (3.19)
is referred to the centre-line diameter (Dctl). In order to estimate Lbb, the TEMA
standard provides the following correlation:

Lbb =
12.0 + 5 · (Db + do)

1000
(3.5)

283Shell and Tube Heat Exchanger Design

  Number of sealing strips pair in between two baf!es: Bypassing of the shellside !uid 
can be adequately controlled by providing one sealing device for every four tube rows 
on the bundle periphery and by providing one sealing device for every two tube rows at 
bypass lanes internal to the bundle such as pass partition lanes [1]. The use of sealing strips 
to divert !ow within heat exchangers was studied by Taylor et al. [35]. They examined 
the variation of sealing strip shape (Figure 5.53), location, and gap size, i.e., the distance 
between the sealing device and the nearest tube. According to their study, (1) rectangular-
shaped sealing strips are preferred, (2) sealing strips placed close together (3.6 rows apart) 
will provide optimum heat transfer characteristics, and (3) most signi"cant results were 
obtained when the gap size = p − d.

 3. Tie-rods with “winged” spacers. The wings are extended longitudinal strips attached to the 
spacers.

Dummy tubes: Usually closed at one end, dummy tubes are used to prevent bypassing through lanes 
parallel to the direction of !uid !ow on the shellside (Figure 5.25a). They do not pass through the 
tubesheet. In moderate to large exchangers, one dummy tube is as effective in promoting heat trans-
fer as 50 process tubes [7].

By pass stream

Shell ID
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(a)

Cr
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Few tubes removed
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shell ID–OTL
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and spacer
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FIGURE 5.52 Sealing strips. (a) Typical !ow pattern with sealing strips. (Adapted from Palen, J.W. and 
Taborek, J., Chem. Eng., Symp. Ser., No. 92, Heat Transfer—Philadelphia, 65, 53, 1969.) (b) Shows attach-
ment of sealing strip, baf!e drain notch, tie-rod, and slide plate attached to the tube bundle.

Tube

(a) (b) (c)

FIGURE 5.53 Forms of sealing strips. (a) Rectangular, (b) semicircular, and (c) triangular. (From Taylor, 
C.E. and Currie, I.G., Trans. ASME J. Heat Transfer, 109, 569, 1987.)

Figure 3.3.6: Heat exchanger cross section. Bundle to shell clearance (Lbb), shell inside
diameter (Ds), shell wall thickness (tshell), and sealing strips influence on the flow [33]

• shell inside diameter (Ds): it can be found as the sum of the tube bundle
diameter (Db), of the tube outside diameter (do), and of the bundle-to-shell
clearance (Lbb).

• shell wall thickness (tshell): it is function of the pressure and of the shell inside
diameter. For pressure applications, it needs to be dimensioned following the
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CHAPTER 3. HEAT EXCHANGER MODEL

procedure for pressure vessels. Instead, for atmospheric pressure applications,
shell thicknesses are furnished in the TEMA Tables R-3.13 and CB-3.13 [34].

• number of sealing strips per crossflow row (SS): The sealing strips aim to
minimize the bypassing of fluid around the bundle. As shown in figure 3.3.5, they
force the shell-side flow towards the tube field. According to TEMA, the number
of sealing strips per crossflow row can be considered equal to 0.2.

3.3.3 Baffles

On the shell side, in order to channelize the fluid across or along the tube bundle,
it is necessary to include several baffles. They can be classified as transverse or
longitudinal. The longitudinal ones aim to split the shell side flow, distinguishing two
shell passes, e.g. F shell. Thus, they are utilized only on multi-pass shell configurations.
On the contrary, every shell and tube exchanger has transverse baffles. Indeed, besides
the task of directing the flow, they are used to support the tubes and also to maintain
the tube spacing [33]. The most commonly used transverse baffle type is the segmental
baffle, therefore only this type was adopted in this model. This is a circular disk having
a segment removed (baffle cut). Figure 3.3.7 shows that the shell side flow is strongly
affected by the baffle cut and baffle spacing [37]. Thus, a wrong proportion of these
parameters could lead to inefficient heat transfer and too high-pressure losses.

Figure 3.3.7: Baffle influence on the shell-side flow distribution [33]

In order to complete the heat exchanger design on the shell side, the baffle variables
need to be properly defined.

• Baffle cut (Bc): it generally varies from 20% to 30%. TEMA recommends Bc

equal to 20% as optimum baffle cut, because it can lead to the highest heat
transfer for a given pressure drop [33]. Figure 3.3.8 shows segmental baffles with
baffle cuts Bc = 20%. It is possible to define the baffle cut length as Lc = Bc ·Ds.

23



CHAPTER 3. HEAT EXCHANGER MODEL

L

L

b

L

b

D

S

0.2 D

S

l

b

t

baffle

t

baffle

L

L

b

L

b

D

S

0.2 D

S

l

b

t

baffle

t

baffle

LINEE QUOTEMENO SPESSE

LINEE QUOTE

MENO SPESSE

PRODUCED BY AN AUTODESK STUDENT VERSION

PR
O

D
U

C
ED

 B
Y 

AN
 A

U
TO

D
ES

K 
ST

U
D

EN
T 

VE
R

SI
O

N

PRODUCED BY AN AUTODESK STUDENT VERSION

PR
O

D
U

C
ED

 BY AN
 AU

TO
D

ESK STU
D

EN
T VER

SIO
N

Figure 3.3.8: Baffles distribution. Tube pass length (L), tube sheet thickness (Lb),
baffle thickness (tbaffle), shell inside diameter (Ds), and baffle spacing (lb)

• Baffle spacing (lb): it is the distance between two consecutive baffles.
According to [38], the practical range of baffle spacing is between 15% and 100%
of the shell inside diameter (Ds). Moreover, as it can be noticed from figure 3.3.8,
the baffle spacing is strictly related to the number of baffles (Nb) (equation
(3.6)). Thus, in this model, they are treated together and the constraints applied
to the number of baffles influence directly the baffle spacing and vice versa.

(lb + tbaffle) · (Nb + 1) = L− tbaffle + 2 · Lb (3.6)

• Baffle thickness (tbaffle): it is function of the shell inside diameter, of the baffle
spacing and of the heat exchanger material. TEMA provides the minimum baffle
thickness in Tables R-4.41 [34].

• Shell­to­baffle diametral clearance (Lsb): it can be estimated, following
TEMA correlation, as function of the shell inside diameter [34]:

Lsb =
3.1 + 0.004 ·Ds

1000
(3.7)

• Tube­to­baffle diametral clearance (Ltb): it is considered a constant and
according to [34] its value can be assumed equal to 0.0008 m.

The rest of the shell-side geometry is defined starting from the independent variables
and assuming the parameters mentioned above. Some geometrical variables are still
assumed according to TEMA standards, while all the flow areas are identified and
calculated using the Bell-Delaware method. The shell-side auxiliary calculations are
reported in appendix A.2.
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3.4 Design Strategy

In this section, it is presented the detailed strategy implemented to propose a heat
exchanger design that respects the adopted constraints, that results suitable with the
utilized media and for the applied boundary conditions. To design a heat exchanger
means to propose a heat transfer area (AHX), a detailed description of its full geometry,
the estimated investment cost (Cinv), and the expected performances at the design
point. The heat exchanger is designed following the TEMA standards. In principle,
some geometrical parameters are treated as independent variables, while the rest of
the heat exchanger geometry is estimated using the proposed TEMA correlations.
Therefore, five geometrical parameters can be identified as design variable and they
are reported in table 3.4.1.

Design variable Symbol UM Assumed range
Tube outside diameter do mm [6.35 - 63.5]
Number of tube passes Np - [1, 2, 4 or multiples]
Number of shell passes Nsp - [1, 2]

Tube layout layout - [triangular, square]
Number of tubes Nt - [Nt,min - Nt,max]

Table 3.4.1: Geometrical design variables (where do range is assumed according to
TEMA dimensional data for commercial tubing)

Moreover, if only three of four inlet/outlet temperatures are defined in the boundary
conditions, an extra design variable can be the unknown temperature.

Design variable Symbol UM Assumed range
Temperature unknown Tunknown K To be defined

Table 3.4.2: Optional design variable

The block diagram reported in figure 3.4.1 outlines the procedure followed to select
the optimal HX configuration. Each combination of design variable values leads to
a different heat exchanger design. For the purpose of proposing the most suitable
solution, an optimization process is carried out. In detail, in order to meet the specific
requirements of the particular application, an objective function needs to be user-
defined. Consequently, the model will evaluate all the possible combinations and
will propose the heat exchanger design that optimizes the ad-hoc defined objective
function.
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Figure 3.4.1: Block diagram of the design strategy

The block Design HX is the core of the design strategy, where for a specific set of
assumed design variables, the HX design is fully chatacterized. The block diagram,
presented in figure 3.4.2, provides a detailed description of theDesignHX block.

In the following, the complete procedure is proposed and it can be divided in the
undermentioned steps:

1. Preliminary calculations;

2. Geometry definition;

3. Heat transfer coefficients calculation (HTCs);

4. Pressure losses calculation (∆plosses);

5. Costs estimation;

6. Objective function calculation.
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Figure 3.4.2: Block diagram of Design HX block

27



CHAPTER 3. HEAT EXCHANGER MODEL

3.4.1 Preliminary calculations

In this section, the boundary conditions, such as thermal design power, inlet/outlet
temperatures and pressures, are applied to the basic set of equations ((3.1), (3.2), (3.3))
in order to find the overall heat transfer coefficient required UAreq. Moreover, specific
values for the following design variables are chosen and kept unchanged for the entire
procedure:

• Tube outside diameter (do);

• Number of tube passes (Np);

• Number of shell passes (Nsp);

• Tube layout (layout).

According to the particular application, the following parameters need to be user-
defined 2:

• Thermal design power (Q);

• Hot-side inlet temperature (Tin,hot);

• Hot-side outlet temperature (Tout,hot);

• Hot-side inlet pressure (pin,hot);

• Cold-side inlet temperature (Tin,cold);

• Cold-side outlet temperature (Tout,cold);

• Cold-side inlet pressure (pin,cold);

Based on the inlet/outlet temperatures mentioned above and on the media adopted,
the inlet/outlet enthalpies can be calculated. Moreover, the average hot-side and cold-
side temperatures can be calculated as in the following:

Tave =
Tin + Tout

2
(3.8)

After that, all the physical properties can be calculated at the average temperature for
both sides. The most relevant properties are:

• Density (ρ);
2if one of the temperature is unknown and it represents a design variable, a range of acceptable values

should be user-defined
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• Specific heat capacity (cp);

• Dynamic viscosity (µ);

• Thermal conductivity (λ);

From equations (3.2) and (3.1), the hot-side and cold-side mass flow rates can be
respectively found by:

ṁhot =
Q

hin,hot − hout,hot

(3.9)

ṁcold =
Q

hout,cold − hin,cold

(3.10)

Successively, knowing all the inlet/outlet temperatures, the log mean temperature
difference (∆Tlm) can be calculated using equation (3.11).

∆Tlm =
(Thot,outlet − Tcold,inlet)− (Thot,inlet − Tcold,outlet)

ln
(Thot,outlet − Tcold,inlet

Thot,inlet − Tcold,outlet

) (3.11)

Additionally, the temperature correction factor (F ) can be calculated as function of
the temperatures and HX configuration. In particular, for 1 shell pass/1 tube pass (1:1
TEMA E STHE) and for 2 shell passes/2 tube passes (2:2 TEMA F STHE), the flow
arrangement is countercurrent, resulting in F factor 1.0 [33].

F =

1 if countercurrent

f(Np, Nsp, Tin,hot, Tout,hot, Tin,cold, Tout,cold) otherwise

The temperature correction factor correlations are available in Appendix A.1.

In the end, rewriting equation (3.3), the overall heat transfer coefficient can be
calculated as indicated in equation (3.12).

UAreq =
Q

F ·∆Tlm

(3.12)

In this way, the overall heat transfer coefficient UAreq is known, but the specific
coefficients (U and AHX) that give the required product need to be distinguished.
This requires an iterative process. Indeed, it is necessary to guess the heat transfer
coefficient to get the value of the required area, and once the HX geometry is
determined, it is necessary to verify the condition UAreq ≈ U · AHX . If the condition
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is not respected, the calculated U will be the successive Uguess and the procedure will
be repeated until convergence. In section 3.4.2, just the equations that lead to the HX
geometry definition are presented.

3.4.2 Geometry definition

In this section, a HX geometry that fits the BCs imposed previously is presented. In
addition, the configuration need to respect the volume and velocity constraints user-
defined. According to [39], the recommended tube length to shell diameter aspect
ratio is in the range 5 to 10. Thus, if no particular volume constraints are defined, the
maximum acceptable HX length is calculated imposing a maximum L/Ds aspect ratio
equal to 10.

Firstly, the tube inside diameter (di) is calculated knowing the tube wall thickness (ttube)
and the tube outside diameter (do) according to equation (3.13). Consequently, the
single tube cross section (Acs) can be found as indicated in equation (3.14).

di = do − 2 · ttube (3.13)

Acs =
π

4
· (di)2 (3.14)

After that, the number of tubes (Nt) needs to be determined. In this model, it
represents the design variable used to impose the tube side velocity constraints
(equation (3.16)). Indeed, for a specific number of tube passes (Np) and a fixed tube-
side mass flow rate (ṁhot), it is possible to determine the minimum and maximum
acceptable number of tubes, respectively function of maximum and minimum fluid
velocity. The mass flow rate can be found as indicated in equation (3.15).

ṁhot = ρhot · Atot,cs · vtube (3.15)

where ρhot is the tube-side fluid density, vtube is the fluid velocity, and Acs,tot is the
tube bundle cross section and it can be calculated as in equation (3.18). Therefore,
combining equations (3.15), (3.17), and (3.18), the minimum and maximum number
of tubes can be found as indicated henceforth (equation (3.16)).

Nt,min =
ṁhot ·Np

ρhot · Acs · vtube,max

Nt,max =
ṁhot ·Np

ρhot · Acs · vtube,min

(3.16)
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The number of tubes is picked between Nt,min and Nt,max, and it is replaced cyclically
in order to try all the acceptable values.

Then, for a specific number of tubes, it’s possible to calculate Tep, the number of
tubes for each pass (equation (3.17)), Atot,cs, the tube bundle cross section (empirical
equation (3.18)), Db, the tube bundle diameter (equation (3.19)), and Ds, the shell
inside diameter (equation (3.20)).

Tep = Nt/Np (3.17)

Atot,cs = Tep · Acs (3.18)

Db = do

(Nt

K1

)1/n1

(3.19)

where K1 and n1 are the two constants that are reported in table 3.4.3 [32].

Triangular arrangement
No. passes 1 2 4 6 8

K1 0.319 0.249 0.175 0.0743 0.0365
n1 2.142 2.207 2.285 2.499 2.675

Square arrangement
No. passes 1 2 4 6 8

K1 0.215 0.156 0.158 0.0402 0.0331
n1 2.207 2.291 2.263 2.617 2.643

Table 3.4.3: Constants for use in equation (3.19) [32]

Ds = Db + Lbb + do (3.20)

Then, knowing the shell wall thickness(tshell), the shell outside diameter can be found
as in equation (3.21).

Ds,out = Ds + 2 · tshell (3.21)

At this point, it’s necessary to face the iterative procedure to split the required overall
heat transfer coefficient UAreq into a proposed heat transfer area (AHX) and heat
transfer coefficient (U).
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In order to start this procedure, a heat transfer coefficient value, Uguess, is adopted
and it is calculated as indicated in equation (3.24). A HX length guess value (Lguess)
is picked between minimum and maximum acceptable length (Lmax). It can be user-
defined or calculated from the maximum aspect ratio. Consequently, guess values
of the single tube area (Ast,guess), of the heat exchanger area (Aguess), and of the heat
transfer coefficient (Uguess) are calculated as follow:

Ast,guess = πdo · Lguess (3.22)

Aguess = Nt · Ast,guess (3.23)

Uguess =
UAreq

Aguess

(3.24)

The heat transfer area is given by:

AHX =
UAreq

Uprev

(3.25)

where Uprev is the heat transfer coefficient found during the previous iteration or, at
the starting point, the guess values Uguess.

Then, calculating the single tube area, Ast (3.26) and the HX length L (3.27), the tube
bundle geometry is completely defined.

Ast =
AHX

Nt

(3.26)

L =
Ast

πdo
(3.27)

After that, the baffles configuration needs to be defined. As cited in section 3.3.3, the
number of baffles (Nb) and baffle spacing (lb) are strictly related to each other. In this
model, the number of baffles represents the design variable used to impose the shell-
side velocity constraints (equation (3.32)). Indeed, for a fixed tube bundle geometry (L,
Nt, do, layout) and a fixed shell-side mass flow rate (ṁcold), it is possible to determine
the minimum and maximum acceptable number of baffles, respectively function of
minimum and maximum fluid velocity.
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The mass flow rate can be found as indicated in equation (3.28).

ṁcold = ρcold · Sm · vshell (3.28)

where ρcold is the shell-side fluid density, vshell is the shell-side fluid velocity, and Sm is
the shell-side crossflow area and it can be calculated as in equation (3.29).

Sm =
lb
Nsp

(
Lbb +

Db

Pt

(Pt − do)
)
=

lb
Nsp

· Lcf (3.29)

where Lcf is the crossflow free length.

Applying the minimum and maximum shell-side fluid velocity and using (3.28) and
(3.29), the resulting minimum and maximum baffle spacing can be calculated as
follow:

lb,min =
Nsp · ṁcold

ρcold · Lcf

· 1

vshell,max

lb,max =
Nsp · ṁcold

ρcold · Lcf

· 1

vshell,min

(3.30)

The relation between the number of baffles and the baffle spacing can be found
rewriting equation (3.6) as:

Nb =
L− tbaffle + 2 · Lb

lb + tbaffle
− 1 (3.31)

Thus, the minimum and maximum number of baffles can be found, from equation
(3.30) and (3.31), as indicated in equation (3.32).

Nb,min =
L− tbaffle + 2 · Lb

lb,max + tbaffle
− 1 Nb,min =

L− tbaffle + 2 · Lb

lb,max + tbaffle
− 1 (3.32)

The number of baffles is picked between Nb,min and Nb,max, and it is replaced cyclically
in order to try all the acceptable values. For a specific number of baffles, iteratively,
the baffle thickness (tbaffle) and the baffle spacing (lb) are calculated as in equation
(3.31).

At this point, the most relevant parameters are known and all the shell-side flow areas
can be evaluated following the equations reported in appendix A.2.

In the end, the overall volume and weight of the proposed configuration are estimated.
For this purpose, the region occupied by the heat exchanger material is considered

33



CHAPTER 3. HEAT EXCHANGER MODEL

characterized by the tube bundle, baffles and shell thickness overall dimensions.
Besides the HX material, also the fluid weight and volume occupied are considered
and calculated. The overall volume can be estimated as indicated in equation (3.33).

VHX = Vmaterial + Vhot + Vcold (3.33)

where Vmaterial is the volume occupied by the heat exchanger material, while Vhot and
Vcold are the regions occupied respectively by the hot and cold fluid.
Equation (3.34) shows how Vmaterial is calculated. In particular, Vtubes is calculated in
equation (3.35), Vbaffles in equation (3.36), and Vshell,thickness in equation (3.37).

Vmaterial = Vtubes + Vbaffles + Vshell,thickness (3.34)

Vtubes = π · d
2
o − d2i
4

· L ·Nt (3.35)

Vbaffles = π · D
2
s

4
· (1−B) ·Nb · tbaffle ·Nsp + tbaffle ·Ds · L · (Nsp − 1) (3.36)

Vshell,thickness = π ·
D2

s,out −D2
s

4
· L (3.37)

The hot-fluid region is the one confined by the tubes, therefore it can be estimated as
follow:

Vhot = π · d
2
i

4
· L ·Nt (3.38)

Instead, the cold-fluid region can be estimated as the difference between the volume
confined by the inside shell diameter and the one occupied by the tube bundle and the
baffles.

Vcold = (D2
s − d2i ·Nt)

π

4
· L− Vbaffles (3.39)

Similarly, the HX weight can be estimated as indicated in equation (3.40)

mHX = mmaterial +mhot +mcold (3.40)

Where mmaterial, mhot, and mcold can be found as shown respectively in equation (3.41)
and (3.42).

mmaterial = Vmaterial · ρwall (3.41)
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mhot = Vhot · ρhot mcold = Vcold · ρcold (3.42)

where ρwall is the heat exchanger material density, calculated at the wall temperature,
estimated as follow:

Twall =
Tave,hot + Tave,cold

2
(3.43)

Thus, for a set of assumed design variables, the heat exchanger configuration is
completely defined.

3.4.3 Heat transfer coefficients calculation

In this section, the procedure to estimate the tube-side (hs), the shell-side (hs), and the
overall HTC (U) is presented

Tube­side heat transfer coefficient

In order to estimate the tube-side heat transfer coefficient, a single tube can be
investigated. Generally, the heat transfer coefficient can be calculated as function of
the dimensionless Nusselt number Nu:

ht =
Nuhot · λhot

di
(3.44)

Since the hot-fluid flows inside a pipe, several correlations available in literature can be
utilized to estimate the dimensionless Nusselt number. Generally, they are provided
as function of two dimensionless numbers: Reynolds (Re) and Prandtl (Pr).

Nuhot = f(Rehot, P rhot) (3.45)

According to the fluid utilized, the most suitable correlation should be user-defined.
The above mentioned dimensionless numbers can be calculated as follow:

Rehot =
ρhot · vtube · di

µhot

Prhot =
µhot · cp,hot

λhot

(3.46)

where the tube-side fluid velocity, vtube, can be calculated rewriting equation (3.15):

vtube =
ṁhot

Acs,tot · ρhot
(3.47)
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Shell­side heat transfer coefficient

The shell-side heat transfer coefficient can be estimated using the Bell-Delaware
method. According to [40], this method is the most widely recognized standard for
the design of heat exchangers. The Bell-Delaware method estimates the shell-side heat
transfer coefficient (hs) calculating first the ideal heat transfer coefficient and applying
successively three correction factors. The ideal heat transfer coefficient (hs,id) is found
assuming complete crossflow between the fluid in the shell-side and tube bundle. The
correction factors take into account the following aspects:

• effect of the baffles: baffle cut and spacing. This correction factor is used to take
into account that only a fraction of the tubes are in pure cross-flow (JC);

• leakage due to shell-to-baffle and tube-to-baffle clearances (JL);

• bundle bypass flow due to the gap between tube bundle and shell (C stream in
figure A.2.1) (JB).

Therefore, the resulting shell-side heat transfer coefficient (hs) is given by:

hs = hs,id · JC · JL · JB (3.48)

The ideal heat transfer coefficient (hs,id) can be calculated as function of the Nusselt
number:

hs,id =
Nucold · λcold

do
(3.49)

According to [40], the Nusselt number can be calculated using the following
correlation:

Nucold = a ·Remcold · Pr0.34cold ·
(µcold,bulk

µcold,wall

)0.26

(3.50)

Tube layout a m Reynolds

Square
0.742 0.431 Re ≤ 300
0.211 0.651 300 < Re ≤ 2 · 105
0.116 0.7 2 · 105 < Re ≤ 2 · 106

Triangular
1.309 0.36 Re ≤ 300
0.273 0.635 300 < Re ≤ 2 · 105
0.124 0.7 2 · 105 < Re ≤ 2 · 106

Table 3.4.4: Constants for use in equation (3.50) [40]
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where Reynolds (Recold) and Prandtl (Prcold) numbers can be calculated as indicated
in equation (3.51). The constants a and m are reported in Table 3.4.4 as function
of tube layout and Reynolds number. The ratio µcold,bulk/µcold,wall corrects for the
variation in dynamic viscosity between the surface and the bulk. In detail, µcold,bulk

is calculated at the average shell-side fluid temperature, while µcold,wall is found at the
wall temperature.

Recold =
ρcold · vshell · do

µcold

Prcold =
µcold · cp,cold

λcold

(3.51)

where the shell-side fluid velocity, vshell, can be calculated rewriting equation (3.28):

vshell =
ṁcold

Sm · ρcold
(3.52)

where Sm is the minimal crossflow area calculated in equation (3.29).

The segmental baffle window correction factor, JC , the shell-to-baffle and tube-
to-baffle clearances factor, JL, the correction factors for bundle bypass effects for
heat transfer JB are calculated respectively in equation (A.17), (A.21), and (A.22) in
appendix A.3.1.

Overall heat transfer coefficient

The overall heat transfer coefficient can be evaluated as function of the shell-side and
tube-side HTC.

U =
( 1

hs

+Rs +
1

ht

· do
di

+
do · ln(do

di
)

2 · λwall

)−1

(3.53)

where Rs is the fouling resistance that can be user-defined according to the fluid
utilized.
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3.4.4 Pressure losses calculation

In this section, the procedure to estimate pressure losses on the shell and tube side is
presented.

Tube­side pressure drop

In order to estimate the tube-side pressure drop, Frank’s method is adopted. It takes
into account the friction loss in the tubes and the pressure drop due to geometry
discontinuities that the fluid faces through the tube bundle. In detail, Frank’s method
recommends a velocity head per pass value equal to 2.5 and according to [32], it is the
most realistic value to use. The pressure drop can be calculated using equation (3.54).

∆pt = Np ·
(
8 · jf

L

di

(µhot,bulk

µhot,wall

)−m

+ 2.5
)
· ρhot · v

2
tube

2
(3.54)

where jf is the dimensionless friction factor (equation (3.56)), and the exponent m

(equation (3.55)) assumes different values for laminar or turbulent flow:

m =

0.25 if Re ≤ 2100

0.14 if Re > 2100
(3.55)

jf =

8.1274 ·Re−1.011 if Re ≤ 855

0.046 ·Re−0.244 if Re > 855
(3.56)

The dimensionless friction factor was interpolated from figure A.4.1, available in
appendix A.4.1.

Shell­side pressure drop

According to [41], the shell-side pressure drop given by Bell-Delaware method is the
most realistic because it considers bypass and leakage streams caused by the baffles
in the heat exchanger. The elements of the shell-side pressure drop are presented in
figure 3.4.3.
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metal temperature for conduction wall is shown graphically in Figure 5.61. An accurate equation to 
calculate tube mean metal temperature is given by TEMA. For gases, the viscosity is a weak func-
tion of temperature. The correction factor ϕs is formulated as follows:

 For gases being cooled: s( ) .φ n = 1 0  (5.56)

 
For gases being heated s

s,av

w
( ) ( . )

( . )φ n T
T= +

+






273 15
273 15 

0 25.

 
(5.57)

For a gas being heated, Tw is always higher than Ts,av and hence the correction factor is less than 1.0. 
Calculate the shellside heat transfer coef!cient given by

 h h J J J J Js i c l s b r=  (5.58)

5.16.6.2.2 Shellside Pressure Drop
The shellside pressure drop is calculated in the Delaware method by summing the pressure drop for 
the inlet and exit sections, and the internal sections after applying various correction factors. The 
total shellside pressure drop Δps consists of the pressure drop due to (1) cross"ow Δpc, (2) window 
regions Δpw, and (3) entrance and exit sections Δpe as given by Refs. [39,40]:

 ∆ ∆ ∆ ∆p p p ps c w e= + +  (5.59)

The elements of shellside pressure drop are shown schematically in Figure 5.62. The cross"ow pres-
sure drop and the entrance and exit region pressure drop depend on the ideal tube bank pressure 
drop, given by

 
∆ = −p f N G

gb,i s tcc
s

c s
s

n2
2

ρ
φ( )

 
(5.60)

T2

t1

t2

t = (t1 + t2)/2

t

Tw = (T + t)/2

T = (T1 + T2)/2T1

FIGURE 5.61 Mean temperature calculation method for shellside and tubeside "uids and mean metal 
temperature for conduction wall.

Entrance and exit section

Window sections

Internal crossflow section

FIGURE 5.62 Elements of shellside pressure drop of a TEMA E shell.Figure 3.4.3: Shell-side pressure drop elements [33]
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As suggested by [42], the total shell-side pressure drop (∆ps) consists of the sum of
the pressure drop due to crossflow (∆pc), window region (∆pw) and entrance and exit
regions (∆pe).

Thus, in formula the total pressure drop can be expressed as:

∆ps = ∆pc +∆pw ·Nb ·RL +∆pe (3.57)

The pressure drop due to crossflow (∆pc) can be calculated as shown in equation (3.58).

∆pc = (Nb − 1) ·∆pb,i ·RB ·RL (3.58)

where ∆pb,i is the ideal tube bank pressure drop (equation (3.59)), while RB is the
correction factor for bundle bypass effects for pressure drop and RL is the correction
factor for baffle leakage effects for pressure drop (both available in appendix A.4.2,
equation (A.23) and (A.24)).

∆pb,i = Nc ·Kf ·
ρcold · v2shell

2
(3.59)

where Kf is the friction factor which depends on the Reynolds number and on the
tube layout. The correlations are reported in appendix A.4.2 for the tube arrangements
considered (equation (A.25) and (A.26)).

The pressure drop due to the window region ∆pw, can be found as:

∆pw =
2 + 0.6 ·Ncw

2 · Sm · Sw · ρcold
· ṁ2

cold (3.60)

Instead, the pressure drop due to entrance and exit regions ∆pe is given by:

∆pe = 2 ·∆pb,i ·RB ·
(
1 +

Ncw

Nc

)
(3.61)

Therefore, the total shell-side pressure drop can be expressed as in equation (3.62).

∆ps = Nsp ·
[
((Nb − 1) ·∆pb,i ·RB +Nb ·∆pw) ·RL + 2 ·∆pb,i ·RB ·

(
1 +

Ncw

Nc

)]
(3.62)
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3.4.5 Cost estimation

The aim of this section is to present the cost functions implemented in the HX model
to estimate investment cost and annual costs.

Investment cost

The first approach implemented to estimate the HX investment cost is the one
suggested by Turton [43]. Turton proposes a methodology, which is based on a survey
of equipment manufacturers, to calculate the purchased cost of several conventional
equipment types typically utilized in chemical processes. In detail, the heat exchanger
investment cost is function of the heat transfer area, chosen configuration, material
selected, and pressure. Turton’s method proposes equation (3.63) to calculate the
purchased cost of the equipment, at ambient operating pressure and using carbon steel
construction, on top of which it applies several correction factors.

log10C
0
p = K1 +K2 · log10AHX +K3 · [log10AHX ]

2 (3.63)

where K1, K2, and K3 are chosen for fixed tube heat exchanger and their values are
respectively 4.3247, -0.3030, and 0.1634. According to [43], the cost function is valid
only for 10 < AHX < 1000 [m2]. This represents the most critical limit of this approach.
The first correction factor that needs to be applied is the pressure factor FP . It takes
into account the extra material, and, thus, the extra cost required if the pressure on the
shell or on the tube side is higher than the atmospheric pressure. FP can be calculated
as indicated in equation (3.64).

log10 F
0
P = C1 + C2 · log10 Pcost + C3 · [log10 Pcost]

2 (3.64)

where Pcost is the pressure in barg and the constant C1, C2, and C3 are reported in
table 3.4.5 as function of the pressure range and of theHX area pressurized. Then, the

Equipment description C1 C2 C3 Pressure range [barg]

Both shell and tube 0 0 0 Pcost < 5
0.03881 -0.11272 0.08183 5 < Pcost < 140

Tube only 0 0 0 Pcost < 5
-0.00164 -0.0627 0.0123 5 < Pcost < 140

Table 3.4.5: Constants for pressure correction factor equation [43]
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material correction factor (FM ) needs to be applied. It takes into account the extra cost
due to different HX material considered. FM value can be found utilizing figure A.5.1
and table A.5.2, in Appendix A.5.
Finally, the last correction factor is utilized to update the equipment purchased cost
to 2020. Equation (3.65) shows how the updated cost is calculated using the widely
accepted Chemical Engineering Plant Cost Index (CEPCI). Turton’s cost function
refers to year 2001 (CEPCI=397), while the most recent available CEPCI is the one
from 2018 and it is equal to 603 [44].

C0
p,2018 = C0

p ·
CEPCI2018
CEPCI2001

(3.65)

Thus, the HX investment cost can be estimated using equation (3.66).

Cinv = C0
p,2018 · (B1 +B2 · FM · FP ) (3.66)

For a shell and tube configuration, the constants B1 and B2 are respectively equal to
1.63 and 1.66.
The principal limit of the Turton cost function is its applicability. Indeed, since it can
be utilized for heat exchanger with a heat transfer area up to of 1000 m2, an alternative
approach needs to be outlined.
For this purpose, for larger heat exchangers, a new cost function needs to be defined. In
particular, it is expected to have an investment cost that, increasing the heat transfer
area, always increases and that respects the economy scale: the investment cost as
function of the heat transfer area should be concave downward. Equation (3.67) shows
how the new cost function is defined.

Cinv = cmaterial · Fma ·Ma · AHX (3.67)

where cmaterial is the mass specific material cost, Fma is the manufacturing factor, Ma

is the mass over area factor, and AHX is the heat transfer area.
In detail, the mass specific material cost is the bare material cost per kilogram and it
needs to be user-defined according to the selected HX material.
The manufacturing factor is a correction factor to convert the bare material cost into
the equipment specific cost, as equation (3.68). This factor is assumed to be function
of the heat transfer area and tends asymptotically to Fmin. The minimum manufacture
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factor is assumed equal to 1.65 according to experts from University of South Australia.

Fma = Fmin + c · A−m
HX (3.68)

where the two constants c and m need to be found using two known cost values for two
heat transfer areas. In order to respect the economy scale, the exponent m needs to be
between 0 and 1, and the constant c needs to be larger then 0.
Finally, the mass over area factor is assumed equal to 9.6 kg/m2 according to the
average heat exchanger mass over area value for the assumed tube diameter range.

Pumping cost

The pumping cost is considered the only HX annual cost and it is calculated using
equation (3.69). According to [45], it is assumed an annual operating time (Hy) of 4500
hours/year, electricity cost (cpower) of 0.14 USD/kWhe, and pump efficiency (ηpump) of
70%. These values are assumed as starting point and a fine tuning is required based
on the particular application.

Cpump = cpower ·
Hy

ηpump

·
(ṁcold ·∆pshell

ρcold
+

ṁhot ·∆ptube
ρhot

)
(3.69)

3.4.6 Objective function calculation

The objective function needs to be user-defined according to the requirements of the
particular application in which the model will be utilized. In case of absence of specific
requirements, according to [45] theTotal Annualized Cost (TAC) can be utilized as
objective function. The TAC takes into account both capital and operation costs and it
can be calculated as indicated in equation (3.70). Minimize the TAC means find a HX
configuration that represents a compromise between minimum investment cost and
minimum pumping cost.

TAC = f · Cinv + Cpump (3.70)

where f is the annuity factor and it is given by:

f =
r · (1 + r)n

(1 + r)n − 1
(3.71)

where n is the considered heat exchanger lifetime, assumed equal to 30 years, and r is
the real interest rate, assumed equal to 5%.
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Chapter 4

Sodium­Salt­sCO2 CSP system
model

In this chapter, the sodium-salt-sCO2 CSP system model is presented, describing the
components developed and introducing the principal techno-economic assumptions.
The model is now available in the SolarTherm library1 and a schematic representation
is provided in figure 4.0.1.
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Figure 4.0.1: NaSaltsCO2System model

1https://github.com/SolarTherm/SolarTherm/blob/SaltCO2System/examples/NaSaltsCO2System.mo
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CHAPTER 4. SODIUM-SALT-SCO2 CSP SYSTEM MODEL

The NaSaltsCO2System model was developed starting from an existing model
implemented by A. Shirazi and A. Fontalvo, the SaltsCO2System, which was adopting
conventional solar salts in a direct two tanks storage system (appendix B.1, figure
B.1.1). In the NaSaltsCO2System model, liquid sodium is used as HTF in the
receiver, allowing receiver operating temperatures of 740 - 520 °C, and a novel ternary
eutectic chloride salt is adopted as storage fluid in a two tank indirect system. The
advanced chloride salt allows to store thermal energy at temperatures around 720°C.
The sodium loop, localized between the sodium receiver and the heat exchanger,
represents the main difference compared with the reference system. Therefore, the
existing components were adapted to the new media and to the new temperature set-
point values, and new component models were developed and integrated. The Heat
Exchanger model was the focus point of this work and a description of the model is
available in chapter 3. The HX Control model and the Buffer Tank were developed
ad-hoc for the NaSaltsCO2System model. The integration of the components was a
challenging process that demanded a lot of effort in order to achieve the model stability
and robustness required to estimate performances and costs of the system. In the
following, all the components employed in the model are described, providing inputs,
outputs, characteristic parameters, main equations and cost assumptions.

4.1 Sun

The Sun model receives as input location information (latitude and longitude) and
the weather file, manually provided by the user for the specific place where the CSP
plant is sited. For each time-step, the Sun model provides as output the Direct Normal
Irradiance (DNI) value and the sun position (declination and hour angle).

Figure 4.1.1: Sun model

44



CHAPTER 4. SODIUM-SALT-SCO2 CSP SYSTEM MODEL

4.2 Heliostats Field

The Heliostats Field model needs to be customized providing the single heliostat area
(Ah), the number of heliostats (nh) and the heliostat availability as a percentage of
the total operating hours (heav). The model, receiving as input the DNI and the sun
position from the Sun, the wind speed (wsp) from the weather file, and the defocus
boolean variable from the control system, provides for each time step the heat flux
concentrated on the surface of the receiver (Qnet) and a boolean variable on that
indicates when the heliostats field is operating. Moreover, the power consumed by the
tracking system (Wloss) is calculated and included in the parasitic losses of the system.

Figure 4.2.1: Heliostats Field model

The heliostats field layout needs to be externally defined and the corresponding average
optical efficiency (ηopt,av) is then provided as a lookup table function of the sun position.
Technical parameters are pre-set based on National Renewable Energy Laboratory
(NREL) Gen3 SAM model v14.02.2020 and they are summarized in table 4.2.1.

Parameter Description UM Value
Ah Heliostat area m2 144
heav Heliostat availability % 99
νstart Receiver energy start-up fraction - 0.6
νmin Minimum receiver turn-down energy fraction - 0.3

νdefocus Receiver limiter energy fraction at defocus state - 1
Wtrack Tracking power for a single heliostat W 55
Estart Start-up energy of a single heliostat kJ 90
elemin Heliostat stow deploy angle deg 14
wspd,max Maximum wind stow speed m/s 15

Table 4.2.1: Technical parameters - Heliostat Field model
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4.2.1 Main equations

The heat flux that the heliostats field can concentrate on the receiver surface is
calculated as provided in equation (4.1).

Qraw = Ah · nh · heav ·DNI · ηopt (4.1)

In reality, the heliostats field can operate only when the following conditions are
satisfied: the sun elevation needs to be higher than the minimum acceptable value
(ele > elemin), the wind speed needs to be lower than the maximum value (wsp <

wsp,max), and the heat flux concentrated on the receiver surface needs to be higher
than the minimum necessary to operate the receiver (Qraw > Qmin). Only when all
the aforementioned conditions are verified, the boolean variable on will be equal to
true. The heat flux actually concentrated on the surface of the receiver is calculated as
indicated in equation (4.2).

Qnet =


Qraw if on = true and defocus = false

min(Qraw, Qdefocus) if on = true and defocus = true

0 if on = false

(4.2)

The power demand for the tracking system (Wloss) is calculated summing up two
contributes: the start-up consumption (Wloss,start) and the consumption during
operating conditions (Wloss,op). Each contribution can be calculated as provided
respectively in equation (4.3) and (4.4).

Wloss,start = nh · heav · damping · Estart/tstart (4.3)

Wloss,op =

nh · heav · damping ·Wtrack if ele > 0

0 if ele = 0
(4.4)

where tstart is the time necessary to start-up the heliostats and the damping is calculated
as the fraction between the net heat flux reflected by the heliostats (Qnet) over the
maximum heat flux that can be reflected (Qraw).
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4.2.2 Cost function

The heliostats field investment cost is estimated (in USD) according to [13], as
indicated in equation (4.5).

Cfield = 75 · Afield (4.5)

where Afield is the area of the solar field calculated as the product between the number
of the heliostats and the area of the single heliostat.

4.3 Receiver

TheReceiver model receives as input the incoming heat concentrated by the solar field
on the receiver surface (Qflow), the boolean on from the Heliostats Field model, and
the sodium flowing into the receiver with a specific mass flow rate (mflow,Na) and inlet
enthalpy value (hNa,in). For each time-step, the Receiver model provides as output
the outlet enthalpy value (hNa,out) and the heat extracted (Qout). The receiver design
is externally defined in terms of receiver height (Hrec) and diameter (Drec), taking into
account the solar field layout, the receiver operating temperatures, and the maximum
heat flux allowable on the receiver surface resulting from thermal stresses analysis for
a specific material. Accordingly, for the specific design proposed, the receiver thermal
efficiency (ηth) is estimated and provided as a function of the incoming heat (Qflow) and
of the ambient temperature (Tamb).

Figure 4.3.1: Receiver model

4.3.1 Main equations

The thermal efficiency can be calculated as indicated in equation (4.6).

ηth = C0+C1·log10Qflow+C2·(log10Qflow)
2+C3·(log10Qflow)

3+C4·(log10Qflow)
4 (4.6)
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where the constants C0, C1, C2, C3, C4 needs to be provided according to the specific
use case. Then, the thermal losses in the receiver (Qloss) and the heat extracted (Qout)
are estimated following respectively equation (4.7) and equation (4.8)

Qloss = Qflow · (1− ηth) (4.7)

Qout = Qflow · ηth (4.8)

The sodium outlet enthalpy value (hout) is calculated from the thermal power balance
indicated in equation (4.9)

Qflow = Qloss +mflow,Na · (hNa,out − hNa,in) (4.9)

For what concerns the tower, the diameter is considered equal to the receiver
diameter, while the height (Htower) is calculated as function of the gross solar field area
(Afield,gross) following equation (4.10)

Htower = 0.154 · (1.25 · Afield,gross/π)
0.5 (4.10)

4.3.2 Cost function

The receiver cost is estimated following SAM default approach assuming a receiver
reference cost of 105.1 MUSD and a reference receiver area equal to 1571 m2. The cost
function is shown in equation (4.11)

Creceiver = Creceiver,ref · (Areceiver/Areceiver,ref )
0.7 (4.11)

The tower cost is estimated using equation (4.12). For tower height larger than 120
m, a concrete tower is preferred, while latticework steel towers are utilized for smaller
sizes. The cost function for concrete tower is chosen based on the analysis of tower
costs according to the Abengoa report, while for the latticework steel tower different
constants are considered in order to fit 125 kUSD for a 50 m tower.

Ctower =

80816 · exp(0.00879 ·Htower) if Htower ≤ 120

7612816 · exp(0.0113 ·Htower) if Htower > 120
(4.12)
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4.4 Buffer Tank

The Buffer Tank model is included to be a loop-breaker for the sodium loop. The
model receives as inputs the pressure (ptop) of the sodium loop and the inlet enthalpy
(hin,bt) and mass-flow rate (mflow,in,bt) from the heat-exchanger model. According to
the required sodium mass flow rate, imposed by the control system, the outlet mass
flow rate (mflow,out,bt) is provided. Thus, the model provides as output the receiver inlet
enthalpy (hstored).

Figure 4.4.1: Buffer Tank model

The model is only a fictitious model that simplifies the resolution of the set of equations
that models the sodium loop. Consequently, no cost data and no dimensions of the tank
are considered.

4.4.1 Main equations

Equation (4.13) and equation (4.14) shows respectively the mass flow rate and the
thermal power balance. mstored represents the sodium mass stored in the buffer tank.

dmstored

dt
= mflow,in,bt −mflow,out,bt (4.13)

mstored ·
dhstored

dt
+

dmstored

dt
· hstored = mflow,in,bt · hin,bt +mflow,out,bt · hstored (4.14)

4.5 Pump

The pump model receives as input the medium mass flow rate (mflow) calculated in
the control system at any time steps, the pressure losses of the circuit (∆plosses) and
the inlet fluid enthalpy (hin,pump). The model imposes the fluid mass flow rate in the
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circuit where it is employed and it provides the outlet fluid enthalpy value (hout,pump).
Moreover, it estimates the electricity needed to circulate the fluid (Wloss).

Figure 4.5.1: Pump model

4.5.1 Main equations

Mass flow rate and enthalpy continuities are imposed in the model as indicated in
equation (4.15) and equation (4.16).

mflow,pump,in = mflow,pump,out = mflow (4.15)

hout,pump = hin,pump (4.16)

The electricity required by the pump is calculated following equation (4.17). The
electric-to-mechanic efficiency of the pump (ηpump) was assumed equal to 0.75, the
loss factor (kloss) that takes into account the piping losses was assumed equal to 0.21

kJ/kg for the sodium pump, 0.15 kJ/kg for the chloride salt pump (cold tank - HX),
and 0.55 kJ/kg for the chloride salt pump (power block). The pressure losses (∆plosses)
estimated in the components of the circuit needs to be provided as input.

Wloss = mflow · kloss +mflow ·∆plosses/ρmedium/ηpump (4.17)

4.6 HX Control

The HX Control model imposes the mass flow rate flowing in the sodium loop circuit
(mflow,rec) and the mass flow rate of the chloride salt heated up in the heat exchanger
(mflow,hs), in order to achieve the set-point temperatures. The model receives as input
the heat extracted from the receiver (Qout,rec), the receiver sodium inlet temperature
(Tinput,rec), and the cold tank chloride salt outlet temperature (Toutput,cs). Consequently,
the mass flow rates are calculated in order to transfer in the heat exchanger the same
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Figure 4.6.1: HX Control model

thermal power extracted from the receiver. Moreover, the control system checks
the cold storage level (Lmea) to impose defocus mode if the level exceeds min/max
acceptable limits. The boolean variable on from the heliostats field model is another
input that guarantees that the mass flow rates will be different than zero only when the
solar resource is available. A detailed description of the control system is provided in
figure 4.6.2.
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Figure 4.6.2: HX Control model

51



CHAPTER 4. SODIUM-SALT-SCO2 CSP SYSTEM MODEL

4.6.1 Main equations

Inside the m_flow_calculation block, the sodium enthalpies hNa,1 and hNa,2 are
calculated respectively as function of the set-point temperature Tref,rec equal to 740 °C,
and of the receiver inlet temperature Tinput,rec. Similarly, hCS,1 and hCS,2 are calculated
as function of Tref,hs equal to 720 °C, and Toutput,cs. Then, the mass flow rates are obtain
from the thermal power balances indicated in equation (4.18) and (4.19).

mflow,rec = Qout,rec/(hNa,1 − hNa,2) (4.18)

mflow,hs = Qout,rec/(hCS,2 − hCS,1) (4.19)

In the m_flow_calculation block, it is employed also a limiter that guarantees that
the mass flow rates range and do not exceed user defined minimum and maximum
limits.

4.7 Cold/Hot Tank

The Cold/Hot Tank model receives as inputs the pressure (ptop) of the circuit where it
is employed, the ambient temperature (Tamb), and the inlet enthalpy (hin,t) and mass-
flow rate (mflow,in,t) of the incoming fluid. The outlet mass flow rate (mflow,out,t) is
provided according to the mass flow rate imposed by the control system. Thus, the
model provides as output the enthalpy value of the stored medium (hstored) and the
storage level (Lmea). In addition, it can provide the average temperature value of the
stored medium (Tmedium). In the Cold/Hot Tank model, the power required to heat the
medium by means of an electrical heater (Wloss,ht) is estimated too.

Figure 4.7.1: Tank model

The model needs to be customized providing the tank diameter (Dstorage) and
height (Hstorage). Other parameters were pre-set based on NREL Gen3 SAM model
v14.02.2020 and are reported in table 4.7.1.
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Parameter Description UM Value
α Heat transfer coefficient with the ambient W/m2/K 0.4

Wmax,hot,t Hot tank heater capacity MW 30
Wmax,cold,t Cold tank heater capacity MW 15
Tset,hot Hot tank heater set-point temperature °C 575
Tset,cold Cold tank heater set-point temperature °C 450
ηht Auxiliary heater efficiency % 99

Table 4.7.1: Technical parameters - Cold/Hot Tank model

4.7.1 Main equations

Equation (4.20) and equation (4.21) shows respectively the mass flow rate and the
thermal power balance in the tank. mstored represents the medium mass stored in the
tank at the temperature of Tstored.

dmstored

dt
= mflow,in,t −mflow,out,t (4.20)

mstored ·
dhstored

dt
+

dmstored

dt
· hstored = mflow,in,t · hin,t +mflow,out,t · hstored (4.21)

The total volume of the tank is calculated following equation (4.22) and the volume
occupied at each time step is calculated as indicated in equation (4.23).

Vt = (Hstorage · π ·D2
storage)/4 (4.22)

V = mstored/ρmedium (4.23)

Consequently, the tank level is calculated as shown in the equation (4.24).

Lmea = V /Vt · 100 (4.24)

The exchange area (Aex,t) and the tank thermal losses (Qloss,ht) are calculated following
equation (4.25) and (4.26).

Aex,t = π ·Dstorage ·Hstorage · (Lmea/100) + π ·D2
storage/4 (4.25)

Qloss,ht = Aex,t · α · (Tmedium − Tamb) (4.26)
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Thus, the electrical power losses are estimated as shown in equation (4.27).

Wloss,ht =

min(Qloss,ht,Wmax,t)/ηht if Tmedium ≤ Tset

0 if Tmedium > Tset

(4.27)

4.7.2 Cost function

The cost of the storage depends on the capacity (tstorage) and on the power block design
thermal power (Qflow,des). Thus the maximum tank stored energy (in kWh) can be
calculated as shown in equation (4.28).

Emax = tstorage ·Qflow,des/1000 (4.28)

Therefore, the cost is estimated according to the guidelines provided in the Gen 3 CSP
Down-Selection Criteria [3], assuming an energy specific cost of 40 USD/kWh.

Cstorage = 40 · Emax (4.29)

4.8 Power Block

The Power Blockmodel provides the net electric power produced (Wnet), the electricity
that can be fed into the grid (Enet), and the returning chloride salt enthalpy value (hout).
The power block receives as inputs the chloride salt mass flow rate (mflow) and inlet
enthalpy value (hin), the ambient temperature (Tamb), the parasitic losses (Wpar), and a
boolean variable (PBramp) that distinguishes switch on/off dynamics from the normal
operating conditions. Moreover, the design conditions need to be specified in terms
of operating inlet temperature (Tin,ref ), nominal gross power (Pgross,des), nominal inlet
thermal power (Qflow,ref ), and cooling design power (Wcool,ref ).

Figure 4.8.1: Power Block model
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The model is not a physical model, but it is based on the power block model available in
NREL Gen3 SAM model v14.02.2020. In detail the performances of the power block
are evaluated by means of three variables kq, kw, and νw, obtained by interpolation
of the SAM power block model. These parameters are a function of the ambient
temperature, of the inlet chloride salt enthalpy value, and of the load of the power
block.

4.8.1 Main equations

The thermal power provided to the power block can be calculated using the parameter
kq as indicated in equation (4.30). Consequently, applying the thermal power balance,
equation (4.31), the outlet chloride salt enthalpy value can be calculated.

Qflow/Qflow,ref = kq (4.30)

Qflow = mflow · (hin − hout) (4.31)

The gross electric power produced is estimated using the parameter kw as indicated in
equation (4.32), whereas the cooling power is estimated by means of the parameter νw,
equation (4.33).

Wgross/Pgross,des = kw (4.32)

Wcooling/Wcool,des = νw (4.33)

Consequently, the power block efficiency (ηPB), equation (4.34), the electric power
losses, equation (4.35), and the net electric power produced, equation (4.36), can be
calculated.

ηPB = Wgross/Qflow (4.34)

Wloss = Wbase +Wpar +Wcooling; (4.35)

where Wbase is the power consumed at all times.

Wnet = Wgross −Wloss (4.36)
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In the end, the electricity fed into the grid is calculated as shown in equation (4.37).

dEnet

dt
= (1− νsys) ·Wnet (4.37)

where νsys is the system availability loss factor that accounts for system outages and
other events.

4.8.2 Cost function

The power block cost is estimated according to [3], assuming a specific cost of
900 USD/kWe, as indicated in equation (4.38).

CPB = 900 · Pgross,des/1000 (4.38)

4.9 Power Block Control

The Power Block Control model provides as outputs the mass flow rate value flowing
from the hot storage to the power block (mflow,out), the boolean variable (PBramp) that
distinguishes switch on/off dynamics from the normal operating conditions, and the
defocus boolean variable that impose defocus mode if the hot tank level is lower than
the minimum or higher than the maximum acceptable. The model receives as inputs
the inlet hot tank mass flow rate (mflow,in) and the level of the hot tank (Lmea).

Figure 4.9.1: Power Block Control model

According to mflow,in and Lmea variation, the power block control distinguishes
different operating conditions: start-up, discharge, charge and stand-by mode.
Consequently, for each operating mode, the mass flow rate will assume a different
value, fraction of the nominal mass flow rate.
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Chapter 5

Design Sodium­Salt HX

In this chapter, the procedure followed to design the sodium-chloride salt shell
and tube heat exchanger is provided. Essentially, this represents just a particular
application of the general heat exchanger model presented in chapter 3, where sodium
is the hot fluid and chloride salt is the cold one. According to figure 3.2.2, in order
to customize the model, media, BCs, constraints, fluid dependent correlations, and
objective function need to be defined. Therefore, the necessary steps that lead to the
definition of the HX design are presented in the following.

5.1 Media

The media involved in the HX are the shell-side fluid, the tube-side fluid, and the
HX material. As mentioned in section 3.2, in order to reduce thermal losses, it is
recommended to place the hot fluid on the tube-side and the cold one on the shell-
side. Additionally, since sodium is utilized, safety precautions need to be taken and
its confinement should be guaranteed. For these reasons, sodium is placed on the
tube-side, while chloride-salts are on the shell-side. Furthermore, based on the fluid
considered, temperature levels, corrosion matters and durability, Haynes230 (H230)
was selected as the HX material. In the following, properties and assumptions related
to the media are provided.
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5.1.1 Tube­side fluid

As mentioned above, sodium (Na) is the tube-side fluid. Correlations for the most
relevant properties such as density, specific heat capacity, dynamic viscosity, and
thermal conductivity are collected according to [46], and reported in appendix C.1,
in equations (C.1), (C.2), (C.4), and (C.3). The remaining properties, such as enthalpy,
entropy…, can be calculated from the ones mentioned above.

5.1.2 Shell­side fluid

The fluid collocated on the shell-side is a novel ternary eutectic chloride salt (CS) with
the following composition (% in weight): NaCl – KCl – MgCl2 (24.5%–20.5%–55%)
[9]. According to NREL data, the density, specific heat capacity, dynamic viscosity,
and thermal conductivity can be estimated using the correlations reported in appendix
C.2, in equations (C.5), (C.6), (C.8), and (C.7).

Based on the fluids adopted, the fouling resistances are assumed. In detail, for molten
salt 8.808 · 10−5 (m2 ·K)/W can be adopted in agreement with [47], [48], and [49]. On
the contrary, fouling can be neglected in the case of sodium according to [7], [50].

5.1.3 Heat exchanger material

The heat exchanger material is selected according to the fluids considered, taking into
account corrosion issues and maximum allowable stress in the temperature range of
this application.
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Figure 5.1.1: Maximum allowable stress (a) and corrosion rate (b) vs temperature for
different candidate HX materials [51]
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Figure 5.1.1 shows corrosion rate and maximum allowable stress for seamless piping for
each candidate from ASME code. According to [51], no corrosion is found for Inconel
740H (In740H) in MgCl2 salt.

Besides In740H, figure 5.1.1 (b) shows that Haynes 230 (H230) presents the minimum
corrosion rate in the temperature range of 700-750 °C. Additionally, figure 5.1.1
shows that In740H and H230 have also the maximum allowable stress in the same
temperature range. According to [51], H230 is the recommended material for the hot
side of the CSP plant. Consequently, the HX material selected is H230. In agreement
with H230 brochure [52], the density, and thermal conductivity correlations are
collected and reported respectively in equation (C.9) and (C.10) in appendix C.3.

The mass specific cost of H230 (cH230), in congruence with NREL recommendation,
can be considered equal to 84 USD/kg. Based on the mass specific material cost, the
cost function provided in section 3.4.5 can be customized.

Cost Function

In line with section 3.4.5 and for the HX material assumed, the cost function can be
estimated using equation (5.1).

Cinv = cH230 · Fma ·Ma · AHX (5.1)

In order to customize the cost function, also the constants of Fma correlation (equation
(3.68)), c and m need to be determined. Therefore, since there are 2 unknowns, two
known investment costs are necessary. The first one is calculated using Turton cost
function (equation (3.66)), assuming a heat transfer area of 100 square meters and a
material factor of 3.7 in line with [43]. Accordingly, the HX investment cost results:

Cinv,100 = 0.278 MUSD (5.2)

The second known investment cost is calculated assuming that for a sufficiently large
HX (1GWth - 20000m2) the manufacturing factor is equal to 1.95. The HX investment
cost in million dollars is equal to:

Cinv,20000 = 31.5 MUSD (5.3)
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Consequently, the manufacturing factor as function of the heat transfer area is given
by:

Fma = Fmin + 10 · A−0.37
HX (5.4)

Therefore, the HX cost function is personalized according to the material
selected.

5.2 Boundary Conditions

As mentioned in section 3.2, the boundary conditions that need to be defines are
mainly temperature ranges, inlet pressures and thermal design power. Figure 5.2.1
summarizes the set-point values assumed for this particular application, at the design
point. On the hot-side, sodium circulates in a closed loop from the receiver to the
HX and vice-versa. On the cold side, chloride-salts stored on the cold storage flow in
the HX and heated up they are store in the hot-storage. Neither of the two sides is
pressurized.
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Figure 5.2.1: Boundary conditions sodium-chloride salts heat exchanger

The only two HX configurations that fit with the temperature range assumed are 1
shell pass, 1 tube pass (1:1 TEMA E STHE) and 2 shell passes, 2 tube passes (2:2 TEMA
F STHE). Indeed, these configurations can be treated as pure counterflow HX and
no constraints are imposed from the temperature correction factor (F = 1). For
the other configurations, the temperature correction factor should be calculated as
function of the temperatures. In particular, the temperature correction factor function
implies receiver inlet temperatures higher then 630°C. Therefore, the configurations
with multiple tube passes per shell pass are excluded.
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5.3 Constraints

The HX length is constrained using the default value of maximum aspect ratio length
over shell diameter equal to 10, while the velocity constraints are imposed in line with
the media adopted and they are reported in the following.

5.3.1 Tube­side velocity constraints

Minimum and maximum sodium velocities are imposed according to [53]. In
particular, recommended minimum and maximum values for sodium flowing in tubes
are respectively equal to 1.2 and 2.4 m/s.

5.3.2 Shell­side velocity constraints

For the current ternary of chloride salts no pieces of indication are available for velocity
constraints on the shell-side of the heat exchanger. Therefore, values for standard
molten salts are considered. In detail, according to [45], a minimum salt velocity of
0.5 m/s is adopted. For the maximum salt velocity, instead, 1.5 m/s is used in line with
[32] recommendation for liquid in shell-side.

5.4 Tube­side HTC

The methodology followed to estimate the tube-side HTC is shown in section 3.4.3 and
the Nusselt (Nu) number as function of Reynolds (Re) and Prandtl (Pr) should be
provided according to the fluid selected. In particular, due to their high conductivity,
liquid metals feature low Pr number. Consequently, typical Nusselt correlations,
usually expressed as a function of Re and Pr number can’t be utilized. Alternatively,
Nu can be found as function of the Peclet number (Pe) that is given by the product
of Re and Pr [54]. In agreement with [55], the recommended correlation for liquid
metals is the ChengeTak correlation [56]. Therefore, this correlation is adopted for
sodium and it is presented in equation (5.5).

Nu = A+ 0.018 · Pe0.8 (5.5)
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with:

A =


4.5 when Pe ≤ 1000

5.4− 9 · 10−4 · Pe when 1000 < Re ≤ 2000

3.6 when Pe ≥ 2000

(5.6)

5.5 Objective function

For this application, the objective function adopted is, by default, the TAC.
Nevertheless, operating hours and cost of electricity are adapted according to the
system performances. Indeed, since the pumping cost is considered a parasitic loss for
the power block, the cost of electricity is assumed equal to the expected LCOE value
(∼70 USD/MWhe) and the operating hours is assumed in line with the capacity factor
CF (∼65%).

5.6 Design selection

In the previous sections, all the pieces of information necessary to customize the HX
model are assumed. At this point, the model can be utilized to propose a specific HX
design for the Na-Salt-sCO2 system and to simulate its annual performances. In order
to define completely the HX design, an optimization is carried out to choose the set of
design variables that minimize the TAC.

The TAC as function of tube outside diameter, pass length and number of passes is
shown in figure 5.6.1. Although in table 3.4.1 the number of tubes is part of the
design variables, TAC as function of the number of tubes is not shown explicitly
in 5.6.1. In actual fact, the number of tubes is inversely proportional to the HX
length value. Instead, for what concerns the tube arrangement, after preliminary
investigations, the triangular tube layout is adopted because it leads always to a lower
TAC. This results is in agreement with literature. Indeed, in [33], it is reported that
triangular layouts provide better shell-side heat transfer coefficients and more compact
arrangement.

Firstly, it is possible to notice that one shell - one tube pass HX configuration leads to
lower TAC values compared to 2 shell passes - 2 tube passes one. Indeed, for the same
overall heat transfer coefficient required (UA), in 2:2 TEMA F STHE, the shell-side
velocity is two times more than that in an E shell. Consequently, shell-side pressure

62



CHAPTER 5. DESIGN SODIUM-SALT HX

6 8 10 12 14 16 18 20 22 24
HX Height [m]

1.2

1.25

1.3

1.35

1.4

1.45

1.5

To
ta

l A
nn

ua
liz

ed
 C

os
t [

M
U

SD
/y

ea
r]

Np = 1

do = 6.35 [mm]
do = 9.53 [mm]
do = 12.7 [mm]
do = 15.88 [mm]
do = 19.05 [mm]

(a) 1:1 TEMA E STHE

5 10 15 20 25 30 35
HX Height [m]

1.2

1.25

1.3

1.35

1.4

1.45

1.5

To
ta

l A
nn

ua
liz

ed
 C

os
t [

M
U

SD
/y

ea
r]

Np = 2

d o = 12.7 [mm]
d o = 15.88 [mm]
d o = 19.05 [mm]
d o = 22.23 [mm]
d o = 25.4 [mm]
d o = 31.75 [mm]
d o = 34.93 [mm]
d o = 38.1 [mm]
d o = 41.28 [mm]

(b) 2:2 TEMA F STHE

Figure 5.6.1: TAC function of tube outside diameter, pass length and number of passes

drop is eight times more than that in an E shell, implying higher pumping costs. On the
other hand, higher shell-side velocity implies an increase in the heat transfer coefficient
and a consequential reduction of the area, thus in investment cost. Since the reduction
in investment cost is not as relevant as the increase in pumping cost, the 2:2 TEMA F
STHE leads to higher TAC values. On top of that, according to [33], 2:2 TEMA F STHE
configuration is rarely used because the shell-side longitudinal baffle will cause fluid
leakage from the HP to LP side due to discontinuities in the welds between longitudinal
baffle and shell. In addition, there will be a conduction heat transfer through the
longitudinal baffle. These factors are not taken into account in the model, but in reality
they will reduce the exchanger effectiveness.

Secondly, focusing on the TEMA E configuration, for a fixed tube outside diameter,
there is always a HX length that represents the best compromise between investment
cost and pumping cost, both shown in figure 5.6.2. Moreover, larger tube outside
diameters lead to taller HX designs. This is due to the opposite effects of these variables
on the tube-side velocity. Indeed, for the same heat transfer area, if on one hand longer
tubes imply fewer number of tubes and consequently higher tube-side velocity, on the
other hand larger tube outside diameters reduce the velocity. In this way, it is possible
to keep sodium velocity between minimum and maximum values imposed. Based on
the HX length adopted, the number of baffles will vary to fit the shell-side velocity
constraints. Due to the maximum aspect ratio imposed, configurations with high HX
length are excluded. Therefore, the maximum HX length is reached for minimum
number of tubes, thus minimum shell diameter.
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In the end, it is possible to notice that the minimum TAC is given by an HX length
almost equal to 13 m and a tube outside diameter of 9.53 mm. This result is in
agreement with [36], that assess that 9.53 mm and 19.05 mm are the most popular
tube outside diameter sizes because they give the best performances and are the most
economical in most applications. A detailed description of the HX design proposed is
provided in table 5.6.1 and a graphical representation is available in figure 5.6.4.

Figures 5.6.2a and 5.6.2b, show respectively the investment cost and annual pumping
cost as function of tube outside diameter and tube tube length for a single shell - single
tube HX configuration.
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Figure 5.6.2: Investment cost and pumping cost function of tube outside diameter,
pass length and number of passes
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Figure 5.6.3: Heat transfer area and heat transfer coefficient function of tube outside
diameter, pass length and number of passes
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As general trend, the investment cost increases with larger tube outside diameters and
tube lengths, while the pumping cost presents the opposite behaviour. The investment
cost and pumping cost tendency reflect respectively the heat transfer area and heat
transfer coefficient behaviour, shown in figure 5.6.3.

In practice, for larger tube outside diameters and longer tubes, the tube thickness
increases, resulting in a reduction of the heat transfer coefficient. Moreover, since the
tube-side velocity decreases with larger tube diameters, the heat transfer coefficient
decreases accordingly. Indeed, although shell-side velocity increases due to an increase
in the number of baffles, combining all the effects, the heat transfer coefficient
and annual pumping cost decrease. Consequently, for a fixed overall heat transfer
coefficient required (UA), the heat transfer area needs to increase to compensate lower
U value. In the end, the step changes in U and A, and consequently in Cinv and Cpump,
are due to the unavoidable step change of the number of baffles, that impacts strongly
on the shell-side velocity.

In Appendix C.4, number of tubes (figure C.4.2a), number of baffles (figure C.4.2b) and
velocities (figure C.4.1a and C.4.1b) behaviours are reported as function of HX length
and tube outside diameter.

Variable Value UM
Design Thermal Power 543 MW

Heat transfer area 9400 m2

Design heat transfer coefficient 2900 W/(m2K)
Material Haynes230 −
Weight 87 tons

Overall Volume 35 m3

Overall Length 15 m
Tube pass Length 13 m

Shell Diameter 1.83 m
Number of tubes 23500 −

Tube outside diameter 9.53 mm
Tube arrangement Triangular −
Number of baffles 3 −

Baffle tilt angle 15 deg
Design sodium velocity 1.9 m/s

Design chloride-salt velocity 1.2 m/s
Investment Cost 15 MUSD

Design annual pumping cost 240 kUSD

Table 5.6.1: Summary of most relevant HX variables
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Figure 5.6.4: Graphical representation of the HX design

The provided shell and tube heat exchanger design is the result of a component
level optimization, where although BCs, media, fluid dependent assumptions, and
constraints are set according to the particular application, the objective function is
the TAC and doesn’t take into account the impact of the HX on the Na-Salt-sCO2
system model. Therefore, in chapter 6, a system-level optimization is performed and
the impact of the HX on the global system is investigated.
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Chapter 6

Sodium­Salt HX system­level
optimization and sensitivity
analysis

In this chapter, the impact of the heat exchanger on the performances and cost of the
CSP system is analysed. Moreover, heat exchanger system-level optimizations and
sensitivity analysis are presented.

6.1 Reference case

The system configuration selected as reference case is a 100 MWe CSP plant located
in in Daggett, CA, defined following the guidance provided in the Gen 3 CSP Down-
Selection Criteria [3]. The system model implemented in chapter 4 was set accordingly
and the HX design proposed in chapter 5 was utilized.
The capacities of the principal system components and the most relevant parameters
are summarized in the table 6.1.1.

Variable Value UM
Solar field size 976500 m2

Receiver thermal design power 543 MW
Tower Height 150 m

HX thermal design power 543 MW
Storage hours 12 h

Solar Multiple (SM) 2.5 -
Power block net power 100 MWe

Table 6.1.1: Most relevant parameters of the CSP system reference case

67



CHAPTER 6. SODIUM-SALT HX SYSTEM-LEVEL OPTIMIZATION AND SENSITIVITY
ANALYSIS

By using the NaSaltsCO2System model, annual energy performances and costs were
estimated. Three important key-parameters are provided in table 6.1.2. Moreover, in
order to highlight the impact of the heat exchanger cost on the total system capital cost,
the pie chart in figure 6.1.1 is presented.

Variable Value UM
Energy per year (EPY) 560 GWh

Levelized Cost of Electricity (LCOE) 72.66 USD/MWh
Capacity Factor (CF) 64 %

Table 6.1.2: Annual energy performances and cost parameters of the reference case

Specific material cost = 84 $/kg, Cost factor = 1
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Figure 6.1.1: CSP system cost breakdown

It is possible to notice that the component that constitutes the largest share of the pie-
chart is the thermal energy storage (22.3%). On the other side, the smallest share
of the cost is represented by the site preparation costs that amount to 2.1% of the
total. For what concerns the heat exchanger, it is the components that costs the least
and it represents the 3.2% of the total cost. Consequently, limited reduction of the
LCOE can be achieved acting only on the HX, while more relevant improvements can
be obtained by acting on the combined receiver-heat exchanger block that together
represents about the 22% of the total cost.
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6.2 Heat exchanger system­level optimizations

In this section, the main assumptions and results of the heat exchanger system-level
investigations are presented.

6.2.1 HX internal configuration optimization

This investigation aimed to individuate the HX geometrical configuration that
minimizes the LCOE of the CSP plant. As mentioned in section 6.1, the selected HX
is characterized by the geometrical configuration that minimizes the TAC. For this
analysis, the heat exchanger internal optimization was disabled in the model and the
design variables, such as number of tubes, tube outside diameters, tube layout, number
of shell passes, and number of tube passes,were provided as inputs.
Figure 6.2.1a shows the LCOE as function of the tube pass lengths and of the tube
outside diameters. In particular, The triangular pitch and the single shell pass/single
tube pass were adopted since they led always to lower LCOE values compared to square
pitch and to the two shell passes/two tube passes configuration. On the other side,
figure 6.2.1b shows TAC as function of the same design variables adopted in figure
6.2.1a.
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Figure 6.2.1: Levelized Cost of Electricity and Total Annualized Cost function of tube
outside diameter and tube pass length

Figure 6.2.1 shows a comparison between the LCOE and the TAC function. The
interesting results that can be highlighted is that the HX configuration that minimizes
the TAC coincides with the HX configuration that minimizes the LCOE. Therefore,
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the HX design included in the reference case represents already the configuration that
minimizes the plant LCOE.
Generally, it is possible to assess that the design that minimizes the TAC represents a
good guess of the one that minimizes the LCOE and in line with this result, from this
point onward, the HX configuration will be defined by means of the model internal
optimization.

6.2.2 HX LMTD optimization

This investigation aimed to highlight the potential reduction of the LCOE of the CSP
plant that can be achieved by acting on the HX LMTD. The analysis was carried out on
the combined receiver-heat exchanger block by varying the sodium-side temperatures
of the LMTD. For what concerns the salt-side, the nominal temperatures of 500-720°C
were preserved. The reference case was slightly modified, optimizing the receiver
capacity. The most relevant parameters of the reference case are summarized in table
6.2.1.

Component Variable Value UM
Heat Exchanger Design Thermal Power 535 MW

and Cold sodium temperature 520 °C
Receiver Hot sodium temperature 740 °C

Heat Exchanger

LMTD 20 °C
Heat transfer area 9172 m2

Tube pass Length 13 m
Shell Diameter 1.83 m

Number of tubes 23506 −
Tube outside diameter 9.53 mm

Number of baffles 3 −
Investment cost 15 MUSD

Receiver

Diameter 14.7 m
Height 22.0 m

Design thermal efficiency 88.5 %
Investment cost 77 MUSD

System
Levelized Cost of Electricity 70.00 USD/MWh

Electricity produced per year 571.3 GWh
Capacity Factor 65.2 %

Table 6.2.1: Definition of the reference case of the LMTD optimization

In this study, the impact of the sodium temperatures on the CSP system performances
was analysed assuming two approaches: fixed inlet-outlet temperature change(figure
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6.2.2a) and variable inlet-outlet temperature change (figure 6.2.2b). In detail, the fixed
inlet-outlet temperature change was chosen equal to 220°C (reference case), whereas
in the case of the variable one, the maximum sodium temperature was fixed equal to
740°C .
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(a) Fixed inlet-outlet temperature change
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Figure 6.2.2: Approaches adopted for the LMTD optimization

The variation of the sodium temperatures affects both the heat exchanger and the
receiver design. As for the heat exchanger, in comparison to the reference case, keeping
the same thermal design power, a larger LMTD implies a more compact heat exchanger
design. On the other side, for what concerns the receiver, assuming a fixed solar field
size, the maximum allowable flux that the receiver material can withstand is function
of the receiver area and operating temperatures. Hence, by increasing the sodium
temperatures, the receiver dimensions need to increased as well in order to preserve
the maximum allowable flux. Moreover, larger receivers lead also to higher thermal
losses and consequently lower thermal efficiencies.
For each combination of inlet-outlet sodium temperatures analysed in this study, the
new HX design was defined by means of the internal optimization implemented in the
HX model, whereas in the case of the receiver, the new design was manually updated as
a result of complimentary investigations performed in the ANU Solar Thermal Group.
In appendix D.3, figure D.3.1 provides the heat flux on the receiver surface and the
maximum allowable value as function of the flow path length and of the flow path type
for the reference case.
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Fixed inlet­outlet temperature change approach

The sodium inlet-outlet temperature was fixed equal to 220°C in line with the reference
case. The minimum heat exchanger pinch point temperature difference was assumed
equal to 2°C, admitting 502°C as minimum sodium temperature. Figure 6.2.3a shows
the plant LCOE as function of the receiver outlet temperature. The receiver and the
heat exchanger investment costs are presented in figure 6.2.3b.
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Figure 6.2.3: LCOE and investment costs as function of the receiver outlet temperature
(fixed inlet-outlet temperature approach)

The minimum LCOE value resulted equal to 68.54 USD/MWh and it was obtained
adopting an inlet-outlet sodium temperatures equal to 514-734°C. Thus, by reducing
the LMTD from 20°C (reference case) to 14°C, the receiver investment cost decreased
whereas the heat exchanger one increased. Since the receiver cost, compared to the
heat exchanger one,constituted a larger share of the total capital cost, this results
respected the expectations. Respect to the reference case, a cheaper receiver and a
more expensive heat exchanger minimized the plant LCOE.
The variations of the heat exchanger area and of the receiver dimensions are shown
respectively in figure 6.2.4a and figure 6.2.4b.

In particular, as for the receiver, figure 6.2.4b shows that, varying the receiver outlet
temperature from 722 to 760°C, both the diameter and the height of the receiver
increased proportionally. On the other side, for what concerns the heat exchanger,
compared to the reference case, reducing the LMTD the overall heat transfer coefficient
(UA) decreased in order to fit the design thermal power. More details on the variation
of the HX design are presented in figure 6.2.5.

72



CHAPTER 6. SODIUM-SALT HX SYSTEM-LEVEL OPTIMIZATION AND SENSITIVITY
ANALYSIS

722 726 730 734 738 742 746 750 754 758
Receiver outlet temperature [°C]

0.5

1

1.5

2

2.5
Ex

ch
an

ge
 A

re
a 

[m
2 ]

104

2000

2500

3000

3500

G
lo

ba
l h

ea
t t

ra
ns

fe
r c

oe
ffi

ci
en

t [
W

/m
2 /K

]

Exchange Area
Global heat transfer coefficient

(a) Exchange area and heat transfer coefficient

722 726 730 734 738 742 746 750 754 758
Receiver outlet temperature [°C]

0

5

10

15

20

25

30

Le
ng

th
 [m

]

Receiver height
Receiver diameter

(b) Height and diameter of the receiver

Figure 6.2.4: Heat transfer area, heat transfer coefficient, and receiver size as function
of the receiver outlet temperature (variable inlet-outlet temperature approach)
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Figure 6.2.5: HX configuration variation

Figure 6.2.4a shows that the increase of the LMTD was compensated by a reduction of
the heat exchanger heat transfer area. In addition, the reduction in area was obtained
by means of a reduction of the number of tubes (6.2.5b) or for similar number of tubes
values, the area was reduced by acting on the tube pass length. The tube outside
diameter varied, in order to fit the velocity constraints and in order to minimize the
TAC of the HX.
Sodium and chloride salt velocities variations are presented in figure D.2.1, in appendix
D.2. In addition, also the shell-side and tube side pressure losses are presented in the
same figure.
In the end, table 6.2.2 summarizes the principal parameters that characterize the
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optimum configuration of the receiver-heat exchanger block.

Component Variable Value UM
Heat Exchanger Design Thermal Power 529 MW

and Cold sodium temperature 514 °C
Receiver Hot sodium temperature 734 °C

Heat Exchanger

LMTD 14 °C
Heat transfer area 10824 m2

Tube pass Length 16 m
Shell Diameter 1.78 m

Number of tubes 22070 −
Tube outside diameter 9.53 mm

Number of baffles 4 −
Investment cost 17 MUSD

Receiver

Diameter 14.0 m
Height 21.0 m

Design Receiver Efficiency 89.3 %
Investment cost 72 MUSD

System
Levelized Cost of Electricity 68.54 USD/MWh

Electricity produced per year 581.0 GWh
Capacity Factor 66.3 %

Table 6.2.2: Principal parameters that characterize the optimum configuration of the
receiver-heat exchanger block (fixed inlet-outlet temperature approach)

Variable inlet­outlet temperature change approach

In this investigation, the maximum sodium temperature was fixed equal to the design
value (740°C), whereas the receiver inlet sodium temperature was varied between
502 and 540°C. Figure 6.2.6a shows the plant LCOE as function of the receiver inlet
temperature. The receiver and the heat exchanger investment costs are presented in
figure 6.2.6b.
The latter shows that keeping constant the maximum sodium temperature, no
variations in the receiver cost were found as function of the receiver inlet temperature.
Hence, the receiver design was preserved and increasing the LMTD, the HX cost and
consequently of the LCOE decreased.
The minimum LCOE resulted 69.68 USD/MWh and was obtained for the maximum
receiver inlet temperature considered.
Future works need to be conducted to deeply explore the impact on the HX and receiver
design for higher inlet temperatures.
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Figure 6.2.6: LCOE and investment costs as function of the receiver inlet temperature
(variable inlet-outlet temperature approach)

Similarly to the fixed inlet-outlet temperature change approach, the increase in LMTD
was compensated by a reduction of the UA value. In detail, figure 6.2.7a shows that
the heat transfer coefficient was more or less preserved, whereas the heat transfer area
decreased. Comparing figure 6.2.7b and figure 6.2.5b, a similar trend can be identified.
Consequently, a similar trend was found also for the tube pass length, the HX height,
and the tube outside diameter as function of the receiver inlet temperature.
This behaviour is represented in figure D.2.2a, in appendix D.2, along with the fluid
velocities and pressure losses as function of the inlet receiver temperature (figure
D.2.2b).
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Figure 6.2.7: Heat transfer area, heat transfer coefficient, and number of tubes as
function of the receiver inlet temperature (variable inlet-outlet temperature approach)
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In the end, table 6.2.3 summarizes the most relevant parameters that characterize
the optimum configuration of the receiver-heat exchanger block for the variable inlet-
outlet temperature change approach.

Component Variable Value UM
Heat Exchanger Design Thermal Power 532 MW

and Cold sodium temperature 540 °C
Receiver Hot sodium temperature 740 °C

Heat Exchanger

LMTD – °C
Heat transfer area 6587 m2

Tube pass Length 11 m
Shell Diameter 1.94 m

Number of tubes 14379 −
Tube outside diameter 12.70 mm

Number of baffles 3 −
Investment cost 11 MUSD

Receiver

Diameter 14.7 m
Height 22.0 m

Design Receiver Efficiency 88.2 %
Investment cost 77 MUSD

System
Levelized Cost of Electricity 69.68 USD/MWh

Electricity produced per year 569.4 GWh
Capacity Factor 65.0 %

Table 6.2.3: Most relevant parameters of the CSP system reference case

In conclusion, the two investigations conducted on the HX LMTD pointed out the
potential LCOE reductions that can be achieved acting on the receiver-heat exchanger
block. However, the problem was not fully analysed and future works are necessary in
order to propose an optimized HX design.
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6.2.3 Investigation on the downsizing of the HX

This analysis aimed to investigate the potential LCOE reduction that can be achieved by
downsizing the HX compared to the nominal receiver capacity. The idea that motivated
this analysis is that employing a smaller HX, the annual electricity production will not
be strongly influenced, whereas a reduction of the HX cost and then of the plant LCOE
can be obtained.

Receiver xxHX

Figure 6.2.8: Heat exchanger downsizing investigation

Moreover, in order to maximizes the HX performances, a thermal power larger then
the nominal power, was accepted during the HX operating conditions. If the thermal
power exceeds the maximum acceptable thermal power, the thermal power production
can be curtailed by defocusing the heat flux. For the purpose of presenting the main
results obtained, two key parameters were defined: the Downsizing factor (DSF ) and
the Maximum acceptable thermal power factor (MATPF ) and they are presented
respectively in equation (6.1) and equation (6.2).

DSF =
QHX,design

Qreceiver,design

(6.1)

MATPF =
Qmax,HX

QHX,design

(6.2)

When the maximum thermal power exceeds the design value, the operating mass
flow rates and consequently the fluid velocities could exceed the design values. In
this study, the maximum acceptable thermal power was limited in order to guarantee
that the operating fluid velocities, on both shell and tube sides, never exceeded the
maximum acceptable velocities. Moreover, the maximum fluid temperatures should
never exceed the maximum design values and, in particular, the sodium-side operating
temperatures shouldn’t significantly differ from the receiver design values in order to
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preserve the receiver performances.

Figure 6.2.9a and figure 6.2.9b show the HX operating thermal power for a typical
summer week as function of the downsizing factor. In particular, in figure 6.2.9a, the
maximum acceptable thermal power was assumed equal tot the design value, whereas
in figure 6.2.9b, the maximum power was increased by 25%.
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Figure 6.2.9: Heat exchanger thermal power during typical summer week

From figure 6.2.9, it can be noticed that in the case of MATPF equal to 1.25, the
curtailment of the thermal power was necessary only for DSF smaller than 0.8. On
the other hand, in the case of MATPF equal to 1, the defocus of the solar radiation was
always necessary for DSF smaller then 1.

The LCOE and the electricity produced per year as function of the maximum acceptable
thermal power factor and of the downsizing factor are provided respectively in figure
6.2.10a and figure 6.2.10b. It can be noticed that, as expected, the electricity per
year always decreased for MATPF values ranging from 1 to 1.25, for any downsizing
factor, while, for what concerns the MATPF equal to 1.3 and DSF equal to 0.7 the
electricity produced per year resulted higher than the reference case. This results
was found because, for that point, the operating velocities exceeded the maximum
acceptable velocities. For this reason the curve for MATPF equal to 1.3 was excluded
from the analysis. Hence, the optimum point was considered to be the configuration
characterized by a MATPF equal to 1.25 and a DSF equal to 0.8, that led to a LCOE
value of 72.38 USD/MWh.
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Figure 6.2.10: Levelized cost of electricity and electricity produced per year as function
of the DSF

Figure 6.2.11a shows how the HX area and heat transfer coefficient changed by varying
the downsizing factor. Instead, figure 6.2.11b shows pressure losses and fluid velocities
as function of the downsizing factor. Decreasing the HX capacity, the heat transfer
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Figure 6.2.11: Pressure losses, fluid velocities, exchange area, and heat transfer
coefficient as function of the DSF

area decreased proportionally, whereas the heat transfer coefficient was preserved
according to the velocities that were subject to limited variations. The factor that
limited the MATPF to a maximum of 1.25 was the shell-side velocity that for any DSF
values was not too far from the maximum acceptable velocity (1.5 m/s).
The heat exchanger configuration, in terms of tube outside diameter, shell diameter,
tube pass length, and number of tubes as function of the DSF is presented in appendix
D.1, figure D.1.1.
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6.3 Sensitivity analysis on the HX investment cost

This sensitivity analysis aimed to show how the HX cost value impacts on the total plant
cost and on the plat LCOE. Thus, assuming the same plant configuration presented
in section 6.1, the HX cost was modified by varying the heat exchanger mass specific
material cost (cH230) from half to three times of the reference cost value (84 USD/kg).
For each value of cH230, a different heat exchanger design was proposed by means of
the internal optimization implemented in the HX model.
Figure 6.3.1 presents the system LCOE and the acHX investment cost as function of
the material specific cost normalized respect to the reference value.
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Figure 6.3.1: LCOE percentage change, LCOE values, and HX investment cost as
function of the normalized material mass specific cost

By varying the normalized material mass specific cost from 0.5 to 3, the share of the
HX cost on the total plant investment cost ranged from 2% to 9%. Instead, the LCOE
varied from 71.90 to 76.20 USD/MWh.

Figure 6.3.2a shows the exchange area and heat transfer coefficient of the heat
exchanger as function of the normalized mass specific cost. For high material costs, the
internal optimization of the HX model led to designs characterized by small exchange
area and large heat transfer coefficient. On the other side, figure 6.3.2b shows the
pressure losses and fluid velocities as function of the normalized mass specific cost. For
high material costs the fluid velocities increased and consequently also the pressure
losses. Therefore, it can be noticed that increasing the material cost the TAC, that
generally represents a good compromise between HX investment cost and pressure
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losses, moved towards the minimum investment cost.
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Figure 6.3.2: Exchange area, heat transfer coefficient, pressure losses, and fluid
velocities as function of the normalized material mass specific cost

In the end, figure 6.3.3, shows the heat exchanger configuration, in terms of tube
outside diameter, shell diameter, tube pass length, and number of tubes as function
of the normalized material specific cost.
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Figure 6.3.3: Tube outside diameter, shell diameter, tube pass length, and number of
tubes as function of the normalized material mass specific cost

It is possible to notice that the reduction in area was driven by a reduction in the
number of tubes, while the tube pass length increased and the tube outside diameter
was kept constant.
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Chapter 7

Discussion of the results

7.1 Considerations on the HX model

In this research work, the developed shell and tube heat exchanger model was
customized in order to design the most suitable sodium-salt heat exchanger. Moreover,
the present model allowed to simulate the performances of the designed heat
exchanger, for variable operating conditions. The HX model provided a detailed
design, defining the heat transfer area, the nominal heat transfer coefficient, the
nominal pressure losses, the investment cost, the expected annual pumping cost, the
overall dimensions and the weight. In this study, the TAC was adopted as objective
function for the HX model. The performed HX system-level optimizations showed that
the HX configuration that minimized the TAC resulted to be a good guess of the HX
design that minimized the LCOE of the sodium-salt-sCO2 CSP system. Therefore, the
TAC approach turned out to be advantageous and allowed to save computational time.
The selected HX design resulted to be a single-shell/single tube pass configuration,
with vertical alignment, characterized by an overall height of 15 m, and a shell diameter
of 1.8 m. The very high aspect-ratio and the proposed tube diameter (9.53 mm)
respected the literature recommendations [33]. In addition, several techno-economic
investigations, for different heat exchanger capacities, temperatures and costs pointed
out the model robustness, stability, and flexibility.
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7.2 Considerations on the NaSaltsCO2System model
The developedNaSaltsCO2Systemmodel allowed to estimate the energy performances
of the CSP plant, as well as the LCOE. The model resulted robust and able to perform
annual simulations for different plant sizes, Solar Multiple (SM) values, TES hours and
operating conditions. Considering the sodium-salt-sCO2 CSP system characterized by
a receiver capacity of 543 MWth, 12 hours of TES, and a 100 MWe power block, the
LCOE resulted equal to 72.66 USD/MWh. The model represented a fundamental tool
utilized during the investigation about the value of liquid sodium for CSP application
and lays the groundwork to explore potential improvements of this new generation of
CSP systems in future works.

7.3 Considerations on the HX optimizations and

sensitivity analysis
The most interesting system-level optimization was carried out on the combined
receiver-heat exchanger block. Acting only on the sodium-side temperatures, the
LMTD of the HX was varied and consequently the design of both heat exchanger and
receiver was modified. The techno-economic analysis didn’t aim to find the exact
optimum receiver-heat exchanger configuration, but to investigate the potential LCOE
reduction. The present analysis showed that, keeping a fixed inlet-outlet temperature
difference, the reduction of the maximum sodium temperature from 740°C to 734°C
decreased the LCOE value down to 68.54 USD/MWh. This gain was achieved by a
reduction of the receiver size and an increase of the HX area. On the other hand, fixing
the output sodium receiver temperature (740°C) and varying the inlet one from 520°C
up to 540°C, it was shown that the receiver configuration was preserved while the
HX area decreased and consequently its cost. The resulted LCOE was equal to 69.68
USD/MWh. The determination of the local minimum LCOE values didn’t complete the
optimization, but highlighted that the HX LMTD offers room for further improvements
and LCOE reductions. For what concerns the HX downsizing analysis, it proved
to be of secondary importance. Indeed, downsizing the HX by 20% and increasing
the maximum thermal power by 25% of the nominal value, just a marginal LCOE
reduction, from 72.66 to 72.38 USD/MWh, was achieved.
In the end, the sensitivity analysis pointed out that doubling the heat exchanger cost,
the plant LCOE passed from 72.66 to 74.38 USD/MWh.
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Chapter 8

Conclusion and future work

The chapter concludes and answers the purpose of research. Limitations of the
study and future work also will be outlined for further possible research and
development.

8.1 Conclusions

In this research work, a sodium-chloride salt heat exchanger for the sodium-salt-sCO2
CSP system was designed. A completely new Modelica-basedHXmodel, implementing
TEMA guidelines, was developed and added to the SolarTherm library. Furthermore,
as an extension of earlier models, the NaSaltsCO2System model was implemented in
SolarTherm, by incorporating theHXmodel and linking it with other new and existing
component models.

In this work, the sodium-salt-sCO2 CSP system considered as the reference case is
located in Daggett, CA and it is characterized by a receiver and a HX capacity of
543 MWth, 12 hours of TES, and a 100 MWe power block. The sodium-salt heat
exchanger was designed aiming at minimizing the LCOE of the plant. The most
cost-effective design selected for the sodium-salt HX is a shell and tube HX disposed
vertically and characterized by single shell pass, single tube pass configuration with
a very high height-to-diameter aspect ratio. The LCOE of the plant resulted equal to
72.66 USD/MWh and, in reference to the total capital cost, the share of the HX cost
resulted equal to 3.2%. The system-level optimization carried out on the combined
receiver-heat exchanger block highlighted the possibility to reduce the LCOE down to
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68.54 USD/MWh, by acting on the HX LMTD. This relevant result points out that
there is still room for further improvements and consequential LCOE reductions.
In reality, another significant achievement is the implemented HX model which was
developed as a general model for shell and tube heat exchangers, with the possibility
of being customized in terms of media adopted, constraints, boundary conditions, and
correlations. During several investigations carried out in this work, the model proved
its flexibility, robustness, and versatility, providing a complete geometry description,
and an estimation of the performances and costs for different boundary conditions and
techno-economic assumptions.

Another important outcome of this study is the developed NaSaltsCO2System model,
that, up to date, is the unique model able to simulate the energy performances, the
capital cost and the LCOE of the sodium-salt-sCO2 CSP plant. By means of this model,
it was possible to highlight the potential reduction of the LCOE plant down to 68.5
USD/MWh. From a modelling perspective, the NaSaltsCO2System resulted a robust
and stable model capable to estimate the plant performances for any solar field sizes,
receiver and HX dimensions, storage hours and power block capacities.

The NaSaltsCO2System and the HX models constitute two important tools that can
pave the way to future research studies and lay the groundwork to explore potential
improvements of this new generation of CSP systems, which can play a fundamental
role in the future global energy mix.

8.2 Limitations and future works

Although the models developed for shell and tube HX and for the CSP system turned
out to be useful and important tools, there is still room for possible improvements.
Some of the limitations and planned future works are presented below.

• The HX model was implemented only for shell and tube heat exchangers, based
on standard procedures and correlations available in literature. As future work,
other configurations should be investigated and modelled, and a comparison
should be proposed;

• The HX model was developed as quasi-static model, neglecting the switch on/off
dynamic considered of secondary importance respect to the simulation of the
main operating conditions. Moreover, since the fluid properties do not vary

85



CHAPTER 8. CONCLUSION AND FUTURE WORK

more than 5% in the temperature range proposed, a lumped-parameter model
was implemented. These assumptions limited the investigation, precluding the
possibility of studying relevant aspects such as the thermal stresses along the
heat exchanger that could strongly impact on the design. A possible investigation
of these aspects could be performed in a one-dimensional model and further
constraints can be included in the current HX model.

• The HX system-level optimization regarding the LMTD variation was conducted
keeping unchanged the storage set-point temperatures. In future works, it would
be interesting to investigate the impact of the LMTD variation on the global CSP
system to foster additional LCOE reductions.

• In the end, a verification and/or validation of the HX model was not carried out
in this study and should be performed in future works.
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Appendix A

HX model

A.1 Temperature correction factor

The correction factor is a function of the shell and tube fluid temperatures, and the
number of tube and shell passes. It is normally correlated as a function of two
dimensionless temperature ratios:

R =
T1 − T2

t2 − t1
(A.1)

S =
t2 − t1
T1 − t1

(A.2)

R is equal to the shell-side fluid flow-rate times the fluid mean specific heat, divided by the
tube-side fluid flow-rate times the tube-side fluid specific heat.

S is a measure of the temperature efficiency of the exchanger.
For a 1 shell:2 tube pass exchanger, the correction factor is given by

Ft =

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
ðR2 + 1Þ

p
ln

ð1− SÞ
ð1−RSÞ

" #

ðR− 1Þln
2− S½R+ 1−

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
ðR2 + 1Þ$

p

2− S½R+ 1+
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
ðR2 + 1Þ$

p

" # (19.8)

The derivation of Equation 19.8 is given by Kern (1950). The equation for a 1 shell:2 tube pass exchan-
ger can be used for any exchanger with an even number of tube passes, and is plotted in Figure 19.19.
The correction factor for 2 shell passes and 4, or multiples of 4, tube passes is shown in Figure 19.20,
and that for divided and split flow shells in Figures 19.21 and 19.22.

Temperature correction factor plots for other arrangements can be found in the TEMA standards
and the books by Kern (1950) and Ludwig (2001). Mueller (1973) gives a comprehensive set of
figures for calculating the log mean temperature correction factor, which includes figures for cross-
flow exchangers.
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Temperature correction factor: one shell pass, two or more even tube passes.
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Figure A.1.1: Temperature correction factor: one shell pass, two or more even tube
passes [57]
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Figure A.1.2: Temperature correction factor: two shell passes, four or multiples of four
tube passes [57]

A.2 Auxiliary shell­side calculations

Firstly, it is necessary to distinguish between ideal and real tube bundle flow.
Theoretically, the shell-side fluid flows entirely across the tube bundle. In practice,
there are several partial streams due to geometrical clearances and practical gaps
between different components. Figure A.2.1 shows some of the stream distribution
patterns.
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5.16.1.3 Shellside Flow Pattern
An ideal tube bundle (the term introduced by Heat Transfer Research, Incorporated (HTRI), CA 
refers to segmentally baffled circular bundles with no clearance between tubes and baffles, baffles 
and shell, or outer tubes and the shell, so that all fluid must flow across the tube bundle [13]. In 
a practical tube bundle, the total shellside flow distributes itself into a number of distinct partial 
streams due to varying flow resistances through the shellside clearances. This stream distribution 
pattern is now well established and is shown schematically in Figure 5.54. Figure 5.54a shows three 
regions of flow over the tube bundle, Figure 5.54b shows regions of parallelflow, and Figure 5.54c 
shows different streams flow through the tube bundle. This flow model was originally proposed 
by Tinker [36] and later modified by Palen et al. [13] for a segmentally baffled exchanger. Various 
streams in order of decreasing thermal effectiveness are discussed next.

A stream: This is a tube-to-baffle-hole leakage stream through the clearance between the tubes 
and the tube holes in the baffles (Figure 5.54c). This stream is created by the pressure difference on 
the sides of the baffle. As heat transfer coefficients are very high in the annular spaces, this stream 
is considered fully effective.

B stream: This is a crossflow stream through tube bundle. This stream is considered fully effec-
tive for both heat transfer and pressure drop.

C stream: This is a bundle-to-shell bypass stream through the annular spaces between the tube 
bundle and the shell. It flows between successive baffle windows. This stream is only partially effec-
tive for heat transfer as it contacts the tubes near the tube bundle periphery.

E stream: This is a shell-to-baffle leakage stream through the clearance between the edge of a 
baffle and the shell. This stream is the least effective for heat transfer, particularly in laminar flow, 
because it may not come in contact with any tubes.

F stream: This is a tube pass partition bypass stream through open passages created by tube lay-
out partition lanes (when placed in the direction of the main crossflow stream) in a multipass unit. 

Crossflow(a) Window flow Endzone flow

Area of parallelflow

Baffle

(b)

(c)

E E

E

A

A

B

B

C C

B B

C

A

FIGURE 5.54 Shellside flow distribution. (a) Three regions of flow over the tube bundle, (b) regions of paral-
lel flow, and (c) shows different streams flow through the tube bundle.

Figure A.2.1: Shell-side flow distribution patterns trough the tube bundle [33]

In details, the auxiliary calculations regard the following shell-side regions:

• Baffle window flow area;

• Shell-side crossflow area (B stream);

• Bundle-to-shell bypass area (C stream);

• Shell-to-baffle leakage area (E stream);
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• Tube-to-baffle-hole leakage area (A stream).

Baffle window flow area: Figure A.2.2 shows the segmental baffle geometry. The
parameters related to this region are presented and calculated in the following.
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The upper centriangle of baffle cut, θctl, is the angle subtended at the center by the intersection of the 
baffle cut and the tube bundle diameter, as shown in Figure 5.59. It is given by

 
θctl

s

ctl

c= −



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





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−2 1 2
100
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(5.17)

Step 2: Shellside crossflow area. The shellside crossflow area, Sm, is given by
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Basic tube layout parameters are given in Table 5.2.
Step 3: Baffle window flow areas. The gross window flow area, i.e., without tubes in the window, 

Swg, is given by
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π θ
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(5.19)

From the calculations of centriangle and gross window flow area, calculate the fraction of tubes in 
baffle window, Fw, and in pure crossflow, Fc, i.e., between the baffle cut tips as indicated in Figure 5.59 
by distance Ds[1 − 2(Bc/100)]:

 F Fc w= −1 2  (5.20)
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Ds

Ds

Lbb/2

Lp(By pass lane)

Baffle cut

1–2 Bc
100

θctl

θds

FIGURE 5.59 Basic segmental baffle geometry.Figure A.2.2: Basic segmental baffle geometry [33]

The centriangle of baffle cut (θds) can be calculated as indicated in equation (A.3).

θds = 2 cos−1(1− 2 ·Bc) (A.3)

Instead, equation (A.4) provides the upper centriangle of baffle cut (θctl).

θctl = 2 cos−1
(Ds − 2 · Lc

Db

)
(A.4)

The gross window flow area (Swg) can be calculated as indicated in equation (A.5).

Swg =
π

4

D2
s

Nsp

(θds
2π

− sin(θds)
2π

)
(A.5)

From the upper centriangle of baffle cut, fraction of number of tubes in the baffle
window (Fw) can be found (equation (A.6))

Fw =
θctl
2π

− sin θctl
2π

(A.6)
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Thus, the fraction of tubes in pure crossflow is given by equation (A.7)

Fc = 1− 2Fc (A.7)

The number of tubes in the window (Ntw) can be calculated (equation (A.8)) for a fixed
number of tubes and using (A.6).

Ntw = Nt · Fw (A.8)

Thus, the segmental baffle window area occupied by the tubes (Swt) can be found
according to the following equation:

Swt =
Ntw

Nsp

π

4
d2o (A.9)

Using (A.5) and (A.9), the net crossflow area through one baffle window (Sw) results:

Sw = Swg − Swt (A.10)

The number of effective tube rows in crossflow (Nc) can be calculated as follow:

Nc =

Ds
1−2Lc/Ds

Pt
if square layout

Ds
1−2Lc/Ds

0.866·Pt
if square layout

Consequently, the number of sealing strips per side (Nss) can be calculated as:

Nss = SS ·Nc (A.11)

In the end, the number of effective tube rows in baffle window (Ncw) is given by:

Ncw =


0.8
Pt

(
Lc − Ds−Db

2

)
if square layout

0.8
0.866·Pt

(
Lc − Ds−Db

2

)
if triangular layout

Shell­side crossflow area: Stream B in figure A.2.1 shows the shell-side fluid flowing
in crossflow through the tube bundle. The shell-side crossflow area can be calculated
as:

Sm =
lb
Nsp

(
Lbb +

Db

Pt

(Pt − do)
)
=

lb
Nsp

· Lcf (A.12)
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where Lcf is the crossflow free length.

Bundle­to­shell bypass area: Stream C in figure A.2.1 is the shell-side fluid flow
through the the annular spaces between the tube bundle and the shell. Relevant
parameters for this shell region are calculated in the following.

The bypass area between the shell and the tube bundle within one baffle (Sb) can be
calculated as:

Sb = Lbb
lb
Nsp

(A.13)

The bypass correction factor (Fbp) is given by:

Fbp =
Sb

Sm

(A.14)

Shell­to­baffle leakage area: The E stream, figure A.2.1, represents the stream due to
the shell-to-baffle leakage, between the edge of a baffle and the shell. The shell-to-
baffle leakage area is calculated as:

Ssb =
πDs

Nsp

Lsb

2

(2π − θds
2π

)
(A.15)

Tube­to­baffle­hole leakage area: Stream A in figure A.2.1 is the shell-side fluid flow
through the clearance between tubes and tube baffle holes. The tube-to-baffle-hole
leakage area for one baffle is given by:

Stb =
Nt

Nsp

π

4
((do + Ltb)

2 − d2o)(1− Fw) (A.16)
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A.3 Heat transfer coefficient

A.3.1 Shell­side heat transfer coefficient

The segmental baffle window correction factor, JC , is given by:

JC = 0.55 + 0.72 · Fc (A.17)

where Fc is calculated in equation (A.7). In order to calculate the second correction
factor, JL, three parameters need to be calculated: rlm, rs, and x.

rlm =
Ssb + Stb

Sm

(A.18)

rs =
Ssb

Ssb + Stb

(A.19)

x = 0.8− 0.15 · (1 + rs) (A.20)

Thus, the correction factor for baffle leakage effects for heat transfer JL is given by:

JL = 0.44 · (1− rs) + (1− 0.44 · (1− rs)) · exp (−2.2 · rlm) (A.21)

In the end, the correction factors for bundle bypass effects for heat transfer JB can be
calculated according to equation (A.22).

JB = exp(−1.35 · Fbp · (1− (2 · rss)1/3)) (A.22)

where rss is the ratio Nss/Nc.
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A.4 Pressure losses calculation

A.4.1 Tube­side pressure drop

Figure 12.24, Tube-side friction factors
Note: The friction factor j f is the same as the friction factor for pipes 0{= (R/pu2)), defined in Volume 1 Chapter 3.Figure A.4.1: Tube-side friction factor [32]

A.4.2 Shell­side pressure drop

RB = exp (−3.7 · Fbp · (1− r1/3ss )) (A.23)

RL = exp (−1.33 · (1 + rs)) · (rlm)x (A.24)

For square tube layout:

Kf =


0.272 +

0.207 · 103

Re
+

0.102 · 103

Re2
− 0.286 · 103

Re3
if Re ≤ 2300

0.267 +
0.249 · 104

Re
− 0.927 · 107

Re2
+

1010

Re3
if 2300 < Re ≤ 2 · 106

(A.25)

For triangular tube layout:

Kf =


11.474 ·Re−0.34417 if Re ≤ 4000

0.245 +
0.339 · 104

Re
− 0.984 · 107

Re2
+

0.133 · 1011

Re3
− 0.599 · 1013

Re4
if 4000 < Re ≤ 2 · 106

(A.26)
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A.5 Turton Cost Function: Material factor

Appendix A Cost Equations and Curves for the CAPC0ST Program

A.3 MATERIAL FACTORS AND BARE MODULE FACTORS

945

As was pointed out in Chapter 7, the costs of equipment change with changes in
the material of construction. In this section, the method of accounting for differ-
ent materials of construction is covered.

A.3.1 Bare Module and Material Factors for Heat Exchangers,
Process Vessets, and Pumps

The material factors, Fy, for heat exchangers, Process vessels, and pumps are given
in Figure A.18, with the appropriate identification number listed in Table A.3. The
bare module factors for this equipment are given by the following equation:

Csu= CiFrr= Ci(\+ BzFMFp) (A.4)

The values of the constants 81 and B, are given in Table A.4. The bare module
cost for ambient presslrre and carbon steel constructiory Cfiiy1, and the bare module
factor for the equipment at these conditions, Ffiy, are found by setting Fy and Fp
equal to unity. The data given in Tables A.3 and A.4 and Figure A.18 are average
vilues from the following references: Guthrie [1., 2], Ulrich [3], Navarrete [6],
Perry et al.l7l, and Peters and Timmerhaus [8].

(text continues on p. 949)

10 20 30

ldentification Number from llable A.3

Figure A.18 Material Factors for Equipment in Table A.3 (Averaged Data from
References f1,2,3,6, Z and 8l)Figure A.5.1: Material Factors for Heat Exchangers in table A.5.2 [43]=E(uU
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Figure A.5.2: Identification numbers for Material Factors for Heat Exchangers [43]
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Appendix B

Sodium­Salt­sCO2 System Model

B.1 Salt­sCO2 System
defocus strategy

on/off strategy

Receiver
Heliostats Field

Sun

Hot Tank

Cold Tank

Power Block

Market

Receiver Control

Power Block Control

Data Source

data.DNI

DNI_input
data.Tdry

Tamb_input

data.Wspd

Wspd_input

data.Pres

Pres_input

heliostatsFie…

parasities_input

or1

or

$

Figure B.1.1: Salt-sCO2 System
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Appendix C

HX design definition

C.1 Tube­side fluid main properties

ρ = 219 + 275.32 · 1− T

2503.7
+ 511.58 ·

( 1− T

2503.7

)0.5

(C.1)

cp = 1658.2− 0.84790 · T + 4.4541 · 10−4 · T 2 − 2.9926 · 10−6 · T−2 (C.2)

λ = 124.67− 0.11381 · T + 5.5226 · 10−5 · T 2 − 1.1842 · 10−8 · T 3 (C.3)

ln(µ) = −6.4406− 0.3958 · ln  (T ) + 556.835

T
(C.4)

C.2 Shell­side fluid main properties

ρ = −0.406 · T + 1992.9 (C.5)

cp = −0.528 · T + 1538.7 (C.6)

λ = −0.0001 · T + 0.5355 (C.7)

µ = a · T 4 + b · T 3 + c · T 2 + d · T + e (C.8)

where a = 1.685 · (10)−13 b = −6.577 · (10)−10 c = 9.764 · (10)−7 d = −6.590 · (10)−4, and
e = 0.1745.
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APPENDIX C. HX DESIGN DEFINITION

C.3 HX material main properties

ρ = 8970 (C.9)

λ = 0.01996 · T + 2.981 (C.10)

C.4 HX internal optimization
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Figure C.4.1: Sodium velocity and chloride-salt velocity function of tube outside
diameter, pass length and number of passes
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Figure C.4.2: Number of tubes and number of baffles function of tube outside diameter,
pass length and number of passes
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Appendix D

HX system­level optimization

D.1 HX Downsizing investigation
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(b) Number of tubes

Figure D.1.1: Tube outside diameter, shell diameter, tube pass length, and number of
tubes as function of the DSF
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D.2 LMTD optimization

D.2.1 Fixed inlet­outlet sodium temperature change
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Figure D.2.1: Fluid velocities and pressure losses as function of the outlet receiver
temperature

D.2.2 Variable inlet­outlet sodium temperature change
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(b) Fluid velocities and pressure losses

Figure D.2.2: HX configuration, fluid velocities, and pressure losses as function of the
receiver inlet temperature
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D.3 Maximum allowable flux on the receiver

Figure D.3.1: Maximum allowable value as function of the flow path length and of the
flow path type for the reference case
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