
Revista Facultad de Ingeniería, Universidad de Antioquia, No.100, pp. 21-34, Jul-Sep 2021

Effect of burner angle on the heat transfer of a
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ABSTRACT: In this work, a numerical analysis was performed about the effect of a
flat-flame burner incidence degree on the heat transfer of an industrial scale frit melting
furnace, which uses a flat-flame natural gas oxy-combustion burner. The thermal
performance of the furnace was evaluated by predicting the temperature distributions,
the recirculation of the combustion gases, and the heat flow to the load, using three
different geometrical configurations, differing in the inclination of the burner at 0°, 3.5°,
7° with respect to the longitudinal axis. The simulations were carried out using the
ANSYS® Fluent software. The Steady Laminar Flamelet (SFM) model, the k-epsilon
realizable model, and the discrete ordinates model were used to model combustion,
turbulence, and radiation, respectively. The weighted model of the sum of gray gases
(WSGGM) was used for the coefficient of absorption of the combustion species. It was
observed that the furnace temperature estimated with the simulations is similar to that
found in the actual process. Additionally, the simulations showed that for the angle of
7°, the flame collides with the frit, which could generate deposition of frit particles in the
internal walls of the furnace; this would affect the emissivity of the refractory material.
The 3.5degree angle showed a better distribution of heat flow to the frit and recirculation
rate compared to the burner at 0° and 7°.

RESUMEN: En esta investigación se realizó un análisis numérico del efecto del grado
de incidencia del quemador en la trasferencia de calor de un horno de fusión de
fritas a escala industrial, el cual emplea un quemador de oxicombustión de gas
natural de llama plana. Se evaluó el rendimiento térmico del horno prediciendo las
distribuciones de temperatura, la recirculación de los gases de combustión y el flujo
de calor hacia la carga, con configuraciones geométricas del quemador a 0°, 3,5°,
7°con respecto a la horizontal. Las simulaciones fueron llevadas a cabo utilizando el
software ANSYS® Fluent. Se utilizó el modelo SFM , el modelo k-epsilon realizable y el
modelo de ordenadas discretas para simular la combustión, la turbulencia y la radiación,
respectivamente. Se empleó modelo WSGGM para el coeficiente de absorción de las
especies de combustión. Se observó que la temperatura del horno estimada a través
de las simulaciones es similar a la determinada en el proceso real. Adicionalmente,
las simulaciones mostraron que para el ángulo de 7°, la llama choca contra la frita,
lo cual podría generar deposición de partículas de frita en las paredes internas del
horno, afectando la emisividad del material refractario. El ángulo de 3,5 grados mostró
una mejor distribución de uniformidad del flujo de calor hacia la frita y de la taza de
recirculación en comparación con el quemador ubicado a 0° y 7°.

1. Introduction

Ceramic frits are intermediate or semi-processed
products produced similarly to that of the glass through
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melting furnaces at temperatures around 1500°C. The
manufacturing process of the frit consists of melting the
insoluble vitreous material in water and then cooling it
suddenly. The frits are mainly used in the production of
enamels for the manufacture of ceramic floor and tiles [1].

By using Computational Fluid Dynamics simulation (CFD)
of three-dimensional geometries, the phenomenology of
melting furnaces can be studied, considering physical and
chemical parameters such as the formation of air bubbles,
radiation, and the fusion of the material; it also includes
the analysis of the radiative heat transfer, the combustion,
the formation of pollutants and the turbulent flow inside
the combustion chamber [2]. The mathematical models
that predict the behavior of a furnace in the fusion process
have been widely studied [3–5].

Previously, Possamai et al. [6] have carried out numerical
and experimental thermal analyses of furnaces for frit
production, presenting a methodology to predict the
behavior of a frit melting furnace through CFD simulation
and the measurement of experimental data. In this study,
the researchers observed that the experimental results
and the CFD simulation results are coherent since the
difference between the CFD simulations and experimental
results were insignificant. Thus, CFD simulation has been
proved to predict properly the behavior of this type of
process.

In the glass-ceramics industry and its derivatives,
the fusion of the raw material is the most demanding
process in terms of thermal energy consumption, typically
consuming around 70% to 80% of the total energy of the
process [7]. Due to the high temperature required to
carry out the fusion process [8], the energy consumption
of the ceramics process is significant. That is why it is
important to study possibilities to increase the energy
efficiency of this type of process. Generally, in the fusion
processes, the opportunities for improvement lie in the
implementation of measures such as optimization of the
oxidant-fuel ratio, improvement of the furnace insulation,
application of combustion techniques such as the use of
oxygen-enriched or oxy-combustion, preheating of the
oxidizer by means of waste heat recovery and modification
of geometric parameters.

The oxy-combustion implementation in the
high-temperature process can reduce CO2 emissions
and optimize fuel consumption [9]. Generally, the air used
in combustion is replaced by high purity oxygen (99.9%)
[10]. Mayr et al. [11] studied different O2 concentrations
in the oxidizer. They observed that the efficiency of the
furnace could be increased from 48 %vol at 21 %vol O2

up to 76 %vol at 100 %vol O2 on a temperature level of
1070 °C. This shows the fuel-saving potential of oxy-fuel

or oxygen-enriched combustion in furnaces.

Another way to increase the thermal performance
and reduce the pollutant emissions in furnaces is by
using oxidizer preheating through heat recovery systems
such as recuperators and regenerators [12–15]. For
example, some researchers [16] have performed thermal
simulations of a furnace for reheating metals with heat
recovery and have found that it is possible to reduce
fuel consumption. This reduction is associated with the
amount of heat that can be recovered during the process of
preheating the oxidizer. In addition, they observed that it
is possible to reach a 36% increase in furnace productivity.

On the other hand, the recirculation pattern in the
combustion chamber is a parameter considered to
study the heat transfer in furnaces because flue
gases recirculation inside the combustion chamber
is a very effective method for reducing maximum flame
temperatures, and therefore, the thermal formation of NO
[17, 18]. This helps increase the hot gas residence time in
the combustion chamber [19], resulting in a temperature
homogenization inside the furnace [20]. For example,
Cheong et al. [21] observed that long residence times and
a high-speed injection reduce the NO emission due to
decreasing the local peak temperatures and increasing the
recirculation rate, so NO formation reactivity decreases
and enhances the NO reburning.

The recirculation rate also depends on the discharge
direction of the reactants from the burner, which is related
to the inclination of the burner in the combustion chamber.
Currently, the literature does not report studies about the
geometric factor importance as the burner inclination in
melting furnaces concerning some important parameters
such as the recirculation rate, the temperature inside
the furnace, and the heat transfer. Therefore, in this
work, a numerical analysis was performed to study the
effect that the burner inclination with respect to the
longitudinal axis has on the heat transfer of an industrial
scale frits melting furnace, which uses a flat-flame
natural gas oxy-combustion burner. The furnace thermal
performance is evaluated by predicting the temperature
distributions, the combustion gases recirculation, and
the heat flow to the load when three different burner
inclination angles (0°, 3.5°, 7°) are set. This analysis
allows understanding the complex interaction between
turbulence, combustion reactions, and heat transfer
mechanisms in this type of furnaces and similar heating
devices, contributing to further improvements of these
processes and their energy efficiency.
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Figure 1 Frit melting furnace diagram

2. Methodology

2.1 Fusion melting furnace

Figure 1 shows a schematic representation of the frit
melting process. The studied furnace is an industrial
scale furnace. It operates with a flat-flame main burner,
set up to 7° inclination with respect to the horizontal
plane. Additionally, the furnace has a nozzle burner at
the melted frit outlet, which maintains the temperature of
the melted frit to avoid solidification before the thermal
shock with the cooling water stream. Both are natural gas
oxy-combustion burners. The frit raw material enters to
the furnace through the opposite-side wall to the burner.
Initially, it enters a flat surface, but as it advances in the
furnace, it falls to the bottom. The floor of the furnace is
inclined two degrees with respect to the horizontal plane
to allow the molten material to flow towards the exit. This
furnace also has a lateral chimney close to the burner side,
and the walls are made of refractory bricks.

2.2 CAD model and computational domain

The designed CAD model of the frit melting furnace is
shown in Figure 2, where the chimney arrangement,
the location of the burner, and the refractory walls are
observed. The three-dimensional CAD model of the
melting furnace was made from the manufacturing
drawings supplied by the company. Furnace dimensions
are 5.3 × 2.6 × 3.2 m. The main simplification to the

geometry was the removal of the steel columns of the
entire structure, which implies continuous insulation.

This model was the base for performing the Boolean
operation to extract the space inside the furnace. Three
computational domains were made, which differ each one
in the flat-flame burner inclination angle. Therefore, the
CAD model was modified in such a way that the burner
inclination was 0, 3.5, 7 degrees with respect to the
horizontal plane. The 3D geometry was modeled using
the SpaceClaim and DesignModeler tools of the ANSYS®
software. The main simplification was to assume that the
shape of the frit is rectangular.

2.3 Discretization

The discretization of the computational domains
corresponding to each inclination of the burner was
carried out following the finite volume method. Figure
3 shows one of the mesh developed. The finite volume
method allows discretizing a volume to solve numerically
the conservation differential equations in each defined
sub-volume [14]. To perform the meshing, the ICEM CFD
tool of ANSYS® was used. This tool allows generating
totally hexahedral meshes, so it is possible to decrease
the number of elements of the domain in comparison
with the tetrahedral meshes. This feature reduces the
computation time in consequence.
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Figure 2 Three-dimensional CAD model of the frit melting furnace

Figure 3 Computational domain and discretization of the frit melting furnace

2.4 Numerical simulation

The simulationswere carried out using the ANSYS®Fluent
software. To model the combustion of species and heat
transfer radiation, the Steady Laminar Flamelet (SFM)
and the discrete ordinate model (Discrete Ordinates -
DO) were used, respectively. The weighted sum of gray
gases model (WSGGM) was used for the coefficient of
absorption of the species of combustion inside the furnace.
Due to the phenomenology of the combustion process,
the k-epsilon model was used to model the turbulence.
The transport equations that govern the models are the
continuity, momentum, k and epsilon, enthalpy, DO, and
the average mixture fraction, as well as its variance. The
global continuity equation is presented in Equation 1:

∂ρ̄

∂t
+∇ · (ρ̄ṽ) = 0 (1)

Where ρ̄ is the average density, ṽ is the velocity vector and
t is the time. It should be noticed that all variables with
a straight bar above are variables with Reynolds averages,

while those with a tilde are Favre averaged variables [22,
23]. The momentum equation solved in this work is shown
in Equation 2:

∂

∂t
(ρ̄ṽ) +∇ · (ρ̄ṽṽ) =

∇ ·
[
µl

(
∇ṽ +∇ṽT

)
− 2

3
∇ · ṽ

]
−

∇ ·
(
ρ̄ṽ′v′

)
−∇p̄+ ρ̄g (2)

Where µl is the absolute laminar viscosity, p̄ is the
average pressure, and g is the gravity. In the momentum
equation, the Reynolds stresses ρ̄ṽ′v′ are modeled
following Equation 3:

ρ̄ṽ′v′ = µt

(
∇ṽ +∇ṽT

)
− 2

3

(
ρ̄k̃ + µt∇ · ṽI

)
(3)

Where k̃ is the turbulent kinetic energy k̃ = 1
2 ṽ

′v′, and the
turbulent viscosity is µt. This viscosity is obtained from the
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Equation 4:

µt = ρ̄Cµ
k̃2

ε̃
(4)

Where ε̃ is the dissipation of turbulent kinetic energy and
Cµ is 0.09 [24]. Both k̃ and ε̃ are obtained from transport
equations shown below, from k-epsilon turbulence model,
Equation 5 and 6:

∂(ρ̄k̃)

∂t
+∇·(ρ̄ṽk̃) = ∇·

[(
µl +

µt

σk

)
∇k̃

]
−ρ̄ṽ′v′ : ∇ṽ−ρ̄ε̃

(5)

∂(ρ̄ε̃)

∂t
+∇ · (ρ̄ṽε̃) =

∇ ·
[(

µl +
µt

σε

)
∇ε̃

]
−

Cε1ρ̄ | ε̃
k̃
ṽ′v′ : ∇ṽ−

Cε2ρ̄
ε̃2

k̃
(6)

Where Cε1 is 1.44, Cε2 is 1.92, σk is 1 and σε is 1.3. The
energy transport equation is solved in the enthalpy form,
as shown in Equation 7:

∂(ρ̄H̄)

∂t
+∇ · (ρ̄ṽH̄) = ∇ ·

[(
kt
Cp

)
∇H̄

]
+ Srad (7)

Where H̄ is the enthalpy,Srad is the radiation generation
term,kt is the thermal conductivity, and Cp is the specific
heat at a constant pressure. Equation 8 presents the
radiative transfer equation for the DO model:

∇ · [I(r⃗, s⃗)s⃗] + (a+ σs) I(r⃗, s⃗)

= an2σ
T 4

π
+

σs

4π

∫ 4π

0

I(r⃗, s⃗)ϕ
(
s⃗,
−→
s′
)
dΩ′ (8)

Where I is the spectral radiation intensity, a is the
absorption coefficient, σs is the scattering coefficient, σ
is the Stefan-Boltzman constant, r⃗ is the position vector,
s⃗ is the direction vector, n is the refractive index, ϕ is the
phase function, T is the absolute temperature and Ω′ is
solid angle.

The definition of mixture fraction f is presented in
the Equation 9:

f =
Zi − Zi, oxidant

Zi, fuel − Zi, oxidant
(9)

Where Z is the elementary mass fraction of species i.
The mixture fraction can be seen as a measure of the
elemental mass fraction that originates from the fuel
input. It is easy to see that in the fuel input, f is 1 and
in the oxygen input, f is 0. At any other point within the
computational domain, the mixing fraction will have a

value between 0 and 1. If the diffusivities of all chemical
species are considered equal (reasonable assumption in
turbulent flow), the definition of f is unique.

In the RANS methodology of turbulent flow simulation, the
instantaneous variable f is broken down into average f̄
and fluctuation f ′, and only transport equations are solved
for the averages [7], as it is presented in Equations [10]
and [11]:

∂(ρ̄f̄)

∂t
+∇ · (ρ̄ṽf̄) = ∇ ·

[(
µl + µt

σt

)
∇f̄

]
(10)

∂
(
ρ̄f ′2

)
∂t

+∇ ·
(
ρ̄ṽf ′2

)
=

∇ ·
[(

µl + µt

σt

)
∇f ′2

]
+

Cgµt(∇f̄)2 − Cdρ̄
k̃

ε̃
f ′2 (11)

where f̄ is the Favre average of the mixture fraction and
f ′2 is the Favre average of the variance of the mixture
fraction. σt,Cg and Cd are model constants equal to 0.85,
2.86, and 2, respectively.

The computational domain boundary conditions are
described in Figure 4. In total, the computational domain
has 9 boundaries, which are shown in Table 1. The values
of the boundary conditions were calculated from an energy
audit of the melting furnace performed by the Research
Network INCOMBUSTION. In this audit, the mass flow of
air and fuel, the composition of the fuel, and the flow of
heat through the walls were determined.

2.5 Mesh independence

To ensure that the simulation results do not depend
on the computational domain discretization, a mesh
independence analysis was performed. A total of five
meshes were evaluated, which are from 0.5, 0.7, 1.5,
2.5, 4, and 6.8 million elements. In this case, a growth
factor between the meshes of approximately 1.6 times the
previous mesh was used, to analyze the variation of the
results of a variable of interest on the isoline shows in
Figure 5. A high percentage variation of results between
the meshes represents a bad mesh independency. In
this study, The variable used how criterion for mesh
independence was the temperature on isoline.

2.6 Recirculation rate

Different authors have analyzed the recirculation mass
flow as well as the internal recirculation rate to quantize
this variable and determine the influence on the furnace
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Figure 4 Boundary conditions on the computational domain

Table 1 Boundary conditions values

Boundary Momentum - Mixture fraction Energy - Radiation

Frit Stationary wall
T= 1773.15K,

Emissivity = 0.67
Semi-transparent

Chimney Outlet P = 0 Pa T = 300K, ε = 1
Chimney Door Stationary wall q̇ = 0 W/m2 - Opaque 100% diffuse
Outlet frit P = 0 Pa T = 300K, Emissivity = 1
NG Inlet ṁ = 0.016 kg/s - f̄ = 1 T = 300K, Emissivity = 1
O2 Inlet ṁ = 0.018 kg/s f̄ = 0 T = 300K, Emissivity = 1

O2 low Inlet ṁ = 0.041 kg/s f̄ = 0 T = 300K, Emissivity = 1
Furnace Walls Stationary wall q̇ = -10000 W/m2 - Opaque 100% diffuse

Figure 5 Isoline of the temperature inside of frit melting furnace for mesh independence analysis
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performance [18, 21, 25]. To quantify internal recirculation
in a confined system, Wunning and Wunning [17] defined
a parameter known as a recirculation rate (Kv), which
is defined as the relationship between the mass flow of
recirculated flue gases (ṁr) and the sum of comburent
mass flow (ṁO2

) and fuel mass flow (ṁf ) (Equation 12).

Kv =
ṁr

ṁf + ṁO2

(12)

To determine the recirculation rate inside the furnace for
each evaluated burner inclination, mass flow analysis was
performed through 19 cutting planes parallel to plane
YZ (Figure 6), each distributed 0.25 m with respect to
the longitudinal distance X, that is, from the burner wall
towards the rear wall. Also, 11 XY planes were distributed
at 0.1 m distance in the furnace Z direction, that is, towards
the lateral walls (Figure 6). The planes were located
from X= 0.5 m to X= 5 m and Z= 0.1 m to Z= 1.1 m, thus
covering the computational domain. The data obtained in
this analysis show positive and negative mass flow values,
which represent the mass flow that gets into or get out on
the cut plane, respectively.

Figure 6 Combustion chamber planes used to determine the
recirculation

3. Results and discussion

The numerical results include the effect of different burner
angle inclination on the heat transfer of the industrial
scale frits melting furnace. This work focuses on the
temperature and fluid dynamic fields inside the furnace,
as well as the heat transfer to the frit.

3.1 Mesh independence

Figure 7 shows the temperature variation determined
along the isoline (Figure 5) for the meshes considered. It
was observed that, as the number of elements increases,
the temperature inside the furnace is better calculated
because the temperature gradients are lower. According
to this, the meshes of 6.8 and 4 million elements were the
meshes that better described the temperature inside the
furnace, compared to the other meshes studied.

Figure 8 shows the variation of the temperature along
the isoline for the meshes of 4 and 6.8 million elements.
It was observed that the difference in the prediction of
the temperature of the isoline is 2% on average. This
indicates that the variation of the temperature inside
the furnace between these two numerical simulations
is about 35 K, an insignificant considering that the
temperature inside the furnace reaches values of up to
2630 K. Similarly, the procedure proposed by Celik et al.
[26] was performed to estimate the uncertainty due to the
discretization in CFD. The fine-grid convergence index is
1.7%, indicating independence of the results with respect
to the discretization used. Therefore, it was considered
that the 4 million element mesh adequately predicts
the temperature inside the furnace at a reasonable
computational cost, and the results presented in the
following sections were performed using that mesh.

3.2 Recirculation effect

The recirculation rate was evaluated, as well as the
recirculation mass flow inside the combustion chamber
using different planes created along X and Z length. Figure
9 shows the recirculation rate (Kv) variation with respect
to furnace length when the burner had an inclination of
0°, as well as a furnace top view showing the streamlines.
It was observed that two recirculation zones are formed
inside the combustion chamber in a clockwise direction
with respect to the Y-axis, as well as a small recirculation
at the chimney outlet. The recirculation rate, in this case,
is maximum at an X length of 3.25 m where Kv reaches
the value of 7.33. The recirculation zone is approximately
2.25 m, starting at 2 m and finishing 4.25 m inside the
combustion chamber.

Figure 10 shows the Kv variation for the furnace
with the burner operating at 3.5° inclination, as well as
a furnace top view where the streamlines are illustrated.
The recirculation zone is approximately 1.5 to 3.5 m in
the X direction, with Kv being maximum at approximately
2.5 m of the furnace length. Two recirculation zones
were identified with respect to the Y-axis. In addition,
the relation between Z and Kv showed two peaks which
coincide with the two main recirculation zones of the
furnace operating at 3.5°.

27



J. L. Rentería Peláez et al., Revista Facultad de Ingeniería, Universidad de Antioquia, No. 100, pp. 21-34, 2021

Figure 7 Temperature variation with respect to x position for different meshes

Figure 8 Temperature variation with respect to x position for meshes of 4 and 6.8 million of the elements

Similarly, Figure 11 shows the recirculation rate inside
the combustion chamber for the furnace operating with
the burner at 7° inclination, as well as the streamlines
inside the furnace in a lateral and top view, Figure 11 (a)
and (b) respectively. It was observed that the recirculation
of flue gases covers a larger area starting from 1.25 m
and reaching 4.7 m of the axial length. In general, several
recirculation zones are observed with respect to the Y-axis
as shown in Figure 11. At 7° inclination, was observed a
vertical recirculation. This behavior is due to reactants’
streamlines hitting on the frit surface and generating a
different recirculation pattern compared with the burner
setup with 0 and 3.5 inclination degrees.

Figure 12 shows a direct comparison of the recirculation
rate variation with respect to the X distance for burner
inclination at 0, 3.5, and 7°. The furnace operating with
the burner inclination at 7° shows a greater recirculation
zone with respect to the operation with 0° and 3.5°, which
is approximately 3 m long. The maximum value of Kv

was obtained for the burner inclination at 0°. However,
the recirculation zone for that case is the narrowest. As
recirculation favors the residence time of the combustion
gases inside the combustion chamber, larger recirculation
rates have a positive effect on the homogeneity of the
temperature inside the furnace. Thus, the inclination
at 3.5° represents an improvement in the temperature
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Figure 9 0° burner, top view streamlines, and recirculation rate variation

Figure 10 3.5° burner, top view streamlines, and recirculation variation

homogeneity since the maximum recirculation rate is
higher in length near to the burner, generating a local
dilution of the reactants with flue gases; likewise, flame
temperature peaks are avoided.

3.3 Temperature inside the furnace

Figure 13 shows the temperature profile in a slide plane on
the computational domain with the burner at 0°, 3.5°, 7°.
The burner inclination changes the thermal distribution
inside the furnace because when the burner inclines, it
tilts the flame and generates a direct thermal contact

zone with the frit. In general, the temperature inside
the furnace is similar to the temperature in the actual
process for each of the angles evaluated. Nevertheless,
the furnace with the burner at 3.5° showed a better
temperature homogeneity compared to the two other
angles evaluated, as can be inferred from the larger
volume of the combustion chamber with temperature in
the same range.

Figure 14 shows an estimate of flat flame size for the
different incidence angles studied in this work. This
estimate was obtained by using an isothermal surface,
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Figure 11 7° burner, lateral (a) and top (b) view streamlines and recirculation variation

Figure 12 Recirculation rate variation to different burner angles

where the temperature was set at 1850 K. The flame with
the burner at 3.5° shows a slightly larger length compared
to the other two inclinations, reaching an approximate
length of 3 m. TheKv peak in the burner operating at 3.5°
is closer to the burner, which implies a larger reactants
dilution with the combustion gases likewise combustion
takes place in a larger volume in the combustion chamber.

The behavior observed is similar to flameless combustion,
which seeks to generate a distributed flame along the
combustion chamber, thus suppressing the visible flame
front [27]. This favors the temperature uniformity inside
the combustion chamber. In a similar study, Possamai
et al. [28] evaluated the heat transfer performance and
internal flow in a frit melting furnace, operating with a
concentric oxy-fuel combustion burner, observed that the
generated combustion flame covers a wide space inside
the combustion chamber.

Figure 15 shows the furnace walls temperature contours
analyzed for each burner inclination degree evaluated. It
was observed that wall temperature is uniform; however,
for the burner inclined 7° case, some temperature peaks
are seen in the upper zone of the furnace, as well as in the
lower lateral zone, which is likely due to the non-uniform
recirculation observed at this inclination angle (Figure
11). On the other hand, the burner at 3.5° shows a wall
temperature similar to that obtained at 7°, with the
difference that it does not have areas with temperature
peaks, which confirms the temperature homogeneity for
this burner inclination.

3.4 Heat transfer to the load

The heat flux was analyzed on the frit, and it is shown
in Figure 16. It was observed that the heat flux on the
frit is greater in the area where the flame has a higher
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Figure 13 Temperature contour for 0° (a), 3.5°(b) and 7° (c) inclinations

Figure 14 Isothermal surfaces for the burner at 0, 3.5, and 7 inclination degrees

incidence (approximately the center of the furnace). After
this area, the heat flux begins to decrease gradually in
the computational domain with the burner at 7° and 3.5°.
For the computational domain of the burner inclination
at 0°, the heat flux towards the frit is less uniform. The
maximum heat flow reached is 1.79×105 W/m2 for the
computational domain with the burner at 7°; however, the
burner with the angle at 3.5° shows a better distribution
of the heat flow on the frit, which is consequent with the
better temperature homogeneity described above. For the
3 cases evaluated, the heat loss through the walls of the
furnace is approximately 346 kW. This value is similar to
the heat loss calculated through the energy audit.

Figure 17 shows the average heat flux on the frit boundary
condition (bars), as well as the heat flux variance (line)
with respect to each inclination degree evaluated. It was

observed that as the angle of inclination increases, the
average heat flux on the surface increases. However,
the variance of heat flux is lower for a 3.5° angle, which
indicates a smaller fluctuation of the heat flux values
on the surface. This means that a larger heat flux
homogeneity on the vitreous material surface was reached
for the 3.5° setup.

In general, the numerical simulation showed greater
temperature uniformity, as well as greater uniformity of
heat transfer to the load with the burner inclination at
3.5°. The operation with the burner at 0° decreases the
heat transfer to the load. With the burner operating at
7°, the heat transfer is maximum, but the streamlines hit
the vitreous material, generating a lifting of particles and
deposition on the furnace walls. This could reduce the
furnace walls’ refractory capacity. In the same way, the
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Figure 15 Furnace walls temperature contours

Figure 16 Heat flux contour on the frit for 0° (a), 3.5° (b), and 7° (c) inclinations

temperature peaks observed with the burner inclination at
7° could generate thermal abrasion on the furnace walls,
which reduces the furnace’s useful life, thus increasing
operating costs [6, 29].

4. Conclusions

Using CFD simulation, the heat transfer performance in
a frit fusion furnace with a flat burner was analyzed by
estimating the temperature contours, the recirculation
of the combustion gases, and the heat transferred
to the load. The models used and the discretization
carried out adequately predict the combustion behavior

of flat oxy-fuel combustion inside the furnace since the
temperature inside the furnace is similar to that of the
real process.

The furnace with the burner inclined at 7° showed
that streamlines hit the frit, which can generate the rise
of frit particles that could be deposited on the furnace
walls, causing a decrease in the refractory performance.
In addition, the recirculation flow can generate wear of the
refractory walls inside the furnace.

The inclination at 3.5° showed an improvement in
the temperature homogeneity since the maximum

32



J. L. Rentería Peláez et al., Revista Facultad de Ingeniería, Universidad de Antioquia, No. 100, pp. 21-34, 2021

Figure 17 Average heat flux (bars) and variance of heat flux
(line) at 0, 3.5, and 7 burner inclination

recirculation rate is higher in length near to the burner,
which generates a local dilution of the reactants with flue
gases, and flame temperature peaks are avoided. On the
other hand, the burner at 3.5° showed a wall temperature
similar to that obtained at 7°, with the difference that
it does not have areas with temperature peaks, which
confirms the temperature homogeneity for this burner
inclination.

The variance of heat flux is lower for a 3.5° angle,
which indicates a smaller fluctuation of the heat flux
values on the surface. This means that a larger heat flux
homogeneity on the vitreous material surface was reached
for this arrangement.

The furnace with the burner at 3.5° showed a better
heat distribution on the frit. Additionally, streamlines do
not hit the frit, and the generation of a detachment of
particulate material can be avoided. Therefore, it can be
inferred that the configuration at 3.5° of inclination of the
flat flame burner is a more suitable configuration for the
fusion of frits compared to the angles of 0 and 7 degrees.

5. Competing interest

We declare that we have no significant competing interests
including financial or non-financial, professional, or
personal interests interfering with the full and objective
presentation of the work described in this manuscript.

6. Acknowledgments

We express our gratitude to COLCIENCIAS for the financing
of INCOMBUSTION Fase II, specifically the project
”Evaluación de la viabilidad técnica de un prototipo a escala
para la implementación de un sistema de regeneración de
calor en un horno de fritas operando enmodo oxicombustión”,

as well as the work team of this project.

References

[1] A. Barba, J. C. Jarque, M. Orduña, and M. F. Gazulla, “Kinetic
model of the dissolution process of a zirconium white frit: Influence
of the specific surface area,” Glas. Technol. Eur. J. Glas. Sci.
Technol. Part A, vol. 57, no. 4, August 2016. [Online]. Available:
https://doi.org/10.13036/17533546.57.4.033

[2] M. G. Carvalho and M. Nogueira, “Modelling of glass melting
industrial process,” J. Phys. Iv, vol. 3, no. C7, November 1993.
[Online]. Available: https://doi.org/10.1051/jp4:19937208

[3] Y. Tu and et al, “MILD combustion of natural gas using low
preheating temperature air in an industrial furnace,” Fuel Process.
Technol., vol. 156, February 2017. [Online]. Available: https:
//doi.org/10.1016/j.fuproc.2016.10.024

[4] M. Falcitelli, S. Pasini, and L. Tognotti, “Modelling practical
combustion systems and predicting NOx emissions with
an integrated CFD based approach,” Comput. Chem. Eng.,
vol. 26, no. 9, September 15 2002. [Online]. Available:
https://doi.org/10.1016/S0098-1354(01)00771-2

[5] B. Mayr, R. Prieler, M. Demuth, and C. Hochenauer, “The
usability and limits of the steady flamelet approach in oxy-fuel
combustions,” Energy, vol. 90, Part 2, October 2015. [Online].
Available: https://doi.org/10.1016/j.energy.2015.06.103

[6] T. S. Possamai, R. Oba, and V. P. Nicolau, “Numerical and
experimental thermal analysis of an industrial kiln used for frit
production,” Appl. Therm. Eng., vol. 48, December 15 2012. [Online].
Available: https://doi.org/10.1016/j.applthermaleng.2012.05.025

[7] T. S. Possamai, “Análise térmica numérica experimental de um
forno de fusão de vidrados cerâmicos a gás natural,” Ph. D.
dissertation, Centro Tecnológico, Universidade Federal de Santa
Catarina, Florianópolis, Brasil, 2014.

[8] B. A. Herrera, L. H. Copete, J. M. Gutiérrez, and R. A. Ortega,
“Simulación numérica de la combustión con aire enriquecido en un
horno de fusión de fritas,” TecnoLógicas, November 2013. [Online].
Available: https://doi.org/10.22430/22565337.384

[9] N. Perrin and et al, “Oxycombustion for coal power plants:
Advantages, solutions and projects,” Appl. Therm. Eng., vol. 74,
January 5 2015. [Online]. Available: https://doi.org/10.1016/j.
applthermaleng.2014.03.074

[10] R. Stanger and et al, “Oxyfuel combustion for CO2 capture in
power plants,” Int. J. Greenh. Gas Control, vol. 40, September 2015.
[Online]. Available: https://doi.org/10.1016/j.ijggc.2015.06.010

[11] B. Mayr, R. Prieler, M. Demuth, M. Potesser, and C. Hochenauer,
“Cfd and experimental analysis of a 115 kw natural gas fired
lab-scale furnace under oxy-fuel and air-fuel conditions,” Fuel, vol.
159, November 1 2015. [Online]. Available: https://doi.org/10.1016/
j.fuel.2015.07.051

[12] G. M. Choi and M. Katsuki, “Advanced low NOx combustion using
highly preheated air,” Energy Convers. Manag., vol. 42, no. 5, March
2001. [Online]. Available: https://doi.org/10.1016/S0196-8904(00)
00074-1

[13] V. C. and et al, “Blast furnace gas based combustion systems in
steel reheating furnaces,” Energy Procedia, vol. 120, August 2017.
[Online]. Available: https://doi.org/10.1016/j.egypro.2017.07.215

[14] T. Görüney and et al, “Oxy-fuel tableware furnace with novel
oxygen-and natural gas preheating system,” in 77th Conference
on Glass Problems: Ceramic Engineering and Science Proceedings,
S. Sundaram, Ed. John Wiley & Sons, 2017, pp. 73–82.

[15] G. M. Choi and M. Katsuki, “Efficiency analysis of air-fuel and
oxy-fuel combustion in a reheating furnace,” Int. J. Heat Mass
Transf., vol. 121, June 2018. [Online]. Available: https://doi.org/10.
1016/j.ijheatmasstransfer.2017.12.110

[16] F. A. D. Oliveira, J. A. Carvalho, P. M. Sobrinho, and A. de Castro,
“Analysis of oxy-fuel combustion as an alternative to combustion
with air in metal reheating furnaces,” Energy, vol. 78, December 15

33

https://doi.org/10.13036/17533546.57.4.033
https://doi.org/10.1051/jp4:19937208
https://doi.org/10.1016/j.fuproc.2016.10.024
https://doi.org/10.1016/j.fuproc.2016.10.024
https://doi.org/10.1016/S0098-1354(01)00771-2
https://doi.org/10.1016/j.energy.2015.06.103
https://doi.org/10.1016/j.applthermaleng.2012.05.025
https://doi.org/10.22430/22565337.384
https://doi.org/10.1016/j.applthermaleng.2014.03.074
https://doi.org/10.1016/j.applthermaleng.2014.03.074
https://doi.org/10.1016/j.ijggc.2015.06.010
https://doi.org/10.1016/j.fuel.2015.07.051
https://doi.org/10.1016/j.fuel.2015.07.051
https://doi.org/10.1016/S0196-8904(00)00074-1
https://doi.org/10.1016/S0196-8904(00)00074-1
https://doi.org/10.1016/j.egypro.2017.07.215
https://doi.org/10.1016/j.ijheatmasstransfer.2017.12.110
https://doi.org/10.1016/j.ijheatmasstransfer.2017.12.110


J. L. Rentería Peláez et al., Revista Facultad de Ingeniería, Universidad de Antioquia, No. 100, pp. 21-34, 2021

2014. [Online]. Available: https://doi.org/10.1016/j.energy.2014.10.
010

[17] J. A. Wünning and J. G. Wünning, “Flameless oxidation to reduce
thermal no-formation,” Prog. Energy Combust. Sci., vol. 23, no. 1,
1997. [Online]. Available: https://doi.org/10.1016/S0360-1285(97)
00006-3

[18] J. Li, X. Zhang, W. Yang, and W. Blasiak, “Effects of flue gas internal
recirculation on NOx and SOx emissions in a co-firing boiler,” Int.
J. Clean Coal Energy, vol. 2, no. 2, May 2013. [Online]. Available:
https://doi.org/10.4236/ijcce.2013.22002

[19] I. D. Palacio, P. N. Alvarado, and L. F. Cardona, “Numerical
simulation of the flow and heat transfer in an electric steel
tempering furnace,” Energies, vol. 13, no. 14, July 15 2020. [Online].
Available: https://doi.org/10.3390/en13143655

[20] J. L. Suarez, A. A. Amell, and F. J. Cadavid, “Numerical analysis of
internal recirculation into a radiant tube without internal ignition,”
Rev. Soluciones Postgrado EIA, vol. 10, pp. 117–132, Jan. 2013.

[21] K. P. Cheon and et al, “Premixed MILD combustion of propane in
a cylindrical furnace with a single jet burner: Combustion and
emission characteristics,” Energy and Fuels, vol. 32, no. 8, July 3
2018. [Online]. Available: https://doi.org/10.1021/acs.energyfuels.
8b01587

[22] J. H. Ferziger and M. Perić. (2002) Computational methods for fluid
dynamics. [Springer]. [Online]. Available: https://bit.ly/2Juw7rS

[23] T. Poinsot and D. Veynante, Theoretical and Numerical Combustion,

2nd ed. R.T. Edwards, Inc., 2005.
[24] T. H. Shih, W. W. Liou, A. Shabbir, Z. Yang, and J. Zhu, “A new k-

ϵ eddy viscosity model for high reynolds number turbulent flows,”
Comput. Fluids, vol. 24, no. 3, March 1995. [Online]. Available:
https://doi.org/10.1016/0045-7930(94)00032-T

[25] C. Lezcano, A. Amell, and F. Cadavid, “Cálculo numérico del factor
de recirculación en hornos de combustión sin llama,” DYNA, vol. 80,
no. 180, pp. 144–151, Aug. 2013.

[26] I. B. Celik, U. Ghia, P. J. Roache, and C. J. Freitas, “Procedure
for estimation and reporting of uncertainty due to discretization in
CFD applications,” J. fluids Eng. ASME, vol. 130, no. 7, July 22 2008.
[Online]. Available: https://doi.org/10.1115/1.2960953

[27] J. D. Echavarría and A. A. Arrieta, “Estudio del régimen de
combustión sin llama ante la variación de la carga térmica,” Ing. y
Cienc., vol. 13, no. 25, pp. 185–208, Jan. 2017.

[28] T. S. Possamai, R. Oba, and V. D. P. Nicolau, “Numerical simulation
of a ceramic kiln used in frits,” in 20th International Congress
of Mechanical Engineering, Gramado, RS, Brazil, 2009. [Online].
Available: https://bit.ly/3mm8G2z

[29] T. S. Possamai and R. Oba and V. P. Nicolau, “Investigation and
experimental measurement of an industrial melting furnace used
to produce sodium silicate,” Appl. Therm. Eng., vol. 85, June 25 2015.
[Online]. Available: https://doi.org/10.1016/j.applthermaleng.2015.
04.019

34

https://doi.org/10.1016/j.energy.2014.10.010
https://doi.org/10.1016/j.energy.2014.10.010
https://doi.org/10.1016/S0360-1285(97)00006-3
https://doi.org/10.1016/S0360-1285(97)00006-3
https://doi.org/10.4236/ijcce.2013.22002
https://doi.org/10.3390/en13143655
https://doi.org/10.1021/acs.energyfuels.8b01587
https://doi.org/10.1021/acs.energyfuels.8b01587
https://bit.ly/2Juw7rS
https://doi.org/10.1016/0045-7930(94)00032-T
https://doi.org/10.1115/1.2960953
https://bit.ly/3mm8G2z
https://doi.org/10.1016/j.applthermaleng.2015.04.019
https://doi.org/10.1016/j.applthermaleng.2015.04.019

	Introduction
	Methodology
	Fusion melting furnace
	CAD model and computational domain
	Discretization
	Numerical simulation
	Mesh independence
	Recirculation rate

	Results and discussion
	Mesh independence
	Recirculation effect
	Temperature inside the furnace
	Heat transfer to the load

	Conclusions
	Competing interest
	Acknowledgments

