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Abstract

Forced-air cooling is a widely used pre-cooling process that enables the New Zealand horticultural
industry, valued at over NZD $8B in 2016, to maintain the quality of perishable exports. In the typical
systems used in New Zealand’s horticultural industry, forced-air cooling involves stacking fruit boxes
into pallets, which are stacked together in a refrigerated room, and a fan is used to create a pressure
drop through the pallets. This forces cold air through the packaging ventilation and over the fruit,
facilitating heat transfer and rapidly cooling the product from the field heat (~20 °C) to the storage

temperature (0-2 °C), thus prolonging shelf life and preserving fruit quality.

Package design is linked with cooling performance, as the specifics of the ventilation (i.e. placement
and size of vents in the boxes) results in different airflow patterns. Unfortunately, it is not well
understood how to predict the performance of a hypothetical design, which is partly why in industry
and academia there has been a focus on package design testing — where through experimental or
computational means, the performance of a given design is thoroughly tested. Trial-and-error
experimental work represents a steep materials cost, and construction and validation of detailed
mathematical models can be a highly arduous and specialised task. It would therefore be beneficial to
the New Zealand horticulture industry and academia to have a suite of methodologies that can simply
and rapidly predict performance of a hypothetical package design. It was proposed that such methods
are based upon mathematical modelling, with a focus on flexibility, computational efficiency, and
automation. The goal is that such a model can be used to rapidly develop mathematical descriptions of
a wide variety of products and cooling scenarios, and if integrated with optimisation routines, will allow

swift iteration toward an optimised design.

To meet this goal a new interpretation of the zonal modelling approach was developed and validated at
the single box scale for the forced-air cooling of modular bulk packages of polylined kiwifruit —
kiwifruit representing the largest horticultural crop in New Zealand (worth NZD $1.7B in 2016). The
model focused on developing a simplified heat transfer model, with airflow considerations being a

separate research project. The model is fast — with heat transfer solution times on the order of 1-2



seconds; flexible — as the model will solve for any input geometry; and automated — as the model was
capable of algorithmically generating the zonal network, requiring no manual input beyond initial

configuration settings.

A random stacking model was also developed to complement the heat transfer model. This is capable
of automatically generating a realistic bulk fruit geometry inside of any package size or shape in only
150 seconds, relying on only a shape equation for Kiwifruit and a weight distribution index as inputs.
The stacking model can also simulate the presence of a polyliner wrapping, which is used in many
horticultural packaging systems, including for many kiwifruit systems. The model was validated against
empirically measured bulk fruit shapes, collected via CT scanning. The random stacking model
increased the flexibility of the methodology and opened up the design space considerably for building
models of a wide variety of package designs and products, without requiring physical prototypes or
requiring “idealised” packaging configurations. The stacking model has an added functionality of

predicting the volumetric efficiency of different package types.

Cooling uniformity was identified as a key performance metric for the forced-air cooling process. The
airflow pattern imposes a range of rates of cooling for different fruit positions throughout the same
pallet. This can have large impacts on the quality and shelf-life of individual fruit, which causes
significant logistical problems for pack-house/product managers. A new quantitative heterogeneity
index was developed, capable of condensing total process heterogeneity into one dimensionless number,

the Overall Heterogeneity Index, or OHI.

This suite of tools can be used for a variety of tasks. Although the modelling work was only applied to
the forced-air cooling of polylined kiwifruit inside of modular bulk packages, building models for other
crops, package designs and cooling scenarios is trivial to implement. The speed of the zonal heat transfer
model makes it ideal for integration with an iterative optimisation routine, so that many hundreds or
thousands of designs can be investigated in a short period of time. The heat transfer model could also
be combined with a machine learning algorithm (such as a genetic algorithm) to iteratively approach an
optimised design. However, such an implementation requires an equally fast and flexible pallet scale

airflow model, which remains a task for further work.
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Nomenclature

English Symbols

A — area, m?

a — translational acceleration (m-s2)

a, b, c —empirical constants

By, By, B; — planar cut positions for zones
C — specific heat capacity, J-kg*-°C !

¢ — index

Cij — Connectivity Matrix

CP — cumulative proximity

CTynumper — CT number

Cxyz — Coordinate Matrix

ds — equivalent mean particle diameter, m
D — permeance, m-s!

d — diameter, m

d. — characteristic distance, m

dun — average voxel distance, m

dwm — distance between a voxel and a surface voxel, m

Dy, Dy, L — dimensions of a kiwifruit, m

dX, dY, dZ — dimensions of zones

dx, dy, dz — dimensions of voxels, m
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e — coefficient of restitution

e — experiment index

E;otqr — residual between experiment and model, °C-h
F —force, kg-m-s2

F — Forchheimer coefficient, m*

F —volume force, N-m?

Fy ¢. — natural convection correction factor

G — gravity force, kg-m-s2

g — acceleration due to gravity, m-s?

Gr — Grashof number, dimensionless

H — moment of force, kg-m?-s2

h - heat transfer coefficient, W-m2.°C*

H,, H,, H; — height of package ventilation, m
HI — heterogeneity index, °C or K

I — identity matrix

I —inertia, kg

I —number of elliptical disks

K, — intrinsic permeability, m?

K — permeability, m?.s!

L,qp — latent heat of vaporisation, 2260 kJ-kg™
L — characteristic length, m
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L4, Ly, L3 — length of package ventilation, m
m — moisture flux, kg water-s™

M — mass, kg

m — index

n — index

n — normal vector

Ng — number of kiwifruit in a box

N¢otar — NUMber of zones

Nu — Nusselt number, dimensionless

Ny, Ny, N; —number of zones in the X, Y and Z directions
o —index

OHI — overall heterogeneity index, dimensionless
p. — contact point

P — pressure, Pa

p — position index

P;, P,, P; — position of package ventilation, m
Pr — Prandtl number, dimensionless

Py, Py, P, — polyliner dimensions, m

Q — volumetric flowrate, m3-s*

r —random number

R — resistance, m?.°C-W
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Ra — Rayleigh number, dimensionless
R¢o, — rate of CO, production, mol-kg*-s*
Re — Reynolds number, dimensionless

S — fruit shoulder coefficient

Sc — Schmidt number, dimensionless

Sh — Sherwood number, dimensionless

T — temperature, °C

t —time, h

TKE — turbulent kinetic energy, m?.s
Towen — Owen’s T function

Tu — turbulence intensity, dimensionless

u - velocity, m-s*

V — volume, m?

W — weight, kg

X, Y, Z — Cartesian coordinates, m

Y — Fractional Unaccomplished Temperature Change, dimensionless
Greek Symbols

« — rotational acceleration (rad-s?)

a — shape factor

B — thermal expansion coefficient, K!

6 — collision margin, m
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& — porosity, m3-m3

O ruic — Pixel/voxel threshold

Oseqrcn — S€arch radius

6 —angle, °

Kk — thermal diffusivity, m?-s?

A, — effective thermal conductivity of the packed bed, W-m*.°C 1
A —thermal conductivity, W-m*.°C 1

Unmaterial — X-ray absorption coefficient for the material
tsur s — coefficient of friction

Uwater — X-ray absorption coefficient for water

u — fluid viscosity, Pa-s

& — location factor

p — density, kg-m™®

Oyqq — Stefan—Boltzmann constant (5.67x10°8 W-m2.K*
o — standard deviation

T — characteristic index of process progression, s-s

v — kinematic viscosity, m2-s

w — scale factor

€ — emissivity, dimensionless

¢ — heat flux, W or J-s
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Miscellaneous Symbols

«, =, 1,1, ®, © - zonal adjacency

B, — height of chute, m

By, By, B, — inner dimensions of a package, m

K — kiwifruit

Px, Py, Pz — polyliner dimensions, m

IP - zonal properties

P — pixel

v — voxel

Subscripts

A A — air phase

cond cond — conduction

conv  conv — convection

diff  diff — diffusion

eff ef f — effective

evap evap — evaporation

Exp  Exp —experimental

ext ext — external

f f —final

i i —initial

i i —zone i, index
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ii ii — intra-zonal

ij ij — inter-zonal

int int — internal

j J —zone j, index

Mod Mod — Model

@) 0 — bulk air phase

P P — packaging phase

p p — product (fruit)

rad rad — radiation

ref ref — refrigerated fluid (in context, air)
S S —solid, or fruit, phase
surf  surf —surface

t t —time

tot tot — total

Z Z — phase

Za Z, — primary phase

Zb Zp — secondary phase
Mathematical Operators

&, — standard normal cumulative distribution
¢ — standard normal distribution
A - difference
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V - partial derivative with respect to all directions in Cartesian space

d — total derivative

Q — surface (robin boundary conditions)

0 — partial derivative

Abbreviations

AVDC — Average Voxel Distance Calculator

CFD — Computational Fluid Dynamics

CPRR — Centre for Postharvest and Refrigeration Research

CT — Computed Tomography

DEM - Discrete Element Modelling

DNS — Direct Numerical Simulation

FUTC — Fractional Unaccomplished Temperature Change

HCT — Half-Cooling Time, h

OECT - One Eighths Cooling Time, h

SECT - Seven Eighths Cooling Time, h

SN — Skew-Normal

VSD — Variable Speed Drive
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Chapter 1

Introduction and Literature Review

1.1: Background and Context

The value of the New Zealand horticultural sector exceeded NZ $8B in 2016, with over 60% coming
from exports to foreign markets (Aitken and Hewett, 2016). Considering that fresh horticultural
products are perishable, these volumes are particularly impressive as New Zealand is an island nation,
thousands of kilometres from the nearest international port, a distance representing weeks or months of
travel time by sea. Despite the obstacles, New Zealand maintains a reputation for exporting some of the
highest quality fresh produce in the world (Coriolis and New Zealand Ministry of Business, Innovation
and Employment, 2017), which is accomplished through advances and innovations in packaging and
refrigeration technology (Han, 2014; Carson and East, 2017). A key process that allows the quality of
horticultural products to be maintained as it moves through the supply chain is pre-cooling. This is a
specialised cooling operation designed to quickly and efficiently remove the field heat from a product
immediately after harvest, which can have significant shelf-life and quality benefits over longer time
cooling processes (ASHRAE, 2010; Boyette et al., 1989; Boyette et al., 1990; Fraser, 1998). The most
common pre-cooling process is forced-air cooling, where fans are used to create a pressure drop through
a stacked pallet of produce, forcing refrigerated air through the packaging structure to exchange heat
with the product inside (de Castro et al., 2004; Zou et al., 2006a). There is a synergy between the
package design and the performance of a forced-air cooling process. Package ventilation can change
the airflow pattern through the pallet, impacting the cooling rate and level of temperature uniformity.
For the New Zealand horticultural industry to continue to grow, the performance of the forced-air

cooling process must be optimised through package optimisation.

In industry and academia there has been a focus on package design testing. Either through experimental
or computational means, the performance of a given package design is thoroughly tested

(for example, Ferrua and Singh, 2009a). Innovative designs can be imagined and tested, but each new
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design is an isolated invention. In other words, most packaging design testing is focussed around
evaluating the performance of a package and it is difficult to draw conclusions that can be usefully used
to design the next package. This is because there is currently a lack of detailed understanding of how
the various design elements of package design (package size, package shape, vent size, vent number,
vent shape and vent position) combine to cool the product inside the stacked containers. This trial-and-
error approach to package design is restrictive to innovation — fabricating newly imagined packages and
filling them with fruit for experimental cooling trials can represent a large material cost, and the time
during which experiments can be performed is limited to when the fruit is in season (Redding et al.,
2016). A detailed mathematical model can also take several years to fully develop and validate, but as
noted have so far been largely ‘case specific’ with little cross applicability to other products or package
designs (Zou et al., 2006a). Intensive computational resources and a considerable amount of
computational time is also often required to solve the model (Ferrua and Singh, 2009c;
Defraeye et al., 2014). Thus, there is little practical, systematic capability to design a package for a
specific function; or to use the performance of one package design to inform the design of the next. It
would therefore be beneficial to the New Zealand horticulture industry and academia to have a
methodology or suite of methodologies that would inform the performance of a particular package
design system. It is proposed that these methods are based upon mathematical modelling, with a focus
on flexibility — so that many different types of packages and products can be investigated — and
computational efficiency — so that the model can be integrated into an optimisation procedure. This will
allow rapid iteration toward an optimised design that satisfies a particular function. It is the goal of this

thesis to develop such a model.

While the goal is to develop a flexible modelling methodology that can be applied to any horticultural
product in a wide variety of palletised packaging systems, the primary context of this thesis project is
the New Zealand kiwifruit industry. Kiwifruit represents the largest New Zealand fresh horticultural
export at NZD $1.7B in 2016 (Aitken and Hewett, 2016), with an intention to grow to NZD $4.5B by
2025 (Zespri® International, 2017). This project therefore is focused on the forced-air cooling of count

36 Hayward Green kiwifruit (Actinidia deliciosa) — count 36 is a weight based grading category —
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packaged into ‘modular bulk’ packages containing approximately 102 kiwifruits, totalling 10.3 kg per
box. The fruit within the box is wrapped in a polyliner, a thin plastic bag designed to retain saleable
moisture weight and prevent shrivelling. The model should be developed so that it can be applied to
other systems with minimal additions. Other systems include static cooling and cooling without a
polyliner, and variations in fruit size, shape, and other properties. However, the model may not be

validated or developed in detail outside of the primary context.

This project was funded by the New Zealand Ministry of Business, Innovation and Employment
(MBIE) with important stakeholder industrial partners including Zespri® International and OJI Fibre
Solutions (Fibreboard Packaging Design Project (MAUX1302)). This project is part of a bigger, multi-
PhD project at Massey University, with multiple researchers investigating both the mechanical strength

properties and cooling implications of fibreboard package design.

1.2: Literature Review

1.2.1: New Zealand Export Industry

New Zealand is dependent on international markets as a major source of commerce and trade. Total
exports in the year 2016 (ending in March) were over NZD $70B, an increase of over 450% since 1990
(Statistics NZ, 2017a). Perishable food products represented a large proportion of the total export
earnings, with NZD $11.2B in dairy, NZD $5B in horticultural produce and NZD $6.6B in meat exports
(Statistics NZ, 2017a). The magnitude of wealth generated from the New Zealand agricultural sector
would not be possible without advances in packaging and mechanised refrigeration technologies that
preserve the quality of perishables as they are transported incredible distances to foreign consumers
(Han, 2014) —see Figure 1.1 for a breakdown of export destinations by value. It has even been suggested
that without these innovations, New Zealand may have become part of Australia
(Carson and East, 2017). For the New Zealand export market to continue to grow, it must continue to

innovate in the areas of package design and refrigeration.

The term ‘supply chain’ is used when describing a transport system that moves a product from the
supplier to the customer (Fahimnia et al., 2015). Easily perishable products, such as fresh horticultural

3
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produce, require a more sophisticated system to ensure quality is preserved while in transit. Placing a
strong emphasis on the prevention of damage to the product, steps are taken to mitigate mechanical
damage through the use of packaging, as well as biological damage through the use of refrigeration
(Restuccia et al., 2010). When a supply chain incorporates temperature control it is instead known as
the ‘cold chain’. The cold chain implies a supply chain that consists of a series of unbroken storage and
transportation stages that all maintain the same low temperature and atmospheric conditions (Hundy et
al., 2008). An estimated 60% of all New Zealand food exports are shipped in a refrigerated state (Carson

and East, 2017).

In general, the horticultural export cold-chain can be summarised as the following series of processing
and handling stages: Farm — Harvest — Pre-Cooling — Export — Consumer (Carson and East, 2017;
Bachmann and Earles, 2000). The fruits and vegetables produced during the Farm stage are picked,
sorted and packaged in the Harvest stage (Mitchell, 1987; Pathare and Opara, 2014). The Pre-Cooling
stage is the first ‘cold’ stage of the horticultural cold chain, and is where the product temperature is
rapidly reduced, in bulk, from the field temperature (in New Zealand, usually around 20-30°C,
depending on local conditions) to the storage temperature (or near to; usually between 0-5°C, depending

on the specific product; Fraser, 1998).
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Figure 1.1: Exports from New Zealand to international markets over 2016-2017. Colours represent
export values in NZD $ millions. This work is based on/includes Statistics NZ (2017b) data, which are
licensed by Statistics NZ for re-use under the Creative Commons Attribution 4.0 International licence.

If the cold chain is properly designed and operated, the product will then remain at the storage
temperature for the remainder of its journey, with the Export stage including all storage and transport
stages that deliver product from New Zealand to foreign shelves — this may include long-term
refrigerated storage (weeks or months), refrigerated transport within New Zealand to port or staging
areas, refrigerated shipment via sea-faring vessels (reefer or container ships) or refrigerated air freight,
foreign refrigerated distribution centres and associated refrigerated transport (trucks or vans or rail),
with the product ultimately delivered to a retail outlet and the Consumer (based on Carson and East,
2017). Once at a foreign supermarket, the Consumer is able to purchase the New Zealand product,
which has retained much of its original quality despite thousands of kilometres and weeks of transit

time (see Figure 1.1).

Horticultural products are living organisms with ongoing metabolic processes and begin to deteriorate
after they have been harvested through the senescence process (Sargent et al., 2007). Although it is
impossible to halt senescence entirely, it can be significantly decelerated by removing the field heat,

the heat energy stored in the product at the time of harvest (Boyette et al., 1989). For example, apples
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degrade twice as fast at 4°C as at 0°C, and six times as fast at 15°C (Boyette et al., 1989). Minimizing
senescence maintains the quality of the product during transport, and improves the shelf life
significantly. In apples, a one-hour delay in the removal of the field heat can reportedly reduce the shelf
life by one day (Fraser, 1998). It is therefore vital to reduce the temperature of the perishable product

to its storage temperature as soon as possible after it is harvested.

The portable refrigeration systems on vehicles during the export stage — such as shipping containers
and trucks — are not large enough to lower the temperature of their cargo; instead, they are only sufficient
for temperature maintenance (Tassou et al., 2009). Similarly, long term refrigerated storage centres
would need to have much larger and more expensive refrigeration units if product were entering this
stage significantly above the storage temperature (Boyette et al., 1989). By incorporating a dedicated
unit operation specifically designed for rapid temperature reduction, the remainder of the cold chain
can be significantly reduced in size and energy usage (Boyette et al., 1989). Concentrating capital and
operational expenses into this single stage means that small improvements in pre-cooling performance
has a large benefit to the cold chain as a whole: reductions in cooling time mean a higher overall
throughput; and reductions in fan-power and refrigeration energy usage can translate into large savings
in operational expenses as pre-cooling is the most energy intensive stage of the cold chain

(James and James, 2010).

1.2.2: Pre-Cooling Operations

Available precooling methods include room cooling, forced-air cooling, vacuum cooling and hydro-

cooling (Pathare et al., 2012):

1.2.2.1: Room Cooling

The simplest pre-cooling set up is room or static cooling. Pallets of ambient temperature produce are
placed into a refrigerated room, and ceiling fans next to the evaporator circulate cold air throughout the
space, facilitating convective energy transfer from the surface of each pallet (Figure 1.2). Ambient
temperatures during the New Zealand picking season are approximately 20-30 °C depending on

location, and the refrigeration temperature is approximately 0-2 °C (ASHRAE, 2010).
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Figure 1.2: Static or room cooler for horticultural produce. Evaporator fans circulate refrigerated air
around the room.

Room cooling pre-coolers are nearly identical to a cold storage room, however they have a larger
refrigeration unit as the energy requirement of removing heat is much greater than temperature
maintenance (Boyette et al., 1989). Sometimes storage rooms are used as room pre-coolers. This means
that the refrigeration plant must be designed for the much larger heat flows during pre-cooling, and may
run very inefficiently during the long storage periods. In room cooling, pallets should be properly spaced
to allow maximum air circulation (Fraser, 1998). Although this method requires the minimum amount
of handling, labour and electrical cost, it is also the slowest pre-cooling method, taking days or weeks
for product to reach the refrigeration storage temperature. This is because of the slow, limiting rate of
heat transfer via conduction from the fruit in the centre of the pallet. The long-time translates into a
higher degree of fruit degradation, shortened shelf-life and reduced throughput (therefore a larger
physical facility size to accommodate a high throughput). Room cooling is too slow for many
horticultural products, and is best suited for products with low respirations rates such as potatoes, cured

sweet potatoes and dried onions (Sargent et al., 2007).
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1.2.2.2: Forced-Air Cooling

The most common pre-cooling process is forced-air cooling (de Castro et al., 2004, Zou et al., 2006a).
A forced-air cooling operation induces a pressure drop across a pallet of produce, pulling cold air from
the refrigerated room through the package ventilation and directly over the product (Fraser, 1998). A
common forced-air cooling set up is a tunnel cooler (Figure 1.3), where two rows of palletised product
are sealed using a tarpaulin, and a fan is used to pull air from the recess, dropping the pressure on one
side of each pallet (Boyette et al., 1989). Another system usually used for relatively low volume
products has individual pallets placed in small refrigeration chambers where cold air is directly blown

through the pallet.
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Figure 1.3: A tunnel cooler, a common forced-air cooling device. Pallets of horticultural produce are
stacked into two rows and covered with a tarpaulin, where a fan is used to create a vacuum in the cavity
to draw refrigerated air through the ventilation in the palletised produce, facilitating cooling. Pallet
length is illustrative — real systems are typically 10 or more pallets long.

Forcing air through the pallet structure accelerates the airflow rates and facilitates the penetration of
cold air into the centre of the pallet — this means the cooling rate is accelerated and more uniform when

compared with room cooling (Pathare et al., 2012). VVolumetric air flowrates are suggested to be in the
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range of 0.5-1.5 L-kg product?-s* (Fraser, 1998). The convective heat transfer coefficient is much
larger than in room cooling because of the higher airflow speeds and the higher surface area available
for heat transfer because refrigerated air flows directly over the fruit. Bennett et al. (1996) calculated a
surface heat transfer coefficient of 62 W-m2-K-* for Hamlin oranges at a 1.7 m-s™ superficial velocity,

compared with just 8.5 W-m2-K-* for room cooling (Baird and Gaffney, 1976).

Boyette et al. (1995) stated that forced-air cooling process, when compared to the room cooling, is
advantageous in the following ways: it decreases the time produce remains at elevated temperatures,
thereby reducing deterioration and improving shelf life; shorter cooling times mean a more efficient use
of the cooling facility; it is capable of effectively cooling a variety of container types without wetting
the packaging or product, or subjecting it to excessive handling; it is often more energy efficient than
room cooling when large volumes of product must be cooled; and an available room cooling or
refrigerated storage room can be converted into a forced-air cooling operation with only a relatively
small investment in fans (if the refrigeration capacity of the room is high enough). Incorporating a
forced-air cooling process into an operation can reduce the cold storage facility size by one-quarter to

one-third because of the significantly shorter cooling times (ASHRAE, 2010).

Forced-air cooling can result in a higher rate of mass transfer (i.e. moisture) away from the product than
room cooling (Becker et al., 1996). Loss of moisture can result in wilting and accelerated deterioration
(Watada et al., 1996), may cause shrivelling which makes the product unappealing to consumers
(Burdon et al, 2014), and can reduce the saleable weight of the product
(Singh and Heldman, 2009). However, due to the short-times spent in the forced-air cooler the total
amount of moisture loss is usually slight (even if the rate was high). Actions to reduce moisture loss are
therefore more important during long-term storage (the low rate, but long time, accumulates to a large
total moisture loss). During long term storage humidity control is an important method for preventing
moisture loss, where the refrigerated room is held at a high humidity of 80-95% to lower the
concentration gradient between the product and the air (Crisosto et al., 2012; Hundy et al., 2008).
However, the capital cost of a storage room designed to maintain high humidity can be expensive, so

an alternative option is to wrap the product in an impermeable barrier to prevent moisture from escaping
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the package, by maintaining a high local relative humidity. In the case of kiwifruit in New Zealand,
kiwifruit is commonly wrapped in a polyliner (O’Sullivan et al., 2016). However, the presence of the
polyliner changes the airflow pattern significantly and prevents direct interaction with the fruit.
Therefore, if the polyliner (added to reduce moisture loss during long-term storage) is present during

the pre-cooling process it will reduce the cooling rate and levels of temperature uniformity.

1.2.2.3: Other Pre-Cooling Operations

A less common pre-cooling operation is hydro-cooling. This process involves either submerging or
spraying the product with chilled water (Bachmann and Earles, 2000; Sargent et al., 2007,
Boyette et al, 1990). Outside the horticulture industry this is sometimes known as immersion cooling
and cold brines, or cryogenic fluids (liquid N2, for example) can be used instead of chilled water.
Hydro-cooling brings product to storage temperature more rapidly than forced-air cooling because the
heat transfer coefficient into water is much greater than for air. The external rate of heat transfer being
very large, the main factor impacting the performance of hydro-cooling is the size of the fruit: Stewart
and Lipton (1960) showed cooling times were 20 and 10 minutes for size 36 and 45 melons,
respectively. Hydro-cooling also prevents moisture loss, and in some cases can even rehydrate a slightly
shrivelled product (Hardenburg et al., 1990). Packaging must be either wood or plastic, or wax-dipped
fibreboard, to ensure the package survives submersion in water
(Hardenburg et al., 1990). Products that are easily susceptible to chilling injury cannot be hydro-cooled,
as well as products that cannot tolerate total submersion (Bachmann and Earles, 2000), some products
may also be more susceptible to rots following hydro-cooling. Hydro-cooling can be expensive if the
chilled water is not recirculated; and if recirculation is employed, the water must be treated with anti-
bacterial chemicals to prevent pathogens from spreading. The rapid cooling rates and spread of
pathogens makes hydro-cooling unsuitable for kiwifruit, as they are particularly susceptible to chilling

injury (Zhao et al., 2014).

Another pre-cooling operation is vacuum cooling. Vacuum cooling operates by placing a batch of

produce within an air tight chamber which is then evacuated to lower the pressure to near vacuum. This

10
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decreases the evaporation temperature of the free water within the product, which in turn then
evaporates. This phase change requires energy, which is taken from the heat energy contained in the
fruit (McDonald and Sun, 2000, Everington, 1993). Vacuum cooling is ideal for products that have a
high surface area to mass ratio, and have a robust internal structure so that the inevitable moisture loss
does not result in wilting. The extreme moisture loss rules out many products — including kiwifruit,
which are so sensitive to shrivelling that they are exported in a polyliner bag (O’Sullivan et al., 2016)

— beyond leafy vegetables, such as lettuce, or mushrooms (McDonald and Sun, 2000).

1.2.3: Package Design

Research on fibreboard packaging is focused primarily on its mechanical properties
(Ferrua and Singh, 2009a). While package strength is vital to the proper functioning of the cold chain
— protecting fruit from mechanical damage from the external environment and allowing large scale
transportation of product through stable palletisation (Sargent et al., 2007) — this focus neglects the
airflow and cooling considerations that package ventilation has on the performance of a forced-air
cooling operation. Proper ventilation is needed to allow a sufficient amount of cooling air to penetrate
the packaging to remove heat from the product; and size of vents, vent shape, vent number and the
orientation of individual packages in the pallet combine to form a unique airflow pattern that can
significantly affect the rate of cooling or the uniformity of cooling (Defraeye et al., 2013; Pathare et al.,

2012; Dehghannya et al., 2011).

1.2.3.1: Definition of Cooling Performance

The average cooling rate is an important metric for determining the performance of a pre-cooling
process. Cooling trials may be conducted at a variety of locations and times, and at a variety of
refrigeration conditions. For two or more packaging systems to be compared fairly, the cooling rate
must be given in a form that is independent of such variation. The Fractional Unaccomplished

Temperature Change Y, or FUTC, is an appropriate dimensionless temperature:

11
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Tt - Tref

Y, =—=
‘ Ti_Tref

(1.1)

Where T is the temperature of the product at time t; T, is the refrigeration temperature; and T; is the
initial temperature (field temperature) of the product (Brosnan and Sun, 2001). Att = 0, T = T; so that
Y = 1. Ast — oo, the product will begin to approach the storage temperature: T = T, so that Y = 0.
Therefore Y is a fractional value between 1 and 0. Using the FUTC allows the cooling rate of different
package designs or operational settings to be compared. For example, the average half-cooling time or

seven-eighths cooling time occurs whenY = 0.5 and Y = 0.125, respectively.

In addition to the average cooling rate, the performance of a pre-cooling process is also determined by
the uniformity of cooling. Due to the complex air-flow patterns throughout the pallet, the cooling rate
varies spatially. This is an important consideration because different cooling rates means fruit from the
same box or pallet will experience different degrees of degradation through senescence or chilling
injury, and therefore will have different shelf lives and qualities at the end of the cold chain
(Alvarez and Flick, 1999a; Alvarez and Flick, 1999b). Dehghannya et al. (2011) reports Eq. 1.2 as a

heterogeneity index:

HI = ~—— 2 %100 (12)

Where T, is the instantaneous temperature of an individual product; and T_p is the average temperature
of all recorded product temperatures. However, this heterogeneity index has some significant
shortcomings which make it unsuitable for use in some important scenarios: such as being unable to
describe the heterogeneity of the entire system (it is only point specific); eliminating information
concerning whether a temperature position is hotter or colder than the average; is hot mathematically
robust to changes in temperature units (such as using Kelvin rather than degrees Celsius gives a different
value of HI); and is not applicable to systems where the refrigeration temperature is near 0°C (typical

in horticultural product cooling), as the average temperature of the product also approaches 0°C and the

12
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heterogeneity index approaches infinity. It would be beneficial for a new heterogeneity index to be

developed that addresses these significant shortcomings.

1.2.3.2: Vent Size

Vents must be sufficiently large to allow enough cold air into the packaging structure. However, as a
‘vent’ is essentially a hole in the packaging, larger vents mean less packaging material to bear the load,
weakening the box. Therefore, the mechanical strength considerations of a package design are in direct
conflict with the ventilation considerations (de Castro et al., 2005). Optimising a package with only
strength considerations in mind would result in a package with no vents; and optimising considering
only cooling would result in a box with no packaging. Fortunately, a trade-off between the two can be
reached: many studies have shown that the relationship between vent size and the cooling rate is
diminishing, and that after a critical total opening area (TOA) there is no improvement from a cooling

perspective ventilation (Ferrua and Singh, 2009c; de Castro et al., 2005; Figure 1.4).
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Figure 1.4: Half-cooling time vs opening vent ratio. As the vent ratio increases the half-cooling time
improves at a diminishing rate. Figure based on de Castro et al., 2005.

The precise mechanisms for why there is an upper limit are not well understood, but the following
explanations have been given: although a larger amount of air passes through the system at higher vent
openings, a high percentage bypasses the product and does not contribute to the cooling performance
(Ferrua and Singh, 2009c; de Castro et al., 2005). Another possible explanation is the maintenance of

13



Chapter 1 — Introduction and Literature Review

the temperature gradient. With larger vent area openings, the air that does not bypass is warmed as it
exchanges heat with the fruit. Warmer air then interacts with fruit at the back of the box or pallet,
maintaining the same or similar temperature gradient between the air and fruit, so there is no increased

rate of energy transfer (Ferrua and Singh, 2009 c).

Package designers should identify the critical TOA and ensure the vent opening is below this number,
otherwise the package strength will be needlessly compromised by excess vents. There is no consensus
for what the critical TOA is: de Castro et al. (2005; Figure 1.4) showed a maximum TOA of ~9%,
however Pathare et al. (2012) compiled a list of recommended opening areas from a variety of published
studies and found TOA suggestions ranging from 2.5% for peaches to 27% for Shamouti Oranges. It
would seem that the maximum TOA is case specific and may change for different products, product
geometry, package types and packaging features. Having a flexible model that is easily amended to new

systems could be a useful tool for quickly determining the critical TOA.

1.2.3.3: Vent Number

In addition to the size of vents, the number of vents also plays a significant role in the performance of
pre-cooling. Spreading the total opening area across several holes may result in a more evenly
distributed airflow pattern, which could result in a more uniform cooling profile. de Castro et al. (2004)
investigated a wide variety of vent sizes and numbers, using a ball matrix as a produce simulator. It was
found that the number of vents in the X direction (and interestingly, not the Y direction) had a significant
impact on the cooling rate and profile; with Stepwise Forward-Backward Regression being used to
determine that X direction vent number explains 1.5% of the HCT variation (compared to <0.1% for Y
direction vent number). Dehghannya et al. (2011) simulated the effects of different vent numbers on a
2-D ball matrix, reporting an HI of 0.62 for one vent, compared to just 0.06 (i.e. less variation) for 5

vents, at 180 minutes of cooling (Eq. 1.2)

These studies show that the vent number plays a significant role in pre-cooling performance. However,
it is important to note that in these studies, more vent holes also represented a higher total opening area

— for example, in Dehghannya et al. (2011) one vent represented 2.4% TOA, while 5 vents represented

14
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12.1% TOA. Because vent number and total opening area have not been de-coupled in these studies, it
cannot be confidently concluded that the improvement in cooling rate and uniformity is due to the
increase in vent number or the increase in total vent area. To truly investigate vent number as an
optimisation parameter, the performance must be determined using the same total opening area spread

over a different number of vents.

1.2.3.4: Vent Shape

Martines-Hermosilla et al. (2016) showed that vents of the same TOA but had different shapes had an
impact on the compression strength of a package, however the effect of vent shape from a cooling
perspective has so far been largely ignored (Pathare et al., 2012). As shown in studies of orifice plates,
the shape of the exit opening can significantly affect the airflow pattern, and therefore distribution of
air (El-Hassan et al., 2011; Mangate and Chaudhari, 2015). Defraeye et al. (2014) changed the vent
shape from circular to semi-circular, which showed a significant effect on the performance of the CFD
model developed. However, in this study, the total number of vents was increased from 2 to 6; and was
moved from having two vents at the centre of the package to 3 vents at the top and 3 vents on the
bottom. The changes observed could be due to vent number and position change, and total vent opening
area, rather than the new shape. Delele et al. (2013) investigated a number of vent shapes using CFD,

reporting that vent shape in CFD predictions has a minimal effect on cooling performance.

1.2.3.5: Package Orientation

In the majority of practical scenarios, pre-cooling is carried out on the pallet scale, where individual
packages are stacked next to and on top of each other to form a larger structure. The performance of the
system will depend on the way that the pallet is constructed; namely, the orientation of individual
packages and how vent position and package shape interacts between individual packages. When the
pre-cooler consists of multiple stacked pallets, how the pallets are stacked next to each other may also
have a large impact on the air flow. Improperly designed packaging and poorly stacked pallets can lead

to air short-circuiting, where the cooling air passes through the system without interacting with the
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product (Ferrua and Singh, 2009c). Packages are designed to be flush with each other when combined

into a pallet so that the void space for bypass air is minimised (Fraser, 1998).

Although individual packages have the same dimensions, there is a multitude of ways that they can be
combined to form a pallet. For example, Zespri® Modular Bulk and Modular Loose kiwifruit pallets
can be assembled in two orientations, shown in Figure 1.5. The performance of orientation Figure 1.5b
versus Figure 1.5c¢ is dependent on where vents are positioned. Sargent et al. (2007) suggested a vent
configuration of Figure 1.6 that connects vents between packages in a maximum number of ways. This
could promote a more even airflow distribution and may promote faster and more uniform cooling.
Alternatively, the pallets could be cooled from a different direction, as was done by O’Sullivan et al.
(2013). O’Sullivan reported a significant increase in the cooling rate when airflow entered the 1.2 m

side, compared with the 1.0 m side.
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Figure 1.5: Zespri® Modular Loose pallet configurations for international export: 10 packages per
layer with a pallet base of 1.2m x 1m, orientated with a 4 box row and two 3 box rows, with either a.)
the 4 box row to the side or b.) in the middle.
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Figure 1.6: An example based on Sargent et al. (2007) of improved vent placement. This vent and pallet
orientation allows for the maximum number of interactions between individual packages as air flows

through the pallet structure as a whole.

1.2.4: Heat and Mass Transfer Mechanisms

Modelling and optimising the forced-air cooling process will require an understanding of the heat, mass

and momentum transfer mechanisms involved, as well as their relative significance to the overall

performance of the process.

Four mechanisms have been

Tanner et al., 2002b):

Conduction;

Convection;

Radiation, and;

Evaporation.

1.2.4.1: Conduction Heat Transfer

identified from the

literature as important (Holman 2010;

Conduction is the transfer of thermal energy from a high temperature region to a low temperature region

via molecular motion. Conduction occurs with no physical movement of the object, and as a
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consequence, heat transfer via conduction can only occur within a material, or between two objects that

are in direct contact with each other (Holman, 2010). Fourier’s equation for conductive heat transfer is:

Geona =1 A= 13)
Where ¢4 is the rate of conductive heat transfer (W), A is the thermal conductivity of the material
(W-m?™-K?), A is the heat transfer surface area (m?), AT is the temperature gradient (°C) and x is the
distance (m). Conduction will play a very important role in the overall heat transfer model that is to be
developed, because it is the common mode of heat transfer within opaque solids, such as food
(Singh and Heldman, 2009). The heat transferred to the surface from inside the product will primarily
be due to conduction. It can also contribute to the external rate of heat transfer between two touching

products, or if the product is touching the packaging wall.

1.2.4.2: Convection Heat Transfer

Heat transfer via convection involves the exchange of heat between the surface of an object and a
moving fluid (air in this case). The fluid will be in motion because of natural convection — pressure
gradients created by temperature differences in the fluid — or because of forced convection, caused by
an artificially induced pressure drop. Ideally, during the forced-air cooling process, forced-convection
will be dominant over natural convection, and in some cases natural convection can be ignored (Norton
and Sun, 2006). However, with systems that have a polyliner and no direct contact between fruit and

air, this may not be the case (O’Sullivan et al., 2013).

The magnitude of the rate of heat convection from a surface depends on the physical properties of the
air, the velocity of the air, and the geometry of the surface. These considerations can be collated into a
more practical proportionality constant, the convective heat transfer coefficient, A (W-m2-K?).

Newton’s equation for convective heat transfer is:

Gcony = h-A- AT (1.4)
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Where ¢.,ny IS the rate of convective heat transfer (W). The heat transfer coefficient is correlated to
the fluid velocity and geometry through the use of dimensionless correlations. For example, a typical

correlation is that of Pohlhausen (Kakag et al., 2014):

Nu = a - Pr? - Re¢ (1.5)
Where Nu is the Nusselt number:
Nu =L (1.6)
u= /1A .

Where h is the convective heat transfer coefficient (W-m2-K™); L is the characteristic length of the

system (m); and A, is the thermal conductivity of the fluid (W-m™-K1). Pr is the Prandlt number:

pr=" (L.7)
T—K .

Where v is the kinematic viscosity (m?-s%); and « is the thermal diffusivity of the fluid (m?-s?). Re is

the Reynolds number:

_pav-L
U

Re

(1.8)

Where p, is the density of the fluid (kg-m), v is the velocity of the fluid (m-s™), L is the characteristic
dimension (m); and u is the viscosity of the fluid (Pa-s). a b and ¢ are empirical constants that apply to

a particular system.

Convection is reported to be the most significant mode of heat transfer for the forced-air cooling process
(Defraeye et al., 2014; Ferrua and Singh, 2009¢; O’Sullivan et al., 2016) and is highly dependent on

the airflow distribution, which in turn is impacted by package ventilation (Dehghannya et al., 2011).
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1.2.4.3: Mass Transfer and Evaporative Heat Transfer

Perishable products have a high water content, therefore when undergoing pre-cooling or transport, can
lose water to atmosphere. This can cause the product to shrivel, promotes degradation, and ultimately
means less product to sell at the end of the supply chain (Watada et al., 1996). Mass transfer is analogous
to heat transfer in the sense that there are internal and external modes, but is instead driven by
concentration gradients, rather than gradients in temperature (Singh and Heldman, 2009). Because of
the analogy, many of the equations pertaining to heat transfer apply to mass transfer. For example, the

Schmidt number, Sc, is the mass transfer equivalent to the Prandtl number:

Sc= (1.9)

o)
Q
=

Where K is the permeability (m?-s?). The Sherwood number, Sh, is the mass transfer analogy to the

Nusselt number:

D.
h=—— 1.10
S 7 (1.10)

o~

Where D is the permeance (m-s™).

Like convection, they are related to each other through the Reynolds number, such as in the case of

convective mass transfer from a bulk of spherical fruits or vegetables (Becker and Frike, 1996):

Sh = 2.0 + 0.552 - Re®53 - §¢033 (1.12)

Heat is also lost when mass transfer occurs because the water changes phase:

Pevap =M " Lygp (1.12)

Where ¢,,qp is the rate of evaporative heat transfer (W), L, is the latent heat of vaporisation,
kJ-kg?, and m is the mass transfer rate of water (kg-s?). The latent heat of vaporisation for water at

atmospheric pressure is 2260 kJ-kg* (data from Serway and Jewett, 2013).
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1.2.4.4: Radiation Heat Transfer

All objects above absolute zero spontaneously emit electromagnetic waves and absorb electromagnetic
radiation emitted by other objects, representing an exchange of energy. The rate of emission depends
on the absolute temperature difference of the objects, meaning that two spatially separated surfaces can
exchange energy though the emission and absorption of infrared light. Radiation does not require a

physical medium.

The net rate of thermal emission between two surfaces depends on the temperature difference AT to the

fourth power, given by Stefan’s Law (taken from Serway and Jewett, 2013):

Braq = Oraq - €+ A+ AT (1.13)

Thermal radiation is expected to be the least important mode of heat transfer. Alvarez et al. (2003)
contributed a 2.8% error when excluding it from the modelling process. Tanner et al. (2002b) combined
radiation with convection to give a ‘pseudo-convection’, which is a common approach (ASHRAE

2013).
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1.2.5: Mathematical Modelling Considerations

Mathematical modelling will play a vital role in optimising the forced-air cooling process. As shown
by Pathare et al. (2012), there is currently no consensus on the optimal vent size or configuration.
Determining the optimal package design for a new product or package type in a wholly experimental
setting will involve a large amount of trial and error, with each iteration representing a time and money
investment that may investigate parameters that do not necessarily increase the cooling efficiency. With
an accurate mathematical model, finding a real world solution could be achieved with much less effort
by iterating in the mathematical space (Figure 1.7). Through understanding the physical mechanisms
that occur, the system is described mathematically through the ‘model formulation’ process,
transforming the real-world problem into a mathematical problem. The iterative process is now on the
right-hand side of Figure 1.7, where materials are free and a large number of variables can be
investigated in a short amount of time, given that the model is also computationally efficient. Through
‘model interpretation’, the mathematical solution can be applied to the real-world problem, forming a
real-world solution that has cost less money and taken a shorter amount of time to identify

(Olatunji, 2012).
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Figure 1.7: The mathematical modelling process. Image based on Cheng, 2001

Formulating a model requires observation — the identification and mathematical expression of physical
mechanisms that combine into experimentally observed phenomena — and simplification — the
identification and removal of insignificant processes or the inclusion of relevant assumptions

(Giordano et al., 2013). This section outlines the modelling approaches that have been used to study
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forced-air cooling systems in the past, with an emphasis of reviewing the flexibility, speed and core

assumptions of each method so as to assess its relevance to this project.

1.2.5.1: Important Model Variables

Figure 1.8 presents a cause and effect diagram (Ishikawa, 1982), assembled from literature sources
(Boyette et al., 1989; Fraser, 1998; Alvarez and Flick, 1999a; Bachmann and Earles, 2000; Tanner et
al., 2002a; Tanner et al., 2002b; Ferrua and Singh, 2009a; Pathare et al., 2012; Defraeye et al., 2014;
O’Sullivan et al., 2016), summarising the physical mechanisms and variables that must be accounted
for in the model to be developed in order to correctly predict the cooling rate and level of cooling

uniformity.
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Figure 1.8: Cause and effect diagram (Ishikawa, 1982) for the forced-air cooling of polylined,
palletised kiwifruit.

The problem was divided into two categories: the mechanisms and variables that combine to form a
particular airflow pathway through the package, which gives a certain level of external heat transfer,
he.+; and the mechanisms and variables that combine to give a certain degree of internal resistance to
heat transfer, R;,;. These can be considered separately because Ferrua and Singh (2009c) showed that

airflow and heat transfer can be decoupled — in other words, the airflow pattern is constant over time
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and is not affected by temperature gradients through the fluid, as the maximum temperature difference
over the cooling period is typically just 20 °C. The implication is that separate models can be developed
independently and combined at a later time: one that focuses on predicting an airflow pattern; and
another focusing on describing the fruit and packaging geometry and its internal resistance to external

heat transfer.

Producing a successful heat transfer model must incorporate variables such as the thermal properties of
the fruit and packaging, the geometry of the fruit and natural heat transfer mechanisms. The thermal
properties contribute significantly to the internal resistance and rate of cooling, defining how much
ambient heat energy is stored in the fruit per kilogram and how quickly heat can be transferred to the
surface of the product via conduction. They are intrinsically linked to the chemical composition of the
fruit and should be measured, or they can be estimated via methodologies such as ASHRAE (2010).
The size and shape of the product has a significant impact on the rate of observed cooling for the same
flowrate of cooling air per kilogram of product (Thompson et al., 2008); not just individually, but as a
bulk of stacked fruit inside of the package. Touching fruits conductively transfer heat, which can be a
major source of heat removal for locations where airflow is sparse, so that different levels of contact
area from different stacking patterns can potentially impact the internal resistance. While fruits such as
oranges and apples have been modelled successfully as spheres (Defraeye et al., 2014; Han et al., 2015),
an ideal model would include methods to describe more complex fruit shapes such as pears or Kiwifruit
(Rogge et al., 2015; O’Sullivan et al., 2016). Additional heat transfer mechanisms can lower the internal
resistance, with free convection, evaporative cooling and thermal radiation potentially occurring

independent of forced airflow, contributing to the rate of cooling.

A successful airflow model must produce an accurate airflow pattern as a function of the pressure drop
induced across the system and the nature of the packaging. Larger or faster fans generate greater
pressure drops, which can increase the volumetric flowrate and airflow velocity. At higher velocities,
turbulence may produce an altered airflow pattern (Alvarez et al., 2003). How the air is distributed

throughout a box or pallet is dependent largely on the package ventilation — vent number, vent shape
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and vent size — and the package orientation, or how the vents align between boxes on the pallet scale

(Sargent et al., 2007).

Cross-over between the two aspects of the problem are: the fruit geometry, as how the fruit are stacked
in the box can have a profound impact on the airflow pattern, seeing as air is forced through the
packaging and over the bulk of stacked fruit; and packaging features like the presence of a polyliner,
which not only changes the airflow pattern significantly but can also alter the internal resistance by
restricting the surface area of direct contact between fruit and airflow and trapping a large quantity of

stagnant air, a known insulator, inside of the polyliner bag.

1.2.5.2: Direct Numerical Simulation

Direct Numerical Simulation (or DNS) is a high resolution finite element modelling strategy for solving
the continuum problem (i.e. heat, mass and momentum transfer, Pathare et al., 2012). DNS divides the
system under study into finite elemental volumes and solves the appropriate set of partial differential
equations — which in this case are momentum, mass and heat transfer PDEs — with little to no
simplification. Sometimes this method is also called the finite element approach (Becker et al., 1996).
This method allows for the flow fields — the instantaneous velocity and pressure of the fluid across all
locations — to be determined, making it a form of computational fluid dynamics, or CFD (Lohner, 2008).
Due to the complexity of the approach, it has only been in recent times, with the steady advance of
affordable computational power, that DNS has become a viable approach for modelling the forced-air
cooling process (Dehghannya et al., 2010). DNS models sometimes do not make simplifications
pertaining to model geometry, such as Ferrua and Singh (2009a) who re-created the exact 3D shape of
a collection of strawberries stacked inside of a clamshell package, however, often very complex

geometries are simplified to reduce solution times.

DNS is capable of computing the time-dependent solution of the Navier-Stokes equations, even when
the air domain is complex due to the packaging, package ventilation and irregularly shaped channels
created by the spaces between fruits (Dehghannya et al., 2010). The fidelity of the modelling

approach is unparalleled, allowing for the investigation of effects such as percentage of bypass air,
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turbulence as a function of pressure drop and location, and the temperature gradient within individual

fruits (Ferrua and Singh, 2009b).

A variety of similarly detailed DNS models have been published in recent years, such as: forced-air
cooling of oranges in bulk packages on the single box (Verboven et al., 2006) and pallet scale
(Delele et al., 2013, Defraeye et al., 2013); oranges cooled in bags (Defraeye et al., 2014); apples in
bulk packages at the single box scale (Berry et al., 2017, Han et al., 2015); and kiwifruit in bulk

packages and wrapped in a polyliner (O’Sullivan et al., 2016).

DNS models require a significant time and effort investment to correctly construct and validate, where
typically DNS model development and validation are PhD topics and hence take 3-4 years and
~$200,000 to develop (Ferrua, 2007; O’Sullivan, 2016; Berry, 2017). The method relies on a complex
body-fitted mesh generation strategy to correctly model the complicated geometries inside of the
package, a daunting task for many model users (Frei, 2013; Zou et al., 2006a). Meshes are highly
detailed and can be prohibitively large — Ferrua and Singh (2009a) reported 2.9 million finite elements.
The extensive number of finite elements and small time steps result in a modelling methodology that is
computationally intensive and inefficient, with solution times commonly in the 24 hour to 1-week range
(Ferrua and Singh, 2009b; Defraeye et al., 2014; Delele et al., 2013). A fully integrated DNS model is

therefore not viable for the purposes of this project as it is a rigid, highly manual and slow approach.

Simplified uses of DNS could be useful for this project, however. Rather than developing a fully
integrated DNS model, reduced DNS models have been developed to investigate the effects of random
stacking on the pressure drop through a package (Delele et al., 2008) or the heterogeneity of cooling as
a function of vent number (Dehghannya et al., 2011). In Delele et al. (2008), no heat transfer was
included in the model, significantly reducing the complexity. It was found that the size distribution and
random stacking patterns of spheres did not have a significant effect on the overall pressure drop. In
Dehghannya et al. (2011), a 2-D model was constructed, where the internal package geometry was
described as an ordered stack of circles, rather than spheres. This allowed a massive reduction in the

mesh size — just 150,000 elements — to derive important conclusions concerning the uniformity of
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temperatures when vent number and position are changed. It may be appropriate to use DNS in a limited
sense, for example to produce a detailed airflow solution through the packaging headspace — which has
a much simpler geometry than the rest of the package and could be considered as a channel — or as a
comparative tool to directly compare the accuracy, flexibility and solution time trade-offs of using a

less detailed modelling methodology.

1.2.5.3: Porous Media Approach

A porous medium is a material that consists of a solid interconnected matrix, with voids that are filled
with at least one fluid phase (Nield and Bejan, 2006). On a small scale, the behaviour of the moving
fluid is irregular and difficult to predict. However, it has been experimentally determined that measuring
the fluid flow characteristics over areas that encompass many pores allows for the simplification of the
system. Porous mediums have been used to describe the product-in-package geometry for many
mathematical modelling studies, as the inside of the package contains a matrix of solids (the product)
with a fluid flowing through the void spaces (the cooling air) (Xu and Burfoot, 1999; Zou et al., 2006g;
Zou et al., 2006b; van der Sman, 2002; Gowda et al., 1997; Datta and Dhall, 2011). Using this approach
allows the complex geometry inside of the package to be collapsed into a single term: the porosity, the

ratio between the solids volume and the total volume.

Using this approach, the finite elements become ‘space averaged’ and the airflow fields and heat
transport phenomena can be predicted with lower computational resources (Zou et al., 2006a;
Zou et al., 2006b). However, the accuracy of this approach is product subjective. As a requirement of
the porous medium approach to be valid, any sample volume taken must contain both a solid and a
liquid phase. For cases where the package-to-product equivalent diameter ratio is below 10, the porous
medium approach cannot be applied because of the high probability of having a space averaged element

that is entirely solid or air (Verboven et al., 2006; Eisfeld and Schnitzlein 2001).

The porous medium approach is a combination of empirical observation and finite element modelling
when used with forced-air cooling. The relevant coefficients must be empirically determined, through

either experiment or the use of an empirical relationship that has already been validated. The important
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empirical relationships that relate to the porous medium approach are: the intrinsic permeability through
a bed of packed spheres, K, (m?); and the inertial coefficient known as the Forchheimer coefficient, F

(Ergun, 1952; Zou et al., 2006a).

d’e3
= 1.14
K. 0o (1.14)
Fet (1.15)
vae3 '

Where a and b are empirical constants, ¢ is the porosity of the medium (m3roduc/M3wta), and dy is the
equivalent mean diameter of spherical solid phase particles (m). K, and F are used to compute the
volume-average velocity of fluid in the porous medium (see Zou et al, 2006a). Heat transfer between
solid and liquid is driven by h, the heat transfer coefficient (W-m2-K1). This is estimated by using an

empirical correlation, such as one given by Geankoplis (1993) for a packed spherical bed:

NU: g _ 2876 03023 (L16)
¢ Re, - Pr T T TRe Re0:35 '

Where the dimensionless numbers Nusselt, Nu; and Reynolds, Re; are calculated in their space averaged
forms. Incropera and DeWitt (1981) suggested that the right hand side of Eq. 1.16 can be multiplied by

a linear correction factor to account for non-spherical shapes.

Zou et al. (2006a) and Zou et al. (2006b) presented a model that predicted the performance of tray-
packaged apples undergoing the forced-air cooling process using the porous medium approach. It was
assumed that the space in-between layers of apples could be modelled as a porous medium, allowing
for a coarse mesh to be generated that had good prediction capabilities and high computational
efficiency. Air flow patterns, pressure maps and temperature profiles were predicted throughout a layer

of apples as it underwent forced-air cooling.

If a fully integrated porous medium model were to be developed for this project, it would immediately
rule out a large number of products that must be packaged into small containers — including the scenario

that is being investigated directly; 102 count 36 Hayward Kiwifruit in a modular bulk package has a
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package-to-product ratio of approximately 6. Another downside of the porous medium approach is that
it is a semi-empirical approach, so there is a risk of having to re-measure all of the empirical constants

necessary for the approach to work when the product or package design is changed.

1.2.5.4: Zonal Approach

The zonal modelling approach solves a heat, mass and energy balance over a small number of space
averaged elements, called zones. Each zone is driven by a sub-model, and these sub-models combine
to predict changes to the system as a whole. A zonal model has three kinds of sub-models: (A), a sub-
model describing energy, mass or momentum within a zone; (B), a sub-model describing the transport
of energy, mass or momentum within a zone; and (C), a sub-model describing the transport of energy,

mass or momentum between adjacent zones (Figure 1.9).
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Figure 1.9: The zonal approach, with examples of the zone and zone boundary numbering and coding
system. Based on Tanner et al., 2002a.

Tanner et al. (2002a), Tanner et al. (2002b) and Tanner et al. (2002c) presented a zonal based model of

the forced-air cooling process of apples in a three-part publication. The heat, mass and momentum
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balances were combined into just two overall equations that took into account all of the modes of

transfer between all of the different zones. The energy balance equation was:
n m
(M Cp) Z z l] + d)resp (1.17)
=1 =1

Where M,, is the product mass (kg), C, is the product specific heat capacity (J-kg™-K- 1) L is the
change in product temperature over time (°C-s?), n is the number of boundaries, m is the number of
transfer processes, i and j correspond to specific boundaries and transfer processes, ¢,_ is the heat
transfer between the product and the cooling air (W), ¢; ; is the heat transfer between zones (W), and

¢resp is the rate of heat generated by the product (W).

The mass transfer equation was:

X n m
dM, . .
7 =My_q + Z My_p Z Z m;; (118)
x=1 i=1 ]=1
Where £ is the change in moisture over time (kg water-s™), 7i1,,_,, is the rate of mass transfer of water

between the product and the air (kg water-s™), r;; is the rate of mass transfer between zones
(kg water-s™), and 1,._,, is the mass transfer of water between the product and the various packaging

materials, where x corresponds to a specific packaging material, up to a maximum of X (kg water-s?).

The zonal approach could prove to be the most appropriate modelling methodology for accomplishing
this thesis’ goal of developing a flexible heat transfer model. The relatively small set of space averaged
zones significantly reduces the number of ODEs required to predict the bulk cooling rate and
temperature uniformity, suggesting very fast solution times. However, a zonal model requires a zonal
network with properties that are representative of the reality of the system to produce an accurate
solution. If these properties must be manually determined, then the approach is not flexible to product
or package changes. Additionally, there is no method for predicting airflow through a zonal model, and

Tanner et al. (2002b) used empirical airflow measurements as an input. Again, this makes the approach

30



Chapter 1 — Introduction and Literature Review

insensitive to changes in package ventilation. Mitigating these problems would represent a great

advancement in the zonal modelling approach.

1.2.6: Literature Summary

Pre-cooling is an important industrial process that facilitates the large scale export of high quality fresh
product to international markets, and forced-air cooling is the most commonly used commercial pre-
cooling operation. Improving the performance of this process by developing packaging that improves
the overall cooling rate or uniformity of temperatures throughout the pallet represents a significant

economic benefit to New Zealand.

Mathematical modelling can be a useful tool to test the performance of a given package design before
it is put into mass production. In the past there has been a focus on package design testing; that is to
say, given a specific package design, what is the performance? While an accurate strategy, this approach
represents a significant time and money investment. From the perspective of the industrial package
designer, it would be more useful to have a mathematical model that can be used as a design tool to
rapidly identify an optimised design, sacrificing some accuracy for flexibility and computational

efficiency.

There are three primary modelling methodologies employed in the literature to predict the performance
of a forced-air cooling process: direct numerical simulation (DNS); the porous media approach; and the
zonal approach. DNS is the most detailed and potentially most accurate, but is also the most manual
and computationally expensive technique, making it largely unsuitable for this project. However, DNS
could be useful in limited applications such as airflow predictions without heat transfer, or as a
comparison tool for determining the accuracy, flexibility and solution time trade-offs of other modelling
approaches. The porous media approach was successful in predicting airflow behaviour and the cooling
rate for a variety of products in a computationally efficient manner; however, it is not suitable for this
project as the package-to-product ratio of Hayward kiwifruit is below the threshold of 10. The zonal

modelling approach appears to be the best suited approach for this project. It offers fast solution times;
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however, it is currently rigid as model construction is still a manual process and airflow cannot be

predicted. Addressing these shortcomings will advance the zonal modelling approach significantly.

Airflow and heat transfer can be decoupled, the implication being that two separate models can be
developed independently and combined at a later time: one for heat transfer prediction and the other for

predicting the airflow pattern.
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Chapter 2

Research Objectives

This project aims to develop a fast, flexible and automated heat transfer model for horticultural products
undergoing the forced-air cooling process, to be used as an iterative tool to rapidly identify the optimal
package design. Although the goal is to produce a universally applicable model, the primary context is
kiwifruit and kiwifruit packaging. As heat transfer can be decoupled from airflow, this project will focus
on the development of a heat transfer model; within the larger project structure, an independent airflow
model will be developed separately and the two halves will be integrated at a later date. The zonal
modelling approach was chosen as it was the most likely to satisfy the conditions of speed and
flexibility; however, new techniques must be developed to make the approach automated. Without an
airflow model it was decided that the scope of this thesis be simplified to a single box scale. If a single
box heat transfer model can be developed and validated, then the model can be easily upgraded to the
pallet scale when it is integrated with a pallet scale airflow model.

The primary objectives of this project were as follows:

1. Build a data library of experimental data for a variety of package designs and cooling scenarios
to empirically investigate the impact of package design features;

2. ldentify or develop new quantitative metrics to assess system performance, measured (1) or
predicted (4);

3. Develop methods to measure and/or generate the 3D bulk fruit and polyliner shape inside of a
package in a way that is suitable for an input to the heat transfer model;

4. Develop a flexible, computationally efficient and automated heat transfer prediction model,
using the zonal modelling approach and (3) as an input;

5. Validate the model developed in (4) against the data library collected in (1).
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Chapter 3"

Empirical Forced-Air Cooling Performance

3.1: Introduction

To model a system, it is first important to assess how it behaves in reality, not only for validation
purposes but also to provide an indication for the relative magnitude of operations settings such as
pressure drop or vent size on the system performance. The efficiency of a forced-air cooling process is
not just defined by the cooling rate but also the cooling heterogeneity. If individual products experience
a diversity of cooling rates, this can result in variable levels of quality and shelf life from the same batch
at the end of the cold chain. Therefore, there is also a need for a robust heterogeneity metric to quantify
the variability in a cooling profile so that this can be compared or optimised. In section 3.2, a new
guantitative metric for total process heterogeneity is developed. Section 3.3 explores a systematic
approach to experimental package design testing; and section 3.4 collects cooling data for single boxes

with well-defined boundary conditions for model validation purposes.

3.2: Development of a New Temperature Heterogeneity Index

3.2.1: Introduction

Iterative optimization routines require cost functions to minimise or maximise. These cost functions
should be continuous descriptors of system performance, so that for example, the advantage (or
disadvantage) of increasing the pressure drop across a pallet can be quantified as X% better (or worse),
where X is any continuous number. This would allow a more rigorous approach to evaluating

innovations.

Chilling operations are typically compared by reporting the average cooling rate with metrics such as

the half-cooling time (HCT) or seven-eighths cooling time (SECT). While this ‘average rate of cooling’

* This chapter contains material published in the paper:
Olatunji, J.R., Love, R.J., Shim, Y.M., Ferrua, M.J., East, A.R. (2016). Quantifying and visualising variation in
batch operations: A new heterogeneity index. Journal of Food Engineering, 196, 81-93
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is important, when reported in isolation it ignores other factors that impact performance — notably, the
cooling heterogeneity. Heterogeneity is a leading cause of losses within the food manufacturing industry
— for example, in chilling operations, products that cool much faster than the average cooling rate may
be more vulnerable to chilling injury, of which kiwifruit is known to be particularly susceptible (Zhao
et al., 2014). Additionally, any temperature variation at the process end time (typically the SECT) will
persist for a long period of time as the pallet sits in long-term refrigerated storage, which may impart

significant quality differences to different fruit within the same batch.

As that heterogeneity is such an important factor, a mathematical description of heterogeneity is
required. Previously (Dehghannya et al., 2011; Han et al., 2015; Defraeye et al., 2015; Lu et al., 2014;

Barbin et al., 2012), the relative standard deviation was used as a metric for heterogeneity (Eg. 3.1):

m
1 1 _
- —T)2 3.1
HI == m_lzl(Tn 7) (3.9)
n=

Where T, is the temperature of product n of a total m number of products, and T is the average

temperature.

Unfortunately, this metric has significant shortcomings. It:

o Only evaluates the heterogeneity at a single point of time, whereas the history may also be
significant for product quality. Although a time series of HI values can be plotted to indicate
changes in heterogeneity over time, it may be preferable to have a single value that concisely
represents total process heterogeneity over the entire processing time;

o Eliminates information concerning whether a product is hotter or colder than the average
temperature (only the absolute difference is considered), and does not provide information
pertaining to the shape of the temperature distribution, or how the shape of the distribution changes
over time. Retaining this information would identify whether different cooling processes promote
operations that are dominated by colder than average temperatures (more products susceptible to

chilling injury) or that favour warmer than average temperatures (higher rates of senescence).
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Therefore, it would be preferable to have a new heterogeneity index that includes tools to compare
the shape of temperature profiles;

o Becomes mathematically unstable when the refrigeration temperature approaches zero, or is less
than zero. As T is the denominator in Eq. 3.1, and many cooling operations are conducted near or
below 0°C, the HI approaches infinity or becomes negative. As suggested by Defraeye et al. (2015),
this problem can be addressed by using an appropriate offset, namely the Kelvin temperature scale
(K). Although this solves one issue, others then arise: T,, — T remains the same when using °C or
K, but T is much larger when using K, resulting in disparate HI values from the same set of data,
where only the units of temperature have been changed. It would be preferable to have a new

heterogeneity index that is dimensionless so that a wide number of systems can be fairly compared.

Therefore, there was a need for a new, robust heterogeneity index that addressed these issues.

3.2.2: Dimensionless Units

Collected temperature and time data must be non-dimensionalised so that different systems can be fairly

compared (Brosnan and Sun, 2001).

3.2.2.1: Dimensionless Temperature Change

The Fractional Unaccomplished Temperature Change — or FUTC — is a commonly used dimensionless
temperature parameter (Brosnan and Sun, 2001). It represents how much cooling remains to shift the
product temperature to a reference temperature (i.e. the refrigerated air) given an initial and

instantaneous product temperature. This has been used throughout this thesis:

_ Tt,n - Tref

Yin = (3.2)

Ti,n - Tre f

Where Y is the FUTC and T is temperature. Subscripts t is time; n is an individual product out of a total

number of recorded products, m; and i is the initial temperature.
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3.2.2.2: Characteristic Index of Process Progression

Comparing the distribution of dimensionless temperatures at absolute times — such as seconds, minutes
or hours, etc — is not correct, as it is biased by the rate of cooling. At the beginning of a cooling process
there is ideally no heterogeneity, as all of the product is equilibrated at the same initial temperature
(practically, especially industrially, there may be small differences depending upon the conditions in
which the pallets are staged). As cooling progresses, there is a separation in temperatures as different
products experience different cooling rates; this increased until roughly HCT, when a system is
expected to have its maximum level of temperature variability (confirmed experimentally in Figure
3.21). The level of heterogeneity then drops as the individual products begin to tend toward the
refrigeration temperature, so that at the process end time (typically the SECT), heterogeneity has
decreased considerably. Han et al. (2015) reported that a new package for apples had an improved HCT
of approximately 150 minutes, compared with a HCT of approximately 300 minutes for the original
package design. They then concluded that the new package was also more uniform by reporting the
relative standard deviation (Eq. 3.1) for both packages at 300 minutes of cooling — 0.275 for the new
package, compared with 0.31 for the original. This comparison at 300 minutes is not robust as it pits
the original package at the HCT — when heterogeneity is at its maximum — with the new package when
it’s nearer to the SECT — when its heterogeneity is expected to be much lower. The consequence of
comparing heterogeneity at absolute times is that the faster system will almost always appear to be more
uniform, a clear bias that is an artefact of the cooling rate. Heterogeneity should instead be compared
at the same characteristic times, such as the HCT of each operation (150 and 300 minutes for each box
in the Han et al. (2015) example), or the SECT. This can be achieved by creating a dimensionless time

scale, or a characteristic index of process progression.

The average fractional unaccomplished temperature change is one option to accomplish this:

m
YX,t = z Yx,t,n/m (3.3)
n=1
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Using Y ensures each system is continuously compared at the same average cooling state. Every system
will begin at Y = 1, and as cooling progresses, ¥ will tend towards 0. For a chilling process, the HCT

occurs at Y = 0.5; and the SECT at Y = 0.125.

While it is recommended that ¥ is used wherever possible, there may be scenarios where it’s not
appropriate. For example, short operational changes are often made to batch chilling processes, such as
ceasing cooling momentarily to rotate the pallet and change the direction of airflow (Ferrua and Singh,
2009b); or an intermediary warming period. These would cause a discontinuity or a reversal on the
progress (or dimensionless time) scale. This interferes with further analysis and is confusing when

presented. An alternative is to use the fractional unaccomplished cooling completion time, :
=1-t
TX,t /tf (34)

Calculating T requires a consistent definition of ¢, the time at which the process ends. For example
ceasing pre-cooling operations at the SECT is often recommended; therefore t; would be the SECT for
each system under study. In this scenario, each system will begin at T = 1, and will cease at 7 = 0. For

a chilling process, the HCT occurs at t = 0.667; and the SECT at7 = 0.

It should be stressed that a system analysed using Y cannot be compared to a system analysed using t;
comparisons can only be made between systems analysed using the same methodology. Also, if T is
used, comparisons can only be made between systems analysed using the same definition of ¢. Both

process progression indexes are discussed further in section 3.2.3.2.1.

3.2.3: Heterogeneity

Heterogeneity, or temperature variability, can be analysed at specific times, or can be inspected across
the entire cooling process. Describing and quantifying variability in both cases are important to assess

the performance of a pre-cooling system.
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3.2.3.1: Heterogeneity at Single Points in Time

A majority of products cool near to the average rate, with a proportion of other products that cool
quickly, and others that cool slowly, giving rise to hot and cold spots. The number and magnitude of

these positions is expressed by the dimensionless temperature difference, AY:

AYyen = Yyen — Yy (3.5)

When AY is plotted as a histogram, the distribution of temperatures at a given point in time will form a
bell curve (Figure 3.1a), although potentially skewed in either direction. By definition, the mean value
of the AY bell curve is 0. Positive numbers represent products warmer than average and hence cooling
slowly (hot spots); while negative numbers represent products colder than average, and hence cooling
faster (cold spots). For a low variation in temperatures, the AY bell curve is tall and narrow; while short
and wide bell curve indicates high levels of variability. Temperature variability at specific time points
can therefore be modelled as a population bell curve with a mean of zero, and a standard deviation
representing the standard deviation of AY. This can be described with a simple Gaussian function

(Terrell and Fomby, 2006):

fN(AY) =

202

1 (AY — AY)?
e~ " exp <— —) (3.6)

Where fy (AY) is the frequency of a given value of AY, AY is the mean of AY (AY = 0), and o is the

standard deviation of AY.
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Figure 3.1: a.) Potential heterogeneity at a single instant in time, using a Gaussian distribution; b.)
potential heterogeneity at a single instant in time modelled using a Skew-Normal distribution, to
account for non-normal distributions of AY.

Eqg. 3.6 and Figure 3.1a assumes a normally distributed AY bell curve. However, there are many reasons
for a non-normal distribution. Products in preferential locations with respect to the cold airflow may
cool disproportionately quickly compared to the average rate, while other products may be shielded
from the refrigerated air and cool disproportionately slowly. Differences in product size, thermal
properties, a poor selection of sample temperature positions, or equipment error could also contribute
to a skewed temperature distribution. Regardless of cause, these effects need to be accounted for
mathematically for the heterogeneity index to be robust. The skew-normal (SN) distribution (O’Hagan
and Leonard, 1976; Terrell and Fomby, 2006) extends the normal Gaussian distribution (Eq. 3.6) to
incorporate skewness through the use of «, a shape factor. When a = 0, skewness vanishes and the
distribution reverts back to normality. When a > 0, the distribution is skewed to the right, representing
a temperature profile that has a higher proportion of warmer temperatures; and when a < 0 the
distribution is skewed to the left, a temperature profile with a higher magnitude of colder temperatures

(Figure 3.1b). The SN density function is (Terrell and Fomby, 2006):

=)o (125

w

fon(ar) = 26 ( 37
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Where ¢, is the standard normal distribution and @ is the standard normal cumulative distribution.
The two additional terms: &, defined as location; and w, defined as scale; are the SN analogues to the
mean (AY) and standard deviation (o), respectively. The SN cumulative density function is (Terrell and

Fomby, 2006):

Fsn(AY) = @, (%_f) — 2Tpen (%_f ) (38)

Where Ty ern is Owen’s T function (Owen, 1956). Hence, a temperature distribution at a given point

in time can be summarised quantitatively using just three parameters: «, ¢ and w.
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3.2.3.2: Heterogeneity over Time

3.2.3.2.1:Visualising Heterogeneity over Time

Plotting AY (Y-axis) against Y or T (X-axis) produces a variability over time plot that’s dimensionless
in terms of temperature and time. Named the heterogeneity plot, it provides engineers and technologists
with a useful visual tool to compare the variability of two or more systems over the entire processing
time. To better illustrate the value of the heterogeneity plot, theoretical heterogeneity plots are presented
in Figure 3.2 and Figure 3.3. These plots represent hypothetical chilling operations with temperature
uniformity at the beginning of the process, maximum heterogeneity at the HCT, and temperature
uniformity again when t — oo and all products are at the storage temperature. Each was constructed to
illustrate how the heterogeneity plot is interpreted and how to visually identify differences between
systems. Each line of the 11 lines on each figure represents an individual product temperature time
series. These represent the temperature at representative locations. A larger proportion of products have
AY close to 0 at all times, as they are cooling similarly to the average cooling rate. Hence, lines on the
heterogeneity plot are closer together near AY = 0. The proportion of products hotter and colder than
the average diminishes away from AY = 0, so that the lines of the heterogeneity plot separate toward
highly positive or negative values of AY. This gives all heterogeneity plots a characteristic ‘eye’ shape,
where it is tapered at both ends, as heterogeneity is low at the beginning and end of a cooling process;

and a bulge at approximately the HCT, where variability is highest.

Hypothetical cooling operations are illustrated. System A (Figure 3.2a and Figure 3.3a) shows a system
with a normal distribution of hot and cold spots, with a high level of total process heterogeneity. System
B (Figure 3.2b and Figure 3.3b) is again normally distributed, but represents a system with low total
process heterogeneity. System C (Figure 3.2c and Figure 3.3c) shows a system that has skewness over
time behaviour. System D (Figure 3.2d and Figure 3.3d) shows a process with a short intermediary
warming period. Visually comparing system A to B, it is apparent that system B has a lower spread of
temperatures over time; thus system B would be considered superior in terms of homogeneity.
Comparing system B to C makes the presence of skewness visually evident; System C clearly showing
a higher proportion of cold spots at the beginning of the chilling process, and a higher proportion of hot
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spots toward the end. System D illustrates a scenario where Y is an inappropriate process progression

index. Because of the short warming period, Y increases for a short period, causing the line on the

heterogeneity plot to reverse on the X-axis. This inconsistency is solved by using 7 (Figure 3.3d) instead

of Y (Figure 3.2d).
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Figure 3.2: ldealised heterogeneity plots, plotting AY for each individual product against Y, for four
theoretical systems: a.) System A, with a normal distribution of hot and cold spots, and a high level of
heterogeneity; b.) System B, with a normal distribution of hot and cold spots, and a lower level of
heterogeneity; c.) System C, with skewness-over-time behaviour, and; d.) System D with a short

intermediary warming period, making Y an inappropriate process progression index.
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Figure 3.3: Idealised heterogeneity plots, plotting AY for each individual product against t for four
theoretical systems: a.) System A, with a normal distribution of hot and cold spots, and a high level of
heterogeneity; b.) System B, with a normal distribution of hot and cold spots, and a low level of
heterogeneity; c.) System C, with skewness-over-time behaviour, and; d). System D, with a short
intermediary warming period, making t the appropriate process progression index.

3.2.3.2.2: Quantifying Heterogeneity over Time

A quantitative metric for heterogeneity over time is also required. The heterogeneity map was developed
for this purpose, shown for hypothetical systems in Figure 3.4. It is a 3D plot with the dimensionless

temperature difference (AY) on the Z-axis, the chosen process progression index — ¥ or 7 — on the X-
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axis, and the cumulative distribution of AY on the Y-axis (F(AY)) (Figure 3.4a and c). Alternatively,
for a 2D heterogeneity map that is perhaps easier to interpret, the Z-axis can be replaced by contours or

a colour spectrum across the AY range (Figure 3.4b and d).
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Figure 3.4: Idealised heterogeneity maps. 3D heterogeneity maps (a and c) plot AY on the Z-axis, while
the 2D heterogeneity maps (b and d) displays AY as a colour spectrum. a and b use Y as the process
progression index, while c and d use .

From this data plot, the Overall Heterogeneity Index (OHI) is derived: a single, continuous and
quantitative metric for total process heterogeneity that is dimensionless in terms of temperature and
time. The theoretical best case scenario in terms of temperature uniformity is represented by a
heterogeneity map with a perfectly flat plane at AY = 0 (Figure 3.5a). This scenario has an OHI =0, as

it is not possible to have a more homogenous system. Systems with some level of heterogeneity will
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have curvature: products that cool faster than the average rate will drop below, and products that cool
slower than the average rate will rise above the plane of the Z-axis origin. Any deviation from the best
case scenario will have an OHI > 0; and by extension, the higher the OHI, the higher the total process
heterogeneity. Individual products that are at or near to the average temperature contribute minimally
to the OHI, while products that are significantly hotter or colder than the average temperature contribute

greatly to the OHI.

a.) OHI =0 b.) OHI = 0.05

F(aY) 10 Y

Figure 3.5: Idealised heterogeneity maps of three hypothetical systems with varying levels of process
heterogeneity: a.) a system with perfect temperature uniformity (OHI = 0); b.) a system with a low level
of heterogeneity (OHI = 0.05); a system with a high level of heterogeneity (OHI = 0.1).

Therefore the OHI is equal to the volume that the surface of the heterogeneity map encompasses above
and below the Z-axis origin — as represented by the magenta coloured volume in Figure 3.5b and c. This

volume (the OHI) can be determined by:
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1 (~JSTART
OHI =J j |AY| dT dF (AY)
0 “Jenp (3.9

Where OHI is the Overall Heterogeneity Index, |AY| is the absolute dimensionless temperature

difference for all temperature positions and times, f01 dF (AY) is the integral along the Y-axis, and

fTSTART

Ton dT is the integral along the process progression index, X-axis (either Y or 7) of the heterogeneity

map.

When using Y, Tyrapr = 1 and Tgyp = 0.125:

1,1
OHly = f f |AY| dY dF (AY)
0 Jo.12s (3.10)

When using 7, Tgpapr =1 and Tgyp = 0:

1 1
OHI, = j f |AY| dt dF (AY) (3.11)
0 J0

The OHI is robust to comparisons between systems where a different number of temperature positions
are used, as the integral along the Y-axis is consistently 0 — 1 in all cases, so that the OHI scales
appropriately. The OHI is also not overly sensitive to measurement error, such as thermocouple failure
(elimination of a temperature position) or rogue data points; as the OHI incorporates the AY of each
individual product, a few outliers has a minimal impact on the overall value, if there is a reasonably

high overall sample size.

Again it should be emphasised that an OHI derived using Y is not comparable to an OHI derived using
7. A shortcoming of the OHI is that in isolation it does not indicate the extent to which a process is
dominated by products hotter or colder over time. However, as F(AY) in Eq. 3.11 can be modelled as
a SN distribution (Eq. 3.8), representative a,¢ and w can be assigned at various process times and
reported in conjunction with the OHI to give a total description of process heterogeneity over time

(section 3.3.4.3.2).
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3.3:Performance Impact on Operational Changes During Pre-Cooling

3.3.1: Introduction

A large body literature investigates the link between operational conditions and the performance of the
forced-air cooling process (see section 1.2). The majority of such studies are case specific — as
evidenced by the wide variety of recommended vent opening areas by Pathare et al. (2012) — and there
was a lack of any systematic approach to package design. For example, Han et al. (2015) added 2
additional vents to an apple carton and reported an improvement in cooling performance and cooling
uniformity. However, there was not a detailed discussion pertaining to the location of vent placement,
vent size, or vent number, beyond a packaging strength justification. How to use their findings to
replicate performance gains for the kiwifruit modular bulk package is therefore uncertain. Berry et al.
(2017) tested 4 new apple packages, the rationale for these designs being “aimed at better distributing
airflow to all fruit layers within a carton when trays are present”, but did not discuss how the new
designs accomplished this goal. The impact on cooling heterogeneity has also never been examined in
detail. In most cases the sole performance metric is the cooling rate, or the relative standard deviation

is used, which is unsuitable and mathematically unstable (sections 3.2.2.1 and section 3.3.4.3.1).

To address these issues and to begin the formulation of a systematic, repeatable experimental approach
to package design, a new set of experiments were designed. This involved the forced-air cooling of 9
pallets of Hayward kiwifruit, each in a different configuration. This represented the most extensive look
at the empirical performance of a pre-cooling system with large products wrapped in polyliners to date.
Rather than designing radically new packages, each experimental iteration represented a change in
exactly one parameter, all others being held constant. A desired outcome was quantitative statements
about system performance, such as: “an increase (or decrease) in vent size by X% resulted in an increase
(or decrease) of Y% in cooling rate and Z% in cooling heterogeneity”. In addition to improving future
experimental work, this has the potential to guide the development of the mathematical model by
highlighting which operational changes have the largest impact on system performance; parameters that

are key can be iteratively optimised, while less important parameters can be ignored and held at a
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constant within an optimization loop. It also provided an opportunity to use the newly developed

heterogeneity index (section 3.2) in a comprehensive way, demonstrating its data analysis capabilities.

3.3.2: Objectives

The primary goal was to quantitatively assess the performance impact (cooling rate and cooling
heterogeneity) of operational changes on the forced-air cooling of pallets of polylined Hayward
kiwifruit. Exactly one change was investigated at a time: increases to pressure drop through the pallet,
increases to vent size, decreases to vent size and changes in vent number. Package designs and pressure
drops were selected carefully to maximise the number of direct comparisons. This was to establish a
systematic experimental framework for investigating the link between system performance and

operational settings.

3.3.3: Materials and Methods

3.3.3.1: Laboratory Scale Pre-Cooler

This apparatus was designed and used by previous PhD student Justin O’Sullivan (O’Sullivan, 2016;
Figure 3.6). The pre-cooler was situated inside of a large refrigerated room, where the temperature and

humidity could be tightly controlled. Essentially, the pre-cooler consisted of three parts:

e A wind tunnel, where the fruit boxes sit, with the same inner dimensions as a standard
international shipping pallet (1000x1200mm). The front and back were open, while the sides
were solid polycarbonate walls, so that a pressure drop imposed over the wind tunnel would
force refrigerated air through the stacked boxes, simulating an industrial pre-cooling process.
The wind tunnel was tall enough to allow 5 layers of modular bulk packages — approximately
half the size of a standard kiwifruit industry pallet, where 10-12 layers are standard, depending
on the type of shipping container. Polystyrene and aluminium foil insulation was attached to
the top and sides of each pallet to prevent conductive heat transfer through the sides and top
and therefore restrict the predominant mode of heat transfer to forced convection with the

refrigerated air forced through the wind tunnel.
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An airflow screen consisting of two metal meshes strung tightly across a metal frame. The
purpose of this screen was to better promote a uniform inlet of air into the wind tunnel, so that
a similar velocity and refrigerated air temperature is experienced across the front face of the
stacked boxes of fruit.

The variable speed drive (VSD) fan consisting of a funnel at the front, which lined up with the
wind tunnel section, so that all three parts could be attached to become air-tight in the direction
of the airflow. At the rear was the VSD (AP0502AA5/16, Fantech, Wellington, New Zealand),
capable of speeds ranging from 0 — 50 RPS in increments of 0.1 RPS. Pressure drops created
by a particular fan speed were measured across the pallet (using a Honeywell
SSCDRRNOO5ND2AA5, USA barometer), and the flowrate through the entire system
measured by relating the pressure drop measured across an orifice plate situated just before the

fan, to the previously measured system curve (see O’Sullivan, 2016).
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Figure 3.6:The laboratory forced-air cooling tunnel, consisting of an airflow screen, wind tunnel and
variable speed drive fan.
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3.3.3.2: Temperature Measurement

Pallets of count 36 Hayward kiwifruit were delivered to Massey University by Zespri® International
and stored in refrigerated rooms at 0 °C until immediately prior to experimentation. Each trial required
500 kg (50 boxes) of fruit. The fruit was removed from cold storage and packed into the wind tunnel
(Figure 3.6). The refrigerated room where the pre-cooler was situated was initially set to 20°C, and the
VSD was turned on to force warm air through the pallet to impose a uniform starting temperature on

the fruit, and to simulate the field heat. This incubation period lasted for 24 h.

After incubation, the pallet was deconstructed so that temperature logging equipment could be inserted
into the pallet to measure cooling. Within the wind tunnel were 5 layers of 10 kiwifruit boxes; these
were labelled alphabetically from A-E, from bottom to top (Figure 3.7).
-
Refrigerated /

Insulation Air Evaporator
Plane of Symmetry Fans

Variable Speed
Drive Fan

Warmed Air

Out
- = '

Layer C
Layer B
Layer D
Layer A Instrumented

Boxes (green)

Layer B
Instrumented
Boxes (red)

Kiwifruit
Boxes

Pallet Base

Figure 3.7: Laboratory forced-air cooling tunnel set-up: 50 boxes of kiwifruit stacked into a pallet,
connected to a VSD fan. 14 boxes were instrumented: 7 in layer B (highlighted in red) and 7 in layer D
(highlighted in green).
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Due to the airflow screen, the uniform inlet of refrigerated air and the box stacking pattern, a plane of
symmetry was assumed (Figure 3.7). Thus only half of a pallet layer was measured. The highlighted 14
boxes were selected for instrumentation: 7 in row B (Figure 3.7, red), including all 4 boxes in the centre
of the pallet and three of the side row boxes on the left, relative to the direction of the inlet airflow; and
7 boxes in row D (Figure 3.7, green), with the middle row and the side row to the right. Layers B and
D were selected because they were more representative of the conditions experienced by the majority
of boxes within a pallet: the bottom and top layers (layers A and E) have different boundary conditions,

such as the bottom of layer A conducting heat to the pallet base, and the top of layer E being insulated.

Kiwifruits were manually stacked into a repeatable pattern, to ensure that a repeatable sample of
temperature positions could be recorded in addition to restricting the impact on the cooling rate and
heterogeneity to changes in operational settings, rather than an artefact of different random stacking

patterns (Figure 3.8).
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Top Layer

3" Layer

274 Layer
Bottom Layer

Figure 3.8: Kiwifruit stacked into a repeatable pattern, consisting of 4 distinct layers of fruit, used
during all experiments.

The bottom layer (Figure 3.8b) had 30 fruit, stacked in a pattern 5 fruit deep and 6 across, alternating
between a portrait and landscape orientation. The next layer had 20 fruit (Figure 3.8c), stacked in a
similar pattern but only 4 fruit deep, 5 across, in the recesses formed by the bottom layer. The third
layer had 30 fruit again, and mimicked the pattern of the bottom layer (Figure 3.8d). The top layer again
mimicked the 2" layer with 20 fruit, in the recesses of the 3" layer (Figure 3.8e). This meant that every

instrumented box had 100 kiwifruits, 2 less than the standard industry target of 102.

The temperature of fruit within the 14 selected boxes were measured by inserting Type-T thermocouples

into the centre of select kiwifruit (Figure 3.9). Thermocouples and thermocouple loggers were tested in
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an ice bath prior to experimentation, where an acceptable maximum of 0.5 °C error was observed. A
thin metal rod was used to puncture the Kiwifruit to the centre of the fruit, after which the thermocouple
was inserted. These thermocouples were connected to 64-channel data loggers (1000 Series Squirrel

Meter/Logger, Eltek Ltd. Cambridge, UK).

Thermo-

couple

Figure 3.9: Experimental kiwifruit instrumentation: a.) Type-T thermocouples were inserted into the
centre of a select number of kiwifruit; b and c.) fruit were stacked into a repeatable pattern to ensure
thermocouples were placed in the same position for each trial.

As the objective was to collect information pertaining to both the average rate of cooling as well as the
heterogeneity of cooling, a wide spatial sample of fruit were instrumented. Two sampling patterns were
selected: a 12% sample size (Figure 3.10a) and a 16% sample size (Figure 3.10b). Each sampling pattern
had the same number of instrumented fruit per layer (3 per layer in the 12% sample size, 4 per layer in
the 16% sample size). The same sampling pattern was used consistently throughout the pallet of a given

experiment, so that a pallet was either wired entirely with a 12% sample size or a 16% sample size.

The refrigerated room was then re-equilibrated from 20°C to 0°C and 80% RH, to simulate the
atmospheric conditions of an industrial pre-cooler. The pallet was then reassembled in the wind tunnel,
and the wind tunnel was attached to the VVSD and airflow screen, the VVSD fan turned on. The fan speed
was adjusted until the desired pressure drop across the pallet was achieved to simulate a specific fan
size in an industrial pre-cooler (see section 3.3.3.3 and 3.3.3.4). Although a typical forced-air cooling

process is halted at the SECT (for a kiwifruit pallet, ~12 hours, O’Sullivan et al., 2016), each pallet was
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cooled for a minimum of 20 hours to ensure cooling had reached completion. All temperatures were

recorded at one minute intervals.

Refrigeration air temperatures were measured by attaching thermocouples to the inlet vents of each

front facing box.
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Figure 3.10: Two sample sizes: a.) 12% sample size, and; b.) 16% sample size. Kiwifruit highlighted in

red were instrumented with a type-T thermocouple.
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Figure 3.11: Photos of experimental equipment: a.) the wind tunnel with kiwifruit boxes half-way
through instrumentation; b.) a fully instrumented wind tunnel; c.) the airflow screen being attached to
the wind tunnel; d.) the wind tunnel being attached to the VSD.
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3.3.3.3: Pressure Measurement

The pressure drop induced by the VSD fan was measured using a barometer (Honeywell
SSCDRRNOO5ND2AAS5, USA). There were several locations along the connected pre-cooling
simulator where the barometer could be attached with tubing to measure the pressure differential; these

are marked in Figure 3.12.

P1 P2

Airflow
Direction

Orifice Plate

Variable Speed

" Drive Fan

Airflow Wind Tunnel + ‘
Screen Kiwifruit Pallet Base

Figure 3.12: Pressure measurement positions in the laboratory tunnel pre-cooler.

The pressure drop across the pallet of fruit was measured by attaching the barometer to P1 and P2:

APpquier = P2 — P1. The volumetric flow rate was determined by measuring the pressure drop across
the orifice plate, attaching the barometer to P3 and P4: AP,,fice = P4 — P3. The system curve is

measured in O’Sullivan, 2016.
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3.3.3.4: Changes in Key Variables Affecting Performance

The cooling rate and cooling uniformity performance impact of three key variables are explored in this
study: the pressure drop, and hence the volumetric airflow rate; the opening area of package ventilation

(both increases and decreases); and the number of vents.

New box designs were sent to our commercial packaging partner for fabrication. In total, 6 new package
designs were drafted, 60 of each delivered to Massey University. Additionally, 180 standard modular
bulk packages were fabricated and delivered, enough for three half-pallets to investigate changes in
pressure drop with no package design changes. The designs of the new packages, with the dimensions

and positions of vents, are shown in Figure 3.13:

a.)  Smaller Vents 1, 3.4%TOA b.) Current Package, 7.5% TOA ¢.) Larger Vents 1, 8.9% TOA

85 mm

d.)  Smaller Vents 2, 4.5% TOA e.)  Vent Number 1,7.0% TOA f)  Larger Vents 2, 13.1% TOA

85 mm

g)  Vent Number 2, 7.0% TOA

Figure 3.13: Package and ventilation dimensions of the 7 package designs fabricated and tested during
this experiment.
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The current packaging, a modular bulk package with 2 vents at 7.5% total opening area (TOA) and 130
Pa pressure drop was defined as a ‘baseline’. New cooling regimes were an incremental change of

exactly one of the investigated variables, producing a total of 9 cooling regimes (Figure 3.14).

7.5% TOA
335 Pa
2 Vents

7.5% TOA
245 Pa @
3.4% TOA
130 Pa
2 Vents
4.5% TOA 7.0% TOA
130 Pa @ 130 Pa
Pressure 2 Vents
Drop Baseline:
Vent @ 7.5% TOA
Number 130 Pa
7.0% TOA 2 Vents 8.9% TOA
Vent 130 Pa 130 Pa @
Size 2 Vents
13.1% TOA
130 Pa
2 Vents

Figure 3.14: The 9 unique operational conditions tested, compared with the baseline package CP1
(7.5% TOA distributed over 2 vents, 130 Pa pressure drop).

The baseline package (Figure 3.13b) was given the label CP1. Changes were restricted to the front-
facing vents, so that the side vents had a consistent 2% TOA and were centred on the side face of each
box. The alternative packages maintained the height of ventilation, 35mm in all cases, and the central
position of both front-facing vents were also maintained. The TOA was therefore altered through
amendments to the width of the vents. Two packages had smaller vents (Figure 3.13a and d), labelled
SV1 and SV2, with a 3.4% and 4.5% TOA, respectively. Two packages had larger vents
(Figure 3.13c and f), labelled LV1 and LV2, with 8.9% and 13.1% TOA, respectively. The two

remaining packages were fabricated to investigate the effect of different vent numbers: VN1 and VN2
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(Figure 3.13e and g) were designed to have a similar TOA as the seed package, but the opening area
was re-distributed to 3 or 1 vent, respectively. The baseline (CP1) had a low pressure drop of 130 Pa.
Pallets with elevated pressure drops, 245 Pa and 335 Pa, labelled CP2 and CP3 respectively, were pre-
cooled using the same standard modular bulk package as CP1. Subsequently, changes to the package
design similarly required that the pressure drop of the baseline experiment be maintained; so for LV1,

LV2, SV1, SV2, VN1 and VN2, a 130 Pa pressure drop was imposed.

The specific packages and pressure drops were chosen to allow for a number of direct comparisons. For
example, CP1 and LV2 is a doubling of vent size, while CP1 and SV1 is a halving of vent size.
Furthermore, VN1 and SV2 have the same vent size but VN1 has 1 additional vent, and LV2 and VN2
has the same vent size with 1 less vent. The remaining comparisons are shown in Figure 3.15. Note:
some comparisons stated in Figure 3.15 are not exact, such as CP1 and LV2 being slightly less than
double (7.5% versus 13.1%). This is due to the industrial parter being constrained in their manufacturing
capability to produce a die with 160 mm wide vents, 140 mm being the nearest acceptable width. This
is similar to VN1 and SV2, with a 2 mm difference in vent size and other cases. Exact dimensions are

given in Figure 3.13 and Figure 3.14.

Pallets CP1, CP2 and CP3 used a 12% sample size, with 168 temperature positions (Figure 3.10a);
while pallets LV1, LV2, SV1, SV2, VN1 and VN2 used a 16% sample size, with 224 temperature

positions (Figure 3.10b).
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Figure 3.15: A comparison chart, illustrating the direct comparisons between the 9 unique operational
conditions.
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3.3.4: Results and Discussion

3.3.4.1: Experimental Results

Pallet layers were considered independent so that each pre-cooling trial had two replicates — layer B
and layer D (see Figure 3.7). The experimental cooling results for CP1 (see Figure 3.14b) is shown in
Figure 3.16. Individual fruit temperatures were plotted over the entire cooling process, displayed as
solid yellow, orange and red lines (different colours of solids lines are merely used to better distinguish
individual fruit cooling profiles and do not have a physical meaning). The average fruit temperature of
the pallet layer (blue dashed line) and refrigerated air temperature (solid light blue line) were overlaid.
Important average temperature milestones — the 1/8" cooling time (OECT), ¥ = 0.875; half-cooling
time (HCT), Y = 0.5; and 7/8" cooling time (SECT), Y = 0.125, as calculated from the FUTC using the

average air temperature — were marked as dotted lines also. Results from the remaining packages are in

appendix A.2.
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Figure 3.16: Empirical cooling curve for pallet CP1: 2 vents, 7.5% TOA, 130 Pa pressure drop. a.)
Layer B, and b.) Layer D.

Overall, these experiments were successful at capturing not only the overall cooling rate of the pallet,

but also the temperature variability that occurs during pre-cooling. These cooling curves make it
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obvious that the pre-cooling of polylined kiwifruit is a highly variable process. In all scenarios there
was a small percentage of fruit that reached the refrigeration temperature after only a few hours, while
in the same pallet, there is a select few fruit in the 5-10°C range at the pallet average SECT, when the
cooling process should be halted. While there were some clear differences between the different
operational settings — for example, the cooling profile of CP3 is clearly accelerated compared with CP1
(see appendix A.2) — there were other trends that were less conspicuous, such as the comparative
temperature heterogeneity and differences in the shape of the temperature distribution. Minutiae such

as these are determined quantitatively later with the tools developed with the new heterogeneity index.

However, before results are discussed, it’s important to first comment briefly on some faults that
occurred, not atypical for these large scale, large data point trials. Firstly, every experiment experienced
at least some data loss, where one or more thermocouples did not record the fruit temperature over the
entire cooling duration. Broken wires were repaired after being identified for use in the next experiment,
but the problem continued to persist regardless. However, because of the large number of fruit
temperature positions recorded (168 or 224 positions, Figure 3.10), individual thermocouple losses did
not contribute significantly to error. Additionally, the thermocouple logging equipment appears to have
failed in pallet SV1 (see appendix A.2). Numerous instrumented fruit behaved in a non-realistic fashion,
with temperatures continuing to decrease, even below the refrigeration temperature. These anomalous
fruit were all concentrated in layer B, so that the average cooling rate of SV1B appears to be faster than
SV1D - accelerating the SECT by over 4 hours. It is speculated that this was the result of a faulty
logger, and a different logger was used for subsequent trials and the error no longer appears. Although
SV1B is included in the analysis of cooling rate and heterogeneity, it is marked clearly as an error, and
SV1D is instead considered representative of the entire pallet. Another fault to highlight was the cooling
of pallet VN2: the cooling process for this pallet was halted at 20 hours, which was not long enough for
the entire pallet to reach the SECT. In hindsight, the pallet should have been cooled for 24 hours. This
impacted how results are reported later, such as comparisons of SECT and the calculation of the OH]I.

Due to the fruit and time requirements for each trial, it was not possible to repeat the anomalous trials.
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3.3.4.2: Impact on Cooling Rate

All temperatures were converted into their dimensionless equivalent, the fractional unaccomplished
temperature change (FUTC, Eg. 3.2). The average FUTC of each pallet layer was then computed
(Eg. 3.3) and plotted over time (Figure 3.17). CP1 being the ‘seed’ experiment can be compared in 4
ways: increased pressure drop (Figure 3.17a), decreased vent size (Figure 3.17b), increased vent size
(Figure 3.17c) and the same TOA but distributed over a different number of vents
(Figure 3.17d). In the case of VN2, both pallet layers did not reach the SECT, so the SECT is HCTx3;
theoretically, the SECT should be 3 times the HCT if there is a perfectly exponentially decaying cooling
profile, however in the other cooling scenarios the true SECT is slightly longer than HCTx3, so the
estimates for pallet VN2 are likely to be underestimates. Also SV1B should be ignored due to equipment
error artificially increasing the cooling rate, per the previous discussion. These special cases are marked

with asterisks.
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Figure 3.17: Impact on the average pallet cooling rates when: a.) increasing pressure drop; b.)
decreasing vent size; c.) increasing vent size, and; d.) redistributing the TOA over a different number
of vents. Special cases marked with asterisks; see section 3.3.4.1.

3.3.4.2.1: Cooling Rate Impact of Pressure Drop

Pressure drop appears to have a significant positive impact on the cooling rate. The SECT of CP1
averaged 13.7 h, and using the same package design with an increase in pressure drop by 89% (245 Pa)
improved the SECT by 11% on average. Further increasing the pressure drop —an approximate doubling

67



Chapter 3 — Empirical Forced-Air Cooling Performance

of the volumetric airflow rate from 0.38 m3-s™ at 130 Pa to 0.77 m3-s* at 335 Pa — improved the SECT

by 27% on average.

Incorporating economic factors such as fan power costs and the number of pallets cooled per unit time
offers an opportunity for optimization. According to standard fan relationships (Capehart et al., 2003),
the power consumption of a fan increases by 8 times when doubling the velocity; thus CP3 consumes
8.3 times more fan power compared with CP1. Although there is an increase in operational costs, the
throughput of pallets per day is improved: CP1 can cool 1.75 pallets per 24-hour period, compared with
2.30 for CP3. It may be beneficial to lower the pressure drop, sacrificing some throughput for a saving
in electricity costs. By cooling at the rate of pallet CP2, throughput would drop by only 0.35 fewer
pallets per day (1.95 pallets/day or 15% fewer pallets than CP3), while using 42% less fan power than

CP3.

3.3.4.2.2: Cooling Rate Impact of Decreasing Vent Size

Decreasing the vent size had a negative impact on the cooling rate. When the TOA was approximately
halved, from 7.5% (CP1) to 3.4% (SV1), the SECT worsened to 18.5h, a -38% decline in cooling
performance on average. At 4.5% TOA (SV2), there was a performance decline of -37% on average.
This provides clear evidence that there must be sufficient ventilation for forced-air cooling to be
effective. CP1, SV1 and SV2 would all have consumed the same fan power but the latter cases would

harshly penalise throughput.

3.3.4.2.3:Cooling Rate Impact of Increasing Vent Size

Surprisingly, and perhaps counter intuitively, increasing vent size also had a negative impact on the
cooling rate, to a similar magnitude as decreases in vent size. An approximate doubling of the TOA,
7.5% (CP1) to 13.1% (LV2) worsened cooling performance by -41% on average. A smaller increase of
8.9% TOA (LV1) performed similarly poorly, an average -42% decline in performance compared with
CP1. Both de Castro et al. (2004) and Delele et al. (2013) suggests that a maximum TOA, after which
there are no gains in cooling performance, of approximately 9% TOA. This result would appear to

contradict this conclusion, showing that increases to vent size are not merely non-beneficial, but can be
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detrimental. Upon further inspection, it is speculated that the poor cooling of LV1 and LV2 was an

indirect result of poor packaging strength.

This is because the large vents in LV1 and LV2 weakened the front face of the packaging, inducing
package bowing (Figure 3.18). A resulting gap can be clearly seen between box layers; the lack of
packaging strength creating new and unexpected airflow pathways between the top of one box and the
bottom of the next through which air was able to bypass the pallet with little interaction with the fruit,
culminating in a slower overall cooling rate. Though packaging strength was not considered in this
thesis (section 1.1), this result shows that there is a possible link between strength and cooling
performance beyond the obvious need to balance vent design to maximise airflow and minimise loss of
strength. A sturdy, rigid package not only protects the fruit from mechanical and vibrational damage,
but also presents an impermeable barrier to the incoming airflow, forcing refrigerated air through the

package ventilation and over the fruit, preventing alternative pathways.

Figure 3.18: Package bowing as a result of weakened packaging, due to increased vent sizes. This
created an unexpected airflow bypass pathway. Note that the tears on the packages are just superficial
damage to the surface as a result of handling and thermocouple attachment. This does not represent
structural damage.

3.3.4.2.4:Cooling Rate Impact of Changing Vent Number

Redistributing the same (or similar) TOA over a different number of vents had a negative impact on the

cooling rate; however, the decline in performance was greater for a single vent, with an average drop
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of -41% (comparing VN2 with CP1); while three vents only penalized performance by -23% on average
(comparing VN1 with CP1). This suggests there is more to cooling performance than just the total

opening area, and that the number of vents can also play a role.

VNL1 (Figure 3.13e) had the same individual vent size as SV2 (Figure 3.13d), but with an additional
vent in the centre of the package. The airflow restriction that occurred in pallet SV2 (Figure 3.17;
section 3.3.4.2.2) appears to also occur in pallet VN1, but with the additional vent, the penalty for such
a restriction is somewhat mitigated. VN2 (Figure 3.13g) was the worst performing design of the entire
set, even though it has the same or similar TOA as CP1 and VN1; and had a similar individual vent size

as LV2 (13.1% TOA, 2 vents).

This indicates that multiple openings are preferred for a well-designed box, where two or three vents

encourage airflow mixing and improves the interaction between fruit and the refrigerated airflow.
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3.3.4.3: Impact on Heterogeneity

3.3.4.3.1: Shortcomings of the Relative Standard Deviation

To justify the need for the new heterogeneity index (section 3.2), the shortcomings of the previously
used heterogeneity metric is first demonstrated by applying the relative standard deviation (Eq. 3.1) to
pallets CP1 and CP3 (Figure 3.19). The general heterogeneity trends discussed previously in section
3.2.2.2 and section 3.2.3.2.1 are not reflected when using the relative standard deviation with °C as the
temperature unit (Figure 3.19a). Instead, heterogeneity is calculated to increase constantly over time,
contrary to what occurs in reality, and in fact becomes mathematically unstable toward the end of the
cooling process. This is due to the average fruit temperature approaching the refrigeration temperature
of 0 °C, which artificially inflates the heterogeneity metric toward infinity — vertical bands appear on
Figure 3.19a because T fluctuates between positive and negative numbers very close to zero near the

process end time.
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Figure 3.19: Heterogeneity analysis of pallets CP1 (green) and CP3 (blue) using the relative standard
deviation, the previously used heterogeneity metric. The heterogeneity trends are not accurate due to
mathematical instability in the case of a.) °C, and artefacts of the difference in overall pallet cooling
rate in case of b.) K.

This problem is solvable by using Kelvin (K) instead of Celsius (°C) as the temperature unit, as shown
in Figure 3.19b. The expected trends with respect to the initial and final heterogeneity appear in this
case, but a new potential problem arises if systems are compared at absolute times (section 3.2.2.2): in

Figure 3.19b CP3 appears to be cooling in a more uniform manner. In reality, this is an artefact of the
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accelerated cooling rate, showcasing the need to compare different cooling operations using a
characteristic index of process progression (Y or 7) in order to compare different processes that have

achieved the same amount of cooling.

Furthermore, the relative standard deviation masks any differences there may be in the shape of the
distribution of temperatures. This is demonstrated by plotting histograms of FUTC values of pallet CP1

and CP3 (data from both layers were combined for this example) at key cooling progression stages

(Figure 3.20):
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Figure 3.20: Temperature distributions from pallet CP1 (orange bars) and CP3 (blue bars) ata.) Y =
0.875;b.) Y=0.5and c.) Y = 0.125. W = Shapiro-Wilks test statistic, p = p-value.

These histograms reveal that at the OECT (Figure 3.20a), the temperature distribution is skewed
heavily, as a proportion of fruit have cooled disproportionately faster than the average rate from being
in preferential locations with respect to the incoming cold airflow. These fruit that are cooling
disproportionately quickly will be potentially more likely to develop chilling injury, and a pallet with a
larger degree of negative skewness at the beginning of the cooling process is more likely to have a
greater number of fruit develop the condition. The level of skewness appears to have decreased at the
HCT (Figure 3.20b), so that there is a more equitable spread of hot and cold spots throughout the pallet.
At the SECT (Figure 3.20c), skewness had returned but in the opposite direction, there being a
proportion of fruit that had lagged behind the average cooling rate due to being shielded from the flow
of refrigerated air, such as fruit stacked into the centre of the box. As this is the stage at which the

cooling process is halted and the pallets are moved into cold storage, any warm spots are expected to

72



Chapter 3 — Empirical Forced-Air Cooling Performance

persist for an extended period of time as the cooling rate in a room cooling situation is significantly
slower (Boyette et al., 1989). Thus, pallets with a greater degree of positive skewness at the end of the

cooling process is more likely to have fruit losses from senescence.

These observations were further supported with Shapiro-Wilks tests (Shapiro and Wilk, 1965), where
only the temperature distribution at the HCT can be considered normally distributed. These plots also
reveal that even at the same average temperature there are differences between temperature
distributions. Though the mean is identical at the HCT (Figure 3.20b), the mode, or peak in the
distribution, is disparate, with CP3 having a peak shifted toward colder temperatures. Additionally, at
the SECT, pallet CP3 has a higher percentage of fruit that are warmer than average (Figure 3.20c).
These minute details are lost when using the relative standard deviation, but can be accounted for
guantitatively with the new heterogeneity index by fitting SN distributions to these empirical
distributions and reporting and comparing the shape («), scale (w) and location (&) values at certain

cooling stages for each pallet.

3.3.4.3.2: Application of the New Heterogeneity Index

Y was deemed an appropriate process progression index as there were no discontinuities in cooling
(section 3.2.2.2). Heterogeneity plots, qualitative charts that show temperature variability that are
dimensionless in terms of time and temperature (see section 3.2.3.2.1) are shown for CP1, CP2 and CP3
(Figure 3.21). Heterogeneity plots for the remaining pallets are in appendix A.3. These empirical
heterogeneity plots correctly reflect the expected heterogeneity behaviour over time from the theoretical
plots described in section 3.2.3.2.1 (Figure 3.2). The characteristic ‘eye’ shape is clearly reflected and
the skewness over time behaviour is apparent by the absence of longitudinal symmetry — similar to the
hypothetical system C (Figure 3.2c), where there is a higher proportion of cold temperatures at the
beginning of a cooling process and then a higher proportion of hotter temperatures near the end. Despite
the large increases in pressure drop from CP1 to CP3 (Figure 3.21a - b versus Figure 3.21e - f), the

levels of heterogeneity are largely similar. These visual trends are quantified later in this section.
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Figure 3.21: Experimental heterogeneity plots for pallets a.) and b.) CP1; ¢.) and d.) CP2 and e.) and
f.) CP3.

The heterogeneity of the entire cooling process is represented by the overall heterogeneity index, OHI
(Eq. 3.10). The OHI for each pallet layer are presented in Figure 3.22." Heterogeneity maps for each

pallet and pallet layer (see section 3.2.3.2.2) from which OHI is derived can be seen in appendix A.4.

The OHI does not have information pertaining to the shape of the temperature distribution, nor how it
changes over time. Therefore, a representative SN distribution was fitted to the empirical temperature
distribution for every pallet layer at 8 cooling stages (Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and
0.125) to obtain the shape (a), scale (w) and location (&) values of each representative distribution
(Figure 3.23 — Figure 3.26). Distributions were fitted using least-squared non-linear regression and
validated with Kolmogorov-Smirnov tests (Pons, 2014), where p > 0.05 in all cases (see appendix A.5).

The end of the cooling process is an especially important cooling stage, as the temperature distribution

* The OHI value for SV1B should be ignored as there was equipment error during this trial. Also, VN2 did not
reach the SECT before the experiment was halted, which Eq. (3.10 relies on to compute a fair OHI. VN2B was
ceased at ¥ = 0.1674, and VN2D at ¥ = 0.1553; a special OHI was computed for these cases using these end
values. Error bars of 5.1% and 3.6% were added to approximate the true OHI if the pallet had been allowed to
cool until ¥ = 0.125. These special cases are marked with asterisks.
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at that time will likely persist for a long period of time when the pallet is moved into cold storage (Table

3.1).
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Figure 3.22: Total process heterogeneities, represented by the overall heterogeneity index (OHI),
comparing a.) changes in pressure drop; b.) decreases to vent size; c.) increases to vent size, and; d.)
the same TOA distributed over a different number of vents.
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Impact of Pressure Drop on Heterogeneity Trends
CP1 =2 vents. 7.5% TOA. 130 Pa; CP2 =2 vents. 7.5% TOA. 245 Pa:
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Figure 3.23: Differences in the distribution of temperatures, expressed by representative shape (a),
scale (w) and location (&) values, when the pressure drop is increased: pallets CP1, CP2 and CP3.

Impact of Decreasing Vent Size on Heterogeneity Trends
CP1 =2 vents, 7.5% TOA. 130 Pa; SV1 =2 vents. 3.4% TOA. 130 Pa:

20 0.3 0.25
a)
15 0.2
0.25 015
10
S 0 o 01
g - 3 = 005
— 5 .
§ 0 ¢ % 0.15 ‘,(_;;; 0
©
- 4 -0.05
' -0.1
-10 F
0.05 -0.15
-15 F —— Layer B —— Layer B 02 F —O— LayerB
—O— Layer D —O— Layer D —O— Layer D
220 1 1 1 0« 1 1 1 -0.25 1 1 1
1 0.75 0.5 0.25 0 1 075 05 025 0 1 075 05 025 0
Y Y Y

Figure 3.24: Differences in the distribution of temperatures, as expressed by representative shape (o),
scale (w) and location (&) values, when the size of vents was decreased: pallets CP1, SV1 and SV2.
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Impact of Increasing Vent Size on Heterogeneity Trends

CP1 =2 vents, 7.5% TOA. 130 Pa; LV1 =2 vents. 8.9% TOA. 130 Pa; LV2 =2 venfs. 13.1% TOA. 130 Pa
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Figure 3.25: Differences in the distribution of temperatures, as expressed by representative shape (a),
scale (w) and location (&) values, when the size of vents was increased: pallets CP1, LV1 and LV2.

Impact of Vent Number on Heterogeneity Trends

CP1 =2 vents, 7.5% TOA, 130 Pa; VN2 =1 vent. 7.0% TOA, 130 Pa; VNI = 3 vents. 7.0% TOA. 130 Pa
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Figure 3.26: Differences in the distribution of temperatures, as expressed by representative shape (a),
scale (w) and location (&) values, when the same TOA is distributed over a different number of vents:

pallets CP1, VN1 and VN2.
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SN Distribution at SECT

Pallet | Pallet Layer Shape () | Scale (w) | Location (&)
B 2.74 0.101 -0.078

CP1
D 3.19 0.122 -0.100
B 10.58 0.131 -0.102

CP2
D 1.85 0.128 -0.092
B 3.96 0.116 -0.094

CP3
D 8.90 0.152 -0.123
B 0.85 0.087 -0.048

VN1
D -1.52 0.105 0.066
B” 19.17 0.151 -0.115

VN2
D™ 0.33 0.068 -0.019
B 0.91 0.163 -0.090

SV1
D 3.13 0.144 -0.109
B -2.50 0.136 0.095

SV2
D 0.74 0.090 -0.046
B 2.59 0.120 -0.089

LV1
D 1.73 0.102 -0.072
B -0.76 0.092 0.043

LV?2
D 3.33 0.083 -0.064

Table 3.1: Shape of the temperature distribution at the end of the cooling process (SECT), as
representative shape (o), scale (w) and location (&) values.

3.3.4.3.3: Heterogeneity Impact of Pressure Drop

The ‘baseline’ pallet, CP1, with a pressure drop of 130 Pa, had an average OHI of 0.0807 (Figure 3.22a).

Increasing the pressure drop had a negative impact on the cooling heterogeneity: an increase of 89% in

* Y=01674
Y =0.1553
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the pressure drop for pallet CP2 worsened the OHI by -9%. Increasing the pressure drop to double the
volumetric flowrate of pallet CP1, pallet CP3 also resulted in more heterogeneity, but to a lesser degree:

-4.7% on average.

More is revealed when observing how the shape of the temperature distribution changes over the cooling
process (Figure 3.23). All pallets followed a general trend of being skewed negatively near the
beginning of the process and positively at the end; however CP3D showed extremes of this behaviour,
with a shape value of a =-12.5 at the OECT and a = 10.58 at the SECT (Figure 3.23a). This pallet is
therefore likely to be more susceptible to chilling injury with a large proportion of fruit cooling very
rapidly at the start of the process, and a higher degree of fruit softening from senescence as the pallet
ends cooling with a larger proportion of warm fruit. The scale values (w) — analogous to the standard
deviation — are also generally higher at the SECT for accelerated airflow rates (Table 3.1), indicating a

greater degree of temperature variability at the process end time.

Overall, increasing the pressure drop is detrimental to system performance, from a heterogeneity
perspective. Optimization could come from lowering the pressure drop, sacrificing throughput (less
pallets per day) to achieve a more uniform cooling profile, which could be beneficial from a product
losses stand-point (more $ per pallet); also note that in a facility total throughput could be maintained
by increasing the number of pre-coolers in operation. To establish such an optimization, the link
between heterogeneity metrics such as the OHI, scale, shape and location values and the degree of
product losses from chilling injury and/or senescence should be investigated further, though it is not in

this thesis.

3.3.4.3.4: Heterogeneity Impact of Decreasing Vent Size

Decreasing vent size appears to have a negative impact on heterogeneity. Halving the vent size to 3.4%
TOA worsened the OHI by -1.5% (Figure 3.22b), whereas total heterogeneity worsened at 4.5% TOA
(SV2) by -9% on average compared to the baseline CP1. Both pallets SV1 and SV2 showed negative
skewness over time behaviour that was greater than CP1 (Figure 3.24a), so that there may be more fruit

with chilling injury from these pallets. Negative skewness persisted even to the process end time, where
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SV2B had a shape value of a« = -2.50 at the SECT (Table 3.1). This indicates a plurality of colder
temperatures when the pallet is moved into cold storage, potentially reducing the degree of degradation

due to senescence.

Reducing vent size is not recommended for Hayward Kiwifruit — it has a negative impact on both the
cooling rate (section 3.3.4.2.2) and the heterogeneity, and may promote chilling injury. For an
alternative crop that is resilient to chilling injury and more susceptible to senescence, it may be

beneficial to reduce vent size.

3.3.4.3.5: Heterogeneity Impact of Increasing Vent Size

Increasing vent size had an indeterminate impact on heterogeneity — better in some cases, worse in
others. Increasing TOA to 8.9% (LV1) worsened the OHI by -2% on average compared to the baseline
package (CP1); while increasing vent size further to 13.1% TOA improved heterogeneity by +4.5% on

average compared to CP1 (Figure 3.22c).

Both larger vent designs showed a more negatively skewed temperature distribution (Figure 3.25a),
indicating there may be slightly more chilling injury in these pallets. LV2 ended up with slight
improvements to the scale value at the SECT (Figure 3.25b; Table 3.1), indicating the pallets are better
suited for long-term cold storage. Generally, increasing vent size had a trivial impact on the
heterogeneity. This may be due in part to the package strength failure issue discussed previously

(section 3.3.4.2.3).

3.3.4.3.6: Heterogeneity Impact of Changing Vent Number

Ceasing cooling at 20 hours meant that VN2 did not reach the SECT, so that a fair OHI cannot be
computed. However, estimates of 0.0885 and 0.0772 were computed using Y = 0.1674 and 0.1553 as

the end point, and with 5.1% and 3.6% added to estimate the missing information (Figure 3.22d)

VN2, with 7.0% TOA but only a single vent, saw a small average decline of -3% in heterogeneity
performance compared with CP1. This same 7.0% TOA but distributed over three vents (VN1) saw a

marked improvement in heterogeneity of +8.5% on average compared with CP1.
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Looking at heterogeneity trends, VN2 showed extreme skewness over time behaviour (Figure 3.26a)
with a sharp decline into negative shape values at the OECT and then later a sharp increase into positive
shape values as cooling progressed toward the SECT. The pallet may therefore promote more chilling
injury and senescence degradation in cold storage, both contributing factors towards product losses.
Conversely, VN1 showed very minor skewness over time behaviour, with less negative shape values at
the OECT and near 0 or negative shape values at the SECT, beneficial for the minimisation of both

chilling injury and senescence (Figure 3.26a; Table 3.1).

More vents are therefore clearly superior to less vents at the same TOA, showing improved
heterogeneity and mitigation of skewness over time behaviour that can negatively impact product
quality. This coupled with the superior cooling rate of VN1 over VN2 (section 3.3.4.2.4) further
supports that it is preferable to have more ventilation openings. This aligns with the findings of

Dehghannya et al., 2011.

3.3.5: Conclusions

This section sought to develop a systematic experimental approach to package design for the forced-air
cooling process, where four key operational settings were studied in isolation: increases to pressure
drop through the pallet, increases to vent size, decreases to vent size and changes in vent number.
Performance between pallets was compared in terms of cooling rate via the pallet average SECT
(hours); and in terms of cooling heterogeneity, the OHI. An overall summary is given in Figure 3.27.
No new design or operational condition was categorically better than the baseline package CP1, as
evidenced in Figure 3.27b having an empty upper-right-hand quadrant. In general, increasing the
pressure drop (CP2 and CP3) accelerated the cooling rate, which also increased cooling heterogeneity.
Decreasing vent size (SV1 and SV2) was very detrimental to the cooling rate and uniformity, showing
that poorly ventilated horticultural packaging restricts access of refrigerated air throughout the package.
Interestingly, increasing vent size (LV1 and LV2) worsened the cooling rate at levels as severe as
decreasing vent size, with an indeterminate impact on cooling uniformity. This revealed a new link
between package strength and the cooling efficiency, where the large vent holes weakened the package

enough to create small gaps between boxes, creating new bypass airflow pathways.
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Figure 3.27: Performance of each package design, reported by the average cooling rate (SECT, hours)
and cooling uniformity (OHI). a.) absolute performance; b.) performance relative to the baseline

package, CP1.

Redistributing the same TOA into a different number of vents (VN1 and VN2) favoured the package

with more vents, with the largest improvement to cooling uniformity and only a modest decline in the

cooling rate relative to the baseline (CP1).
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3.4: Single Box Cooling Validation Data

3.4.1: Introduction

Section 5.5 and section 6.2 later outlines that the heat transfer model to be developed was a single box
scale model, for which there is a need for validation data. It was originally intended that the first box to
receive inlet refrigerated air in the pallet scale experiments be used for validation, but this information
had boundary conditions that were not easily described without modelling the whole pallet — the front
of the box was exposed to cooling air, but the back and sides of the box conduct heat to the packages
it’s in contact with, the temperature of which is not constant and changes at a different rate over time
according to the airflow pattern created by the packaging ventilation. As such, a new experiment was

designed to collect single box cooling validation data with well-defined boundary conditions.

3.4.2: Materials and Methods

The intention of this experiment was to design a forced-air cooling set-up with well-defined boundary
conditions for a single package. The wind tunnel used for pallet scale experiments in section 3.3 was
modified to produce a slimmer tunnel inside of which a stack of single boxes could sit flush with the

tunnel walls, by placing thick slabs of polystyrene insulation on either side of the tunnel (Figure 3.28).

Stacking a single layer of boxes in the new wind tunnel reproduces the boundary conditions of a pallet
of kiwifruit (O’Sullivan et al., 2016) but at the single box scale: the sides of each box are insulated by
the polystyrene insulation, the front and backs of each box are directly exposed to high velocity
refrigerated air, and if only the packages in the centre of the stack are instrumented, each box has a high
velocity of air flowing through the package ventilation and over the top of the polyliner, which also acts
as a significant mode of heat transfer by convection of heat conducted through the bottom of the box

above it.

As highlighted in red in Figure 3.28, there were three instrumented boxes per trial. Boxes were
instrumented in an identical fashion to section 3.3.3.2, with the fruit in each box stacked into a

repeatable pattern (Figure 3.8) with a 12% sample size (Figure 3.10a).
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Figure 3.28: Laboratory forced-air cooling tunnel set-up for single box cooling: 5 boxes of kiwifruit

stacked into a column in the wind tunnel, connected to a VSD fan. 3 boxes were instrumented,
highlighted as red.
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Figure 3.29: Fruit temperature positions.

Fruit were incubated to ~20 °C and cooled for a 24-hour period in a refrigerated room set to 0°C, with
a one-minute logging interval. Four airflow rates were investigated by changing the variable speed drive
to produce four across-pallet pressure drops (measured as the pressure difference between points P1

and P2 — Figure 3.28 — see section 3.3.3.3) of approximately 15, 30, 60 and 120 Pa.
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3.4.3: Results and Discussion

Temperature profiles at each recorded temperature position (Figure 3.29) for each pressure drop is
presented in Figure 3.30, Figure 3.31, Figure 3.32 and Figure 3.33; and the box average fruit

temperature profiles are presented in Figure 3.34:

APpaner=15Pa Replicate 1 — — — Replicate 2 «++«+++ Replicate 3 Air

Fruit1 Fruit 2 Fruit 3 Fruit 4 Fruit 5 Fruit 6

Temperature (°C)

Fruit 7 Fruit 8 Fruit 9 Fruit 10 Fruit 11 Fruit 12

Temperature (°C)

Time (h) Time (h) Time (h) Time (h) Time (h) Time (h)

Figure 3.30: Individual temperature position cooling profiles, APp,jiec = 15 Pa.
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Figure 3.31: Individual temperature position cooling profiles, APp,jec = 32 Pa
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Figure 3.32: Individual temperature position cooling profiles, APp,yjec = 65 Pa
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Figure 3.33: Individual temperature position cooling profiles, APp,jiec = 118 Pa

Some locations show a high degree of variability, while others are more uniform. Fruits 1, 2 and 3
generally show closeness across replicates; these being the fruit on the bottom of the package, they
primarily exchange heat via conduction through the fibreboard they are pressed up against. Differences
in contact area and placement would therefore be relatively small. Other locations, such as fruits 10, 11
and 12, show a larger separation in cooling rates between replicates. These fruits, at the top of the box,

primarily cool through convection with the refrigerated airflow.
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Figure 3.34: Box average temperature profiles. Error bars are the 95% confidence interval.

The shape of the polyliner in the headspace is potentially complicated and inconstant, where small

deviations in how the bag is wrapped around the fruit and secured could mean the polyliner is pressed

tightly against the top fruits, or there is a small air gap — this is confirmed later in section 5.3.3. Minute

differences in the stacking pattern and individual fruit sizes/shapes can also impact the airflow pattern

formed during cooling, contributing to the observed variances.
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Chapter 4

Bulk Fruit Geometry

4.1: Introduction

This thesis is predicated on a philosophy of flexibility and automation. One of the major obstacles to
model flexibility is the construction of accurate 3D bulk fruit geometry. When a collection of
horticultural products is packed into a box, the shape of the individual fruits or vegetables combine to
form a convoluted shape that may have a significant impact on the airflow pathway and hence the rate
of cooling via convection; and the magnitude through which touching fruits exchange heat via
conduction could be dependent on the random stacking pattern. While some horticultural products can
be simplified as a stack of spheres — such as apples or oranges (Tanner et al, 2002b; Defraeye et al,
2014) — kiwifruit are proto-ellipsoids and simplification in this manner may introduce an unacceptable
level of error. It would be beneficial to have a methodology that informs the model user of the geometry
inside of a given package; such a procedure would greatly open the design space, increasing the size

and scope of systems which can be modelled.

A bulk fruit geometry generation tool is developed in this chapter. In section 4.2 the internal geometry
of fruit packages are empirically studied via X-ray tomography (CT scanning); in section 4.3, a shape
equation for Kiwifruit is developed so that digital fruit analogues can be rapidly generated in CAD
software; and section 4.4 describes the development of a random stacking model, simulating gravity

and friction forces on a collection of fruit to fill any enclosure.

4.2: X-Ray Tomography of Bulk Fruit Shape

4.2.1: Introduction to X-ray tomography

Tomography is a powerful tool that is used predominantly for medical applications, allowing the cross-
sectional shape of an object — usually a person or animal — to be determined in a non-invasive manner

(Robb, 1985; Larsen and Jacobi, 1986). The same techniques for imaging used in medicine can be used
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as a non-destructive method to determine the internal structure of a material or collection of materials
(Cartz, 1999), such as a modular bulk package filled with horticultural products. Several tomography
techniques exist that can provide the relevant information concerning the internal geometry of a
package. Emission Computed Tomography — which includes Photon and Positron Emission
Tomography — is not useful for the primary focus of this thesis, as it requires the administration of a
radioactive isotope into the object under study, adding prohibitive cost and risk to the experimental
design (Kak and Slaney, 1988). X-Ray Computed Tomography (CT scanning), Ultrasound and
Magnetic Resonance Imaging (MRI scanning) on the other hand are all viable methods; these emit a
source of energy — light, sound or magnetism — into the target material and measure its absorption or
reflection at a specified point (Robb, 1985; Zeng, 2010). X-ray tomography was viable in this scenario
as X-ray absorption is proportional to the density of the material, which is distinct between the principle
phases — namely air, p, = 1.205 kg.m3; kiwifruit, ps = 1037 kg.m™3; and packaging pp = 200 kg.m
(section 5.4). The Massey University Veterinary Hospital had a suitable CT scanning machine available
for hire (Model: Phillips Optimus Diagnost Ceiling System; Stockin et al., 2008), so CT scanning was
used for this project. It had a circular field-of-view, with a diameter of 0.5m; large enough for small
animals (dogs, cats or sheep) to have full body scans, or for large animals (horses, cows) to have parts
of their anatomy scanned, with the assistance of a winch. The modular bulk packages of kiwifruit that
were scanned had a maximum outer dimension of 0.4 m, so that full boxes of kiwifruit could be scanned
as is, without the need for miniaturisation or modification to the scanner or packaging system. A

schematic of the scanner is given in Figure 4.1a.
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Figure 4.1: a.) lllustration of the CT scanner and its major components; b.) Photograph of kiwifruit
boxes inside the Massey University Veterinary Hospital CT scanner; c.) a single CT scan image from

the CT scanner, showing the cross-section of a box of kiwifruit, colour representing the CT number
(level of X-ray absorption).

CT scanning is becoming a popular technology in the field of agrifood research, with the technique
being utilised to investigate the internal and external structure of horticultural products and processed
foods: for example, Rogge et al. (2015) used a CT scanner to measure the external shape of individual
apples and pears, which was then used as an input to develop a 3D contour based geometrical model
generator. This enabled a virtual investigation into the optimum controlled atmosphere settings, where
a 2kPa partial pressure of O, gave the lowest chance of storage browning (Ho and Rogge et al., 2016);

and Alvarez et al. (2015) used X-ray micro-CT (UCT) — with a voxel size of 5um — to investigate the
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internal structure of ice cream, where histogram and watershed segmentation was applied to the CT
scan information to determine the fraction of air bubbles, ice crystals and fat globules within a Imm?
cubic sample. These recent works show that CT scanning has potential to be useful in the current

application — deriving the bulk shape of kiwifruit stacked in a modular bulk package.

The specifics of X-ray tomography — such as how a set of raw transmission and reflection signal data
is processed into a cross-sectional image — are not given here, but can be found in Kak and Slaney
(1988) and Robb (1985). In practice, it is only important to know that a CT scanner outputs a series of
Digital Imaging and Communications in Medicine, or DICOM files (.dcm). Contained within each .dcm
file is a 2D map of the X-ray absorption of each position, given in CT numbers (computed tomography

numbers; Bryant et al., 2012):

_ HUmaterial — Hwater

CTnumper = 1000 (4.1)

Uwater

Where CTyymper 1S the CT number, tyqteriar 1S the X-ray absorption coefficient for the material, and
Uwater 1S the X-ray absorption coefficient for water. An example 2D cross section DICOM image —
derived from the scanning of a box of kiwifruit — is provided in Figure 4.1c, where the colour scale

represents CT number.

4.2.2: Raw CT Data Collection

Grade 1 export quality count 36 hayward kiwifruit were delivered to the CPRR from Zespri®
International (the same batch of fruit used for cooling experiments, section 3.3) and stored in a
refrigerated room. Immediately prior to scanning, three boxes of kiwifruit were removed from cold
storage and placed into fresh modular bulk packages. The boxes were transported a short distance from
the CPRR Postharvest Laboratory to the Massey University Veterinary Hospital for scanning. Two
packages were placed into the CT scanner to collect two replicates of the empirical bulk shape of
randomly stacked fruit. A third package was opened and the fruit were rearranged into the same orderly
stacking pattern used throughout the forced-air cooling experiments (section 3.3; Figure 3.8). Boxes

were scanned at the maximum possible resolution of 0.8 mm slices.
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4.2.3: CT Scan Data Processing

The MATLAB function ‘dicomread’ was used to import the .dem files into memory. A given CT scan
slice resembles a typical pixel set, (Figure 4.2a; Cohen-Or and Kaufman, 1995). Pixels were given the
notation of [, where an individual pixel is denoted as p,, = x, which is interpreted thusly: the subscript
n is used to identify the location of the pixel being referred to, and x is the value of the referred pixel.
x can be a continuous number, an integer or a Boolean, depending on the nature of the image processing
technique being applied to the slice. For example, x can be a continuous number like the CT number;
it can also be an integer where each number corresponds to a specific phase, such as air = 1, packaging
=2 and fruit = 3; or it can be a Boolean, where x = 1 represents that a pixel is ‘on’, and x = 0 represents
the pixel is ‘off’. The size of a given pixel, dx and dy, depends on the depth of view, information stored
in each .dcm file and can be accessed with the MATLAB function ‘dicominfo’ to provide the exact

pixel spacing.

A collection of CT scan slices can be combined in the 3 dimension to form a voxel set (Figure 4.2b;
Cohen-Or and Kaufman, 1995). Like the pixel set, the voxel set is a regular 3-dimensional grid with
many of the same mathematical properties. The voxel is denoted as v, and an individual voxel as v,, =
x, with the same conventions as previously. The size of a voxel is given by the pixel spacing (dx and
dy) as well as the thickness of the CT scan slice (dz), which was the smallest possible value for the CT

scanning machine, 0.8 mm.
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Figure 4.2: a.) a typical 2D pixel set, a regular 2D grid, with individual pixels defined by p,, of size dx
and dy; b.) a typical voxel set, a regular 3D grid, individual voxels defined by v,, of size dx, dy and dz.

Identifying which voxels belong to which phase was an important consideration for building useful 3D
geometries from raw CT scan data. The procedure developed for phase separation is demonstrated in
this section on a single CT scan slice to make the process easier to understand — however this resulted

in a number of error that do not occur when applied to the full 3D voxel set.

Figure 4.3 shows a raw CT scan slice. Colour represents the CT number of each pixel — dark blue areas
being spare material, dark red being dense material. Below the box is the cross-section of the table it is
resting on. The kiwifruit inside of the boxes were wrapped in a polyliner when they were scanned,
however it would appear that the thin plastic film does not appear in the scans. The first step was to
execute a simple crop, to eliminate as much superfluous information (such as the table) as possible.

Pixels outside the specified range were set to p,, = 0 (Figure 4.3b).

The X-ray absorption of a pixel is closely related to the density of the material in that position, and the
three phases within the system have disparate densities: fruit with pg =~ 1037 kg.m, packaging pp =
200 kg.m™ and air p, =~ 1.205 kg.m™ (see section 5.4). Therefore, clearly separate non-overlapping
ranges of CT numbers can be identified that correspond to each of the three phases, which in turn can
be used to discretize the pixel set from continuous CT numbers to quantized integers that correspond to
each of the three phases. For example, these ranges could be defined manually by inspecting Figure 4.3
and selecting appropriate values: fruit were visually conspicuous as dark red objects with higher CT
numbers than the rest of the pixel set, so perhaps pixels with p,, = 900 could be considered fruit pixels,

where fruit pixels are denoted as p,, = 3; packaging appeared as light blue lines with intermediate CT
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numbers, so that perhaps 200 < p,, < 900 could be considered packaging pixels, converting them into
P, = 2; and air appeared as dark blue with very low CT numbers, so p,, < 200 could be considered air
pixels, p, = 1. However, manually selecting the ranges for discretization is neither flexible nor
automated, so there needed to be a computational method that could analyse a CT pixel or voxel set and
output the best ranges for image discretization. Otsu’s method was employed to achieve this (Otsu,

1979) via MATLABs ‘multithresh’ function.
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Figure 4.3: A raw CT scan slice of fruit inside of a modular bulk package. Colours represent CT
number. a.) raw CT scan slice; b.) raw CT scan slice with superfluous information cropped out.

The function requires two inputs: the image to be discretized, and the number of discretization levels.
The function then outputs the best ranges for discretization. This is demonstrated in Figure 4.4 where 2
to 7 discretization levels were applied to Figure 4.3. At two levels of discretization (Figure 4.4a), Otsu’s
method recognised two phases within the system, assigning solids (packaging and fruit) as any pixel
with p,, > 212; and air as any pixel < 212. At three levels (Figure 4.4b) — the same number as the
number of phases within the system — Ostu’s method recognised fruit as p,, > 665 (yellow), packaging
as 141 < p,, < 665 (cyan) and air as p,, < 141 (blue). While this discretization was mostly successful
in identifying which pixel belonged with which phase, there was still a large degree of
mischaracterisation — seen most predominantly within the kiwifruit epidermis (skin), these pixels have
been falsely identified as packaging as they share a similar radio-absorption as the fibreboard. These

mischaracterisations need to be corrected — details of this process is explained later in this section.
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As long as there is a relatively large difference in X-ray absorption between fruit, packaging and air,
this method of assigning pixels to a particular phase is expected to remain applicable when dealing with
other horticultural products packed into boxes. Fruits and vegetables have a high water content which
is responsible for most of their radiation absorption properties. According to Zespri® International
(2011), green Hayward kiwifruit has a water content of 83.5%; while other popular New Zealand
horticultural exports (Aitken and Hewett, 2016) apples, pears and avocados have water contents of 84%,
84%, and 74%, respectively (ASHRAE, 2010); thus the average CT number of these products is
expected to be similar to the current kiwifruit situation. If the packaging material does not exhibit an
intermediary CT number range as it was in the case of the kiwifruit box, then it is suggested that a
custom package is created for use with the CT scanner, made of sparse material (such as fibreboard)

but retaining the shape of the original package.

To further illustrate Otsu’s method of discretization, higher orders of discretization are shown in Figure
4.4c - f, where the function was used to identify 4-7 discrete levels. As the level of discretization
increased, Otsu’s method began to detect the internal physiological structure of the kiwifruit as separate
phases, highlighting the differences between the inner pericarp (core), outer pericarp (flesh) and
epidermis (skin). These features have potential to be useful in an alternative application, such as a
horticultural product that requires modelling as a multi-phase, anisotropic object — such as an avocado,
which has a leathery skin, soft flesh and a large hard stone. Increasing Ostu’s method to identify 5
phases (skin, flesh, stone, packaging and air) would accommaodate for this. However, this added level
of complexity isn’t necessary for the situation at hand (kiwifruit); there is no evidence to suggest that
modelling, for example, the inner pericarp and outer pericarp as separate phases adds accuracy
compared to a lumped approach, where individual kiwifruits are modelled as a single solid phase with
effective thermal properties (Datta and Dhall, 2011). Therefore, Otsu’s method with three discretization

levels was taken (Figure 4.4b) and carried forward.
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Figure 4.4: CT scan slice subjected to the ‘multithresh’ function (Otsu, 1979), with an increasing
amount of discretization levels: a.) 2 levels; b.) 3 levels; c.) 4 levels; d.) 5 levels; e.) 6 levels; f.) 7 levels.

Figure 4.5 shows Figure 4.4b in more detail, where the degree of mischaracterisation is more apparent.
Otsu’s method misinterpreted many pixels, such as there being packaging ‘wrapped’ around the fruit,
as the epidermis region of the fruit shared a similar X-ray absorption as fibreboard (141 < p,, < 665).
Additionally, some pixels within the table on which the box sits were mischaracterised as fruit, as it is
composed of similarly dense material (p,, > 665). Finally, there is a small region within the fruit that
has been mischaracterised as packaging. Although this ‘hole’ in the fruit only occurred once in this
demonstration, these areas of unusually low X-ray absorption within the flesh of the fruit is very
common throughout the remainder of the slices, and is caused by fruit damage such as bruising, chilling
injury and rotting. X-ray absorption may be a useful method for non-destructively identifying such
pathology during grading, but was not useful for this application. Methods for correcting each of these

mischaracterisations were therefore developed and explained further in this section.
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Figure 4.5: Enlarged result of applying Otsu’s method (Otsu, 1979) with 3 discretization levels to the
raw CT scan slice, with mischaracterised pixels (fruit injuries, epidermis pixels and pixels in the table
the box is resting on).

First, the mischaracterised fruit pixels within the table were addressed. The packaging pixels (any pixel
with a value of 2) were temporarily removed, and the remaining information converted to binary (air
pixels = 0; fruit pixels = 1; Figure 4.6a). The MATLAB function ‘regionprops’ was used to divide the
binary image into identifiable connected regions, shown in Figure 4.6b. The output of the ‘regionprops’
function was the number of pixels and the position of each pixel within a given connected region. As
fruit are considerably larger than the mischaracterised regions in the table, regions below a certain
threshold, 6y,,;¢, were deemed to be mischaracterisations and were eliminated; in this case, a threshold
of i = 100 pixels was used. This meant that pixels within regions 1-7, 10-18, 20-21, 21 and 30-40
were set to 0 (see Figure 4.6b). An error occurs during this step as a result of this demonstration being
applied to a single 2D slice, rather than the entire 3D voxel set: a legitimate fruit region was deleted,
region 24. As this region represents the top of a fruit that is more predominantly features in further CT
scan slices, it had a pixel size of only 11 pixels, underneath the 6¢,,;; = 100 threshold. When applying
this process to the 3D voxel set, small regions like region 24 are considered connected to a much larger

region through the Z direction, so that this error does not occur normally.

97



Chapter 4 — Bulk Fruit Geometry

Next, the mischaracterisations within the flesh of the fruit were investigated. The pixel data was inverted
so that air pixels = 1 and fruit pixels = 0 (Figure 4.6¢). ‘regionprops’ was applied again to identify
regions within the binary image. The first and largest region (region 1, 143124 pixels) is the air outside
of the surface of the fruit (see Figure 4.6d). Any additional regions are those caused by internal injuries
inside of the fruit (region 2, 2 pixels). All regions except for the largest one were therefore eliminated.
In this 2D demonstration there is a possibility of there being a pocket of air ‘trapped’ between several
fruit, disconnected from the bulk of air inside of the package. This routine would also recognise this
region as a fruit defect and falsely delete it. However, this risk is an artefact of the 2D nature of this
demonstration; there is not the possibility of there being a disconnected air region trapped between fruit

in the 3D case, as these regions are connected to the bulk air via the Z (out of page) direction.

O Air: p, =0 [ Fruit: p, =1

&) [ Air: p, =0 W Fruit: p, =1 3 Region 1, 143124 Pixels

Region 2, 2 Pixels

/

Figure 4.6: Illustrations of processes undertaken to compensate for mischaracterised pixels: a.)
packaging pixels removed, then the remaining pixels were converted to binary, b.) ‘regionprops’
MATLAB function was applied to find the number of connected regions and their pixel size; c.) all
regions under B¢, = 100 threshold removed, and the binary image was then inverted; d.)
‘regionprops’ applied again, and all regions except for the largest was eliminated.

Although there was only one small defect in the 110" slice of the CT scan data, this process was a

necessary inclusion as there were many more defects within the fruit in subsequent slices.
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The packaging pixels temporarily removed in a previous step (Figure 4.6a) were then examined. This
data contained a large number of pixels within the fruit epidermis mischaracterised as packaging. A
routine was developed to reassign as many mischaracterised pixels as possible, while simultaneously
leaving correctly identified packaging pixels alone. This was done by examining the positional data of
every packaging pixel in the pixel set: pixels in close proximity to fruit pixels (p,, = 3) were more
likely to be mischaracterised epidermis pixels, while pixels in close proximity to other packaging pixels
were more likely to be correctly characterised packaging pixels. A square search radius of a specified
size, Ogearcn, Was implemented around each packaging pixel, and the number of fruit pixels were added
to, and the number of packaging pixels subtracted from, the cumulative proximity, CP (Eq. 4.2); Figure

4.7):

Py = (D Possaren =3) = (D Porucren = 2) (42)

Where CB, is the cumulative proximity of packaging pixel n, and py_, . are all pixels inside of the

search radius Ogeqrch-

search radius
. Pixel Under Study (3 pixels)

|:| Fruit Pixel (p,, = 3)
|:| Package Pixel (p,, =2)

A
v

Figure 4.7: Visualisation of the cumulative proximity routine developed to assess whether a pixel within
the fruit epidermis has been mischaracterised as a packaging pixel.

Positive CP values correspond to mischaracterised fruit pixels as they are in close proximity to other
fruit pixels, and so were switched from packaging to fruit (p, = 2 — 3). Negative CP values
correspond to correctly characterised packaging pixels and were left alone. Results of this routine are
shown in Figure 4.8a — green representing positive CP, and red negative CP, where a O¢.qrcp, = 5 pixel

search radius was used. The routine was largely successful at correcting the mischaracterisations,
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especially for regions where the fruit was touching the packaging — there was a risk that some packaging
pixels that had been identified correctly as packaging were accidentally switched to fruit, but the routine
appears to have avoided overcompensation. There was one error — marked in Figure 4.8 — where fruit
epidermis pixels were not correctly identified as mischaracterisations. This error is a result of the fruit
pixels from region 24 being eliminated, so that there were no fruit pixels within the search radius. This
is again an artefact of this 2D demonstration: these pixels are not eliminated in the more relevant 3D
voxel scenario, and therefore this small error does not occur when all of the CT scan slices are taken
into account. Results from the cumulative proximity routine were applied, flipping positive CP values
from p,, = 2 — 3 and negative CP values to p,, = 2 — 2. The result is Figure 4.9. This reveals that
there was still a slight amount of epidermis pixels that remained as packaging; however the routine was
successful in 95% of the cases (6331 flipped out of a total 6649, not including the error highlighted in
Figure 4.8), more than acceptable considering the computational efficiency of the routine. Therefore,
the pixel set was subjected to the same elimination process of Figure 4.6b, where small regions of
packaging were identified and removed under a threshold of 6,,4cxqging = 100. This entire process —
starting with the raw image, applying Otsu’s method, filling holes within the fruit and compensating for
the mischaracterised epidermis pixels — was coded into a MATLAB script, the final result shown in
Figure 4.9b. The computational efficiency of the entire process was excellent, taking only 3.8 seconds

of computation time (Intel® i7-4770 with 16GB of RAM).
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Figure 4.8: Results of the cumulative proximity routine applied to all pixels recognised as packaging
(pn = 2); green having positive CP and were flipped (p, = 2—3), red having negative CP and were
not flipped (p, = 2—2).

These processes were expanded to the full voxel set to create useful 3D geometries of the empirical
bulk fruit shape. After all CT scan slices were imported into MATLAB, superfluous information was
cropped out (such as the table) and Otsu’s method was applied to divide the raw data into 3 phases,
results shown in Figure 4.10a. As selection of the discretisation bands included the entire voxel set, the
discretisation levels were slightly different than the 2D case (Figure 4.5): for air, v,, < 167; packaging,
v, = 167-674; and fruit, v,, > 674. Mischaracterised voxels — most from the epidermis, but also some
from internal fruit injury which cannot be seen in this 3D case as the external surface of the fruit is
obstructing the view — were cleaned using the cumulative proximity method (Figure 4.7) with a search
radius of Og.,-cn = 5 to give Figure 4.10b; and Figure 4.10c has transparent packaging voxels so that

the bulk fruit shape is more easily observed.

The phase separation process was more computationally intensive than the 2D demonstration but was
still sufficiently rapid — under 5 minutes (298 seconds with an Intel® i7-4770 and 16GB of RAM) — to

be a useful piece of software that was used repeatedly on CT scan experiments.
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B Air: p, =1 [ Packaging: p, =2 [ Fruit: p, =3

Figure 4.9: a.) application of the cumulative proximity routine to compensate for mischaracterised
packaging pixels in the fruit epidermis; b.) final phase separated image, with mischaracterised pixels
compensated for or removed.
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Figure 4.10: a.) CT scan slices combined and separated into phases (discretization levels: air, v,, <

167; packaging, v, = 167-674; fruit, v, > 674); b.) mischaracterised voxels compensated for and
cleaned; c.) packaging voxels transparent to better show the fruit geometry.
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4.2.4: CT Scanning Results

The phase separation process (section 4.2.3) was applied to the raw CT scan data for the three scanned

boxes. Results are shown in Figure 4.11 with packaging is excluded so that only fruit is examined.

Manual Stacking

Height (m)

(m) 0.3

Random Stacking
c)

0.2

o
-
o

Height (m)
o

0.05

Height (m)

Figure 4.11: CT scans of count size 36 Hayward kiwifruit in multiple stacking configurations: a.) a
manually stacked box (according to section 3.3); b and c.) randomly (naturally) stacked boxes of
Kiwifruit.

The visual differences between the manually stacked box (Figure 4.11a) and randomly stacked boxes
(Figure 4.11b and c) is apparent — the manually stacked geometry shows an intentionally imposed 4

layers of fruit, while the naturally stacked boxes were amorphous and lacked a regular structure. The

contrast between the different stacking regimes is discussed in further detail later (section 4.5).
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4.3:. Kiwifruit Shape Equation

It was initially the intention to integrate X-ray tomography as a vital component of the model, as it is a
relatively quick technique for appropriating the internal bulk fruit geometry of a given package.
However, it is not necessarily a flexible approach. If the model relied entirely upon input CT scan data,
problems will quickly arise when attempting to build models outside of the studied scenario. Changes
to the package size and shape will result in a different randomly stacked geometry, requiring new scans

for each package iteration.

Section 4.4 outlines an alternative approach, a random stacking model designed to add more flexibility
to the model construction process; but this first required a method for drawing 3D kiwifruit shapes of
any specified size. A shape equation for kiwifruit is developed in section 4.3.1, and its application
demonstrated in section 4.3.2. As there is a natural distribution of kiwifruit sizes (and weights) within
a given count size range, a shape index is developed in section 4.3.3 to generate fruit that follows a

certain input weight distribution.

4.3.1: Development of Kiwifruit Shape Equation

The geometry inside of a modular bulk package consists of approximately 100 individual kiwifruits.
Determining the aggregate shape requires a method of drawing 3D shapes that are anatomically
comparable to individual real world Hayward kiwifruit. A typical Hayward kiwifruit is shown in Figure
4.12. The major geometrical attributes of a singular fruit are: the length (distance from the largest axial
cross section to the apex), L; major axis (maximum distance at the largest axial cross section), Dy; and
minor axis (minimum distance at largest axial cross section), Dy. Superficially, a kiwifruit appears to
be an ellipsoid. However, Lorestani and Tabatabaeefar (2006) modelled several hundred kiwifruit as
true ellipsoids with the same semi-axis dimensions as the L, Dy and Dy, and found this approach
consistently underestimated the true volume and surface area of the measured fruit (by up to 30%), and
so ‘fudge factor’ coefficients were needed to make up the difference. Rashidi and Gholami (2008) used
an image processing technique, combined with the disk method (Riddle, 1974), whereby photographs

of Hayward kiwifruit were taken and the interior of the resulting 2D image was filled with 3D elliptical
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disks. The volume of the modelled shapes was compared to real kiwifruit, measured using the water-
displacement method. The differences between the predicted and measured volumes were not found to
be statistically significant (p>0.05), but using an ellipsoid to approximate the kiwifruit also consistently
under predicted the empirically determined volume. The approach of Rashidi and Gholami (2008) also
still relies on the availability of source images of kiwifruit. Rogge et al. (2015) used a Fourier series to
describe the profile of fruits (pears and apples), where natural shape variability could be modelled by
altering the values of the harmonics. Though a powerful technique, and adaptable to many different
horticultural products, the approach was mathematically complex and required empirical 3D fruit

geometry input data to function, supplied in their case by X-ray tomography.

Longitudinal Profile (X-Z) E

Longitudinal Profile (Y-Z) % Minor Diameter

Lateral Profile (Y-2) % Major Diameter
/ Length
Z
X
Y

Figure 4.12: A generic ‘Hayward’ kiwifruit with the major geometrical attributes highlighted: Dy =
major diameter; Dy = minor diameter; L = length.

O’Sullivan et al., (2016) took kiwifruit shape profiles, provided from industry sourced grading data by
Anonymous (1997) to manually plot vertexes in 3D space, knitting them together into surfaces and then
solid objects in ANSYS FLUENT. Though anatomically correct, in O’Sullivan et al., (2016) approach,
each fruit is the same size and shape, and as the modelled fruit are created manually it is time-consuming

to apply to other horticultural products (or even to other kiwifruit grade categories).
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To develop a new methodology for modelling a Hayward kiwifruit a primary concern was that the
approach: 1.) was independent of shape input data (such as Rogge et al., 2015; Rashidi and Gholami,
2008; and O’Sullivan et al., 2016), 2.) performed better than the ellipsoid approximation, 3.) was
sufficiently simple to implement as a few short lines of code, executed natively in modelling software
(such as COMSOL or Blender), and 4.) can be used to draw an accurate 3D kiwifruit of any shape or
size with little to no modification of the original equation(s). The best method to meet these criteria is
an algebraic function that follows the longitudinal profiles of a Hayward kiwifruit, and can be

scaled/sized to different grades by the setting the value of several scale factors.

The shape of a kiwifruit generally has three profiles (as shown in Figure 4.12): the lateral X-Y profile
(red line), a function of Dy and Dy; the longitudinal X-Z profile (blue line), a function of Dy and L; and
the longitudinal Y-Z profile (yellow line), a function of Dy and L. Anonymous (1997), an industrial
partner, provided shape data of count 36 Hayward kiwifruit (based on measurements of 117 fruit; Figure

4.13), which could be used for validation.
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Figure 4.13: Empirical shape profiles in the a.) X-Z, b.) Y-Z and c.) X-Y directions for count 36
Hayward kiwifruit. Minimum, average and maximum profiles are the result of tracing the shape of 117
fruit (Anonymous, 1997). Images not to scale; scale omitted to preserve data confidentiality.

The shape data was provided as images of the empirically determined lateral and longitudinal profiles
(X-Z (Figure 4.13a), Y-Z (Figure 4.13b) and X-Y (Figure 4.13c)) for the maximum, minimum and
average fruit size within each weight grade of exportable Zespri® Hayward kiwifruit. The average shape
derived from this sample of fruit is represented by the middle lines (subscript: av); and the maximum
and minimum shape profiles are represented by the outer and inner lines, respectively (subscripts: max
and min, respectively). As this information is commercially sensitive, Figure 4.13 is not to scale, and
the scale has been omitted. Subsequent analysis and discussion of the kiwifruit profiles uses

dimensionless forms.
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4.3.1.1: Lateral Profile

A description of the lateral profile was developed which represents the cross-section of kiwifruit in the

Y-X direction.

Minimum Lateral Average Lateral
Profile Profile
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Figure 4.14: Comparison between empirical a.) minimum, b.) average and c.) maximum lateral profiles
with an ellipse of the same Dy and Dy.

Although the entire volume of the kiwifruit is not an ellipsoid (Lorestani and Tabatabaeefar, 2006), the
fruit cross-section in the X-Y direction is nearly elliptical. When the differences between the empirical
shape data, and ellipses with the same major and minor axes as Dy and D, are compared (orange
highlights in Figure 4.14) small inconsistencies can be seen, but are minimal — with the largest error

being a 1.6% difference for the case of the maximum profile; this is well below the natural variability
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within the count 36 size range (which can vary by up to 20%), and demonstrates that an ellipse can

accurately describe the lateral profile of a Hayward kiwifruit.

4.3.1.2: Longitudinal Profiles

Lorestani and Tabatabaeefar (2006) showed that using an ellipsoid for both the lateral and longitudinal
profiles under-predicts the true shape, and hence volume and surface area (by up to 30%). This is
because kiwifruits are relatively flat near the centre of the fruit, and then curve sharply at the apices to
form a shoulder (see Figure 4.13 a and b); a shape distinctively different from a smooth ellipse. A new

longitudinal profile function (LPF) is therefore needed to better describe the kiwifruit.
The generalised form of the LPF is:

dix = f1(D;, Ly, Z) (4.3)
Where f; is the LPF; a function of the diameter of the fruit (D), the length of the fruit (L) and the
distance from the centre of the fruit (largest axial cross section) to the apices (Z). As there are two
longitudinal profiles, there are two LPFs — one each for the X-Z and Y-Z directions; indicated by
subscript j, where j = X orY. The origin of the Z-axis (where Z = 0) is the largest axial cross section,
marked as the X-centre and Y-centre on Figure 4.13. Separate LPFs are considered for the top (calyx)
and bottom (stem) halves of the fruit. This is indicated by subscript k, where k = calyx or stem. The
LPF (f,) gives d, the distance from the Z-centre line to the outer edge of the fruit along the X- or Y-
axis, at any point along the Z-axis. It is assumed there is symmetry along the Z-centre line. This will
usually be true in the context of this thesis, as the fruit is graded to eliminate significant morphological

deformities prior to packaging (Anonymous, 1997).

At the centre of the fruit (Z = 0), the output of the function must be dy = Dy or dy = Dy; and at the
apex of the fruit (Z = Ly), the output must be zero, d; = 0. Within the limits of 0 < Z < Ly, this

behaviour is given by:

f1 — Lk _fZ(Lk:Z) % D;

L. ) (4.4)
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f2, (EQ. 4.4) defines the rate that d changes with respect to Z. f, also has limits whereat Z = 0, f, = 0;
and at Z = Ly, f, = L. The form of £, influences the rate at which d diminishes to O: if there is a linear

relationship between d and Z (Eq (4.5), the profile of the fruit is a straight line (Figure 4.153, blue):

=2 (45)

For a fruit profile matching an ellipse, £, is (Eq. 4. 6; Figure 4.15a, red):

fo =Ly — L — 22 (4.6)

So that the LPF for an ellipsoid is (4.7):

L2 — 72

dj,k = L—kx D]

(4.7)

As a kiwifruit is relatively flat in the middle and forms a sharp shoulder near the stem or calyx, f, needs
to be a function that diminishes slowly at low to medium Z values; and then quickly diminishes to 0 as

Z approaches L. This is achieved by using an exponential function (Eq (4.8):

fo=exp(Z) -1 (4.8)
However, (4.8 violates the limits imposed for £, (Z = 0, f, = 0;and Z = Ly, f, = Ly) so the following
additions are required (Eq (4.9; Figure 4.15a, green):

L .
f2= eXp(Sg —1 [exr (S Z/L") -1 (4.9)

S is the ‘shoulder coefficient’, where different values of S impact the steepness or flatness of the curve

(Figure 4.15Db). Substituting the final form of £, into f; gives the LPF for kiwifruit (Eq (4.10):

e = <eXMLS# x (e (5°2/,) - 1)> (4.10)

dj,k = Lk X D]
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Figure 4.15: a.) How different f, functions change the shape of the LPF; b.) How the shape of the
exponential LPF changes with different values of S, the shoulder coefficient.

The performance of the newly developed LPF was assessed using the shape data provided by
Anonymous (1997), comparing (4.10 with the X-Z and Y-Z profile in both the stem and calyx
directions. Eq. 4.7, the LPF for an ellipsoid, is also compared to illustrate why an ellipsoid is an
inappropriate model for a kiwifruit. Results are shown in Figure 4.16. The average profile is presented
in solid red, with the maximum and minimum bounds of variability within the count 36 weight range
presented as dashed red lines. Dy, Dy, L¢giyx and Lg.n,, Were taken from the average profile from
Anonymous (1997; Figure 4.13). All measurements were transformed to non-dimensional forms. The
ellipsoid LPF (Eq. 4.7) is shown in cyan; and the new LPF for kiwifruit (Eq. 4.10) in blue. Non-linear
least squared regression was used (MATLABs ‘Isqnonlin’ function) for each of the 4 profiles to
determine the optimum value of S — the shoulder coefficient that impacts the curvature of the LPF —to

best fit the average profile.
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Figure 4.16: Non-Dimensional empirical minimum, average and maximum shape profiles for count 36
Hayward kiwifruit (red) compared with an ellipsoid (cyan, Eg. 4.5) and the new exponential LPF (blue,
Eqg. 4.8).

The new LPF shows much closer agreement to the average empirically determined profiles than an
ellipsoid profile, which routinely under predicted the true shape of the kiwifruit. The new LPF over
predicts near the middle of the fruit, and under predicts near the apices of the fruit; however, the error

is within the bounds of variability in all locations along the Z-axis, unlike the ellipsoid that went beyond

the bounds of variability in 3 out of 4 comparisons (Figure 4.16a, ¢ and d).
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Although the new LPF shows a closer agreement to the average empirical profile, the magnitude of
over and under prediction near the middle and apex of the kiwifruit, respectively, is still problematic.
The profiles provided by Anonymous (1997) include the minimum and maximum sizes for this weight
range, and ideally the shape equation should produce an accurate fruit shape of any size within this
range. Using Eq. 4.10 alone is limited just to an average-sized fruit. The ellipsoid LPF lacks the relative
flatness near the middle of the fruit; however, it has a softer curve near the apices. Conversely, the LPF
curves too sharply toward the apices, but is flatter near the middle. Therefore, the two profiles are
complementary and can be combined to help mitigate the deficiencies of the other. Combining the

ellipsoid (Eqg. 4.7) and new LPF (Eqg. 4.10) gives:

b ™ <exp(5) x(eXp(S'Z/Lk)‘l))

Z'Lk

L* — 22
2.Lk

+ | xD; (4.11)

e e e e

(

“
The performance of the updated LPF (Eq. 4.11) was assessed again by comparing predicted profiles
with the industry supplied shape data; however, rather than deriving individual S values for a given
profile (as in Figure 4.16), a universal value of S was calculated. This allows a single equation to
accurately predict not only the average shape, but the shape across the weight range of count 36
Hayward kiwifruit. S was found by minimising the sum of the error across all comparisons (12
comparisons in total: the minimum, maximum and average profiles for the Z-X, Z-Y, stem and calyx
directions; see Table 4.1), where the error was the percentage difference between the empirical and
predicted area under the curve. S values were constrained to lie between 1 to 15 and the optimum S =
7.0 was found (Figure 4.17). As expected, Eq. 4.11 is much more accurate than Eg. 4.10 at predicting

the average profile (maximum error of 0.55%) and is also accurate across all 12 possible comparisons,

with a maximum error of just 3.09% in the case of the minimum Y-Z stem profile (Figure 4.17d).
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Figure 4.17: a, b c and d.) Dimensionless empirical minimum, average and maximum shape profiles

for count 36 Hayward kiwifruit (red) compared with the updated LPF where S = 7.0 (blue, Eq. 4.9);
and e.) Cumulative error across all 12 comparisons as a function of S, the shoulder coefficient.
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Eq. 4.11 is a single equation that requires only 3 input parameters, the measurable major geometric
attributes of a kiwifruit (Dy, Dy and L); and one constant (S = 7.0) and can accurately describe both the
X-Z and Y-Z longitudinal profiles, for any fruit size within the count 36 weight range. Eq. 4.11 can also
be implemented in a single line of code and can be easily utilized to estimate geometrical attributes —
such as volume and surface area — or combined with other methods to draw 3D fruit shapes — such as
the utilisation of a parametric surface. These are demonstrated later (section 4.3.2). Similar steps can

be used to create new LPFs to model other horticultural products.

4.3.2: Application of Shape Equation

With methods that accurately describe the longitudinal and lateral profiles of kiwifruit, the next
consideration was how to utilise these profiles to generate fruit shapes suitable for modelling, and how

to derive the characteristic geometrical attributes that are important for modelling.

4.3.2.1: Volume and Surface Area

As shown in section 4.3.1.1, the X-Y lateral profile (the cross-section) of a kiwifruit can be modelled
accurately as an ellipse. Therefore, the disk method (Riddle, 1974) was used to numerically estimate

the volume of a kiwifruit with a given set of Dy, Dy and L values (Olatunji et al, 2015):
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Figure 4.18: Calculation technique for numerically approximating fruit volume using the disk technique
(Riddle, 1974) with the newly developed LPF for kiwifruit. Image based on Olatunji et al., 2015.

The elliptical disk at the centre of the fruit (Z = 0) has the same major and minor diameter as Dy and
Dy. The size of subsequent disks along the Z-axis are defined by the shape equation for kiwifruit (Eq.

4.11), where the thickness of each disk is dependent on the number of disks used:

L
AZ = Tk (4.12)

Where I is the total number of elliptical disks; Ly is the length from the centre of the fruit to the stem
or calyx; and AZ is the thickness of each disk. An individual disk is given the subscript i, where the

volume of a given disk is:

Vi = T[dx]idy’iAZ (4 13)

So that the total volume of the fruit is numerically approximated as the sum of all disks:

1
Vnum = Z T[dX,idY,iAZ (414)

i=1
The accuracy of Eq. 4.14 was validated by varying the resolution of the discretization process. For a

hypothetical fruit, sized Dy = Dy = Lj = 1 (also assuming Lg;em = Lcaryx), the predicted volume was

investigated for I values ranging from 5 to 500, with results in Figure 4.19. At low discretization
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resolution (I = 5), the predicted volume was high — 1.4 m®. Increasing discretization resolution showed

that the numerical predictions began to converge quickly towards 1.238 m®at I = 500.
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Figure 4.19: Efficacy of using the disk method to numerically approximate the volume (blue line) and

surface area (orange line) of a kiwifruit shape as a function of degree of numerical discretization
resolution.

4.3.2.2: CAD Software

The disk method (Riddle, 1974) was used extensively in the code-based environment of MATLAB and
is demonstrated later in this thesis for the development of a fruit shape index (see section 4.3.3).
However, a separate methodology was necessary for use in CAD software, such as Blender and
COMSOL Multiphysics®. A feature in many CAD programs is the parametric surface, so that if the
kiwifruit shape equation (Eg. 4.11) can be converted into a parametric surface it can be used natively

in these software packages. Parametric surfaces are generally described as Eq. 4.15:

rw,v) = fx(wv) + fy(w,v) + fz(u,v) (4.15)
The three functions, fx, fy and f;, each specify the shape of the surface in the x, y and z dimensions,
respectively. The u variable is the radial coordinate direction, so that 0 < u < 2m; and v is the
coordinate in the vertical direction, so that f, = v and 0 < v < L. fx and f, are the shape equations
for kiwifruit (Eq. 4.11) in the x and y directions, respectively, but Dy and Dy are replaced with Dy -

cos(u) and Dy - sin(u), respectively, to transform into the radial coordinate direction, u. Z is simply
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transformed to be v as these coordinate directions are both equivalent (for more details on surfaces, see

Faux and Pratt, 1979). These transformations give Eqg. 4.16:

(4.16)

X Dy - sin(u) + v
The use of the shape equation in COMSOL is summarised in Figure 4.20. It was decided that the fruit
should be divided into 8 faces, similar to how COMSOL creates spheres and ellipses. Therefore, 8
separate parametric surfaces were created to describe the kiwifruit. The first 4 were for the top half of
the fruit, with each parametric surface describing ¥ of the total radial direction; so that parametric
surface 1 has 0 < u < 0.5m, parametric surface 2 has 0.5 < u < m, etc. The final four parametric
surfaces were duplicates of the first four, but for the bottom half of the fruit as there is a plane of
symmetry through the fruit centre at v =0, so that —L;, < v < 0. After the 8 Parametric Surfaces were

created, they were converted into a solid entity using the ‘Convert to Solid” function.
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Figure 4.20: Creating a kiwifruit in COMSOL as 8 parametric surfaces; a.) 1 parametric surface, b.)
2 parametric surfaces, c.) 4 parametric surfaces (top half of fruit), d.) whole fruit.

In Blender, kiwifruits were created in a similar fashion, using the XYZ Math Surface Function. The
equation to describe the parametric surface — fx, fy and f; (Eq. 4.16) — can then be added. In this case,
only two surfaces were created: one for the top, another for the bottom of the fruit (Figure 4.21).
Creating fruit in this fashion, using only the Graphical User Interface (GUI) of Blender, would require
that the shape equation be manually inserted every time — a menial, time consuming task, especially in
the case of creating many hundreds of fruit, with different Dy, Dy and L values (see section 4.3.3).
Fortunately, Blender has a competent command line back-end; any and all functionality of the GUI has
a code equivalent, allowing the software to be driven entirely by a Python script (see van Rossum,
1995). This allowed this fruit creation process to be automated. The script was computationally
efficient, only 0.5 seconds to generate a kiwifruit of any specified size with an Intel® i7-4770 and 16GB
of RAM), so that many fruit models can be created in a short period of time. This is used later in section

4.4.
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Top
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N

Bottom
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Figure 4.21: Creating a kiwifruit in Blender as two parametric surfaces (XYZ Math Surface).
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4.3.3: Natural Size Variability

Fruits and vegetables are known for their wide variability in shapes and sizes, even within a given
cultivar; Hayward kiwifruit being no exception. Genetic, environmental and nutritional differences
result in each fruit having a unique size, weight and shape (Ho and Rogge et al., 2016; Arendse et al.,
2016; Moreda et al., 2012; Alcobendas et al., 2013). Taking this variability into account is a key
obstacle to engineering efficient processes in the horticultural industry, with larger design tolerances
being required to operate competently compared with other industries, driving up costs (Baudrit et al.,
2009). Though some of these variances are controlled at the pack-house in the New Zealand kiwifruit
industry — where kiwifruit is sorted electronically into weight ranges and graded according to
morphological defects (Anonymous, 1997; Rashidi and Seyfi, 2007) — there is still a large discrepancy
in sizes within a given weight range. As demonstrated in Thompson et al. (2008), the size of the product
has a significant impact on the rate of cooling for the same flowrate of cooling air per kilogram of
product. Therefore, while section 4.3.1 and 4.3.2 outlined a simple and repeatable method for generating
accurate kiwifruit shapes, there was an additional need for a shape index, a controlled list of Dy, Dy and
L values to randomly sample from that results in a distribution of weights that is the same as an observed
or desired distribution. This weight distribution not only has potential to impact the cooling rate, but

also the stacking pattern and the volumetric efficiency of a given package design.

4.3.3.1: Empirical Weight Distribution

A large database of kiwifruit weights was made available by Zespri® International. The database was
compiled by contractors sampling random kiwifruits from 46 orchards across a wide geographical area
within New Zealand, a total sample size of 89941 fruit collected between the 9" of February and the 5™
of July, 2016. The database contained weight information from 5 different varieties of export grade
kiwifruit, but because this thesis is focused on Hayward green kiwifruit, the other varieties were
excluded, giving a revised sample size of 22786 fruit from 16 growers. The distribution of weights from
the revised database is shown for each grower line in Figure 4.22; and the entire database in Figure

4.23.
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Figure 4.22: Weight distributions of picked Hayward kiwifruit from 16 growers across the New Zealand
2016 season. Weight is given as a fraction relative to the average weight of count 36 fruit.
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Figure 4.23: Combined weight distribution of picked Hayward kiwifruit from all 16 growers across the
New Zealand 2016 season. Weight is given as a fraction relative to the average weight of count 36 fruit.

123



Chapter 4 — Bulk Fruit Geometry

These distributions are potentially commercially sensitive information, therefore, the weight scale was
made dimensionless. The database of weights was divided by Wj, 4, the weight of what Anonymous
(1997) considers to be an ‘average’ sized count 36 kiwifruit (Figure 4.13). Generally, it would seem
that the weight distribution from each grower (Figure 4.22) was normally distributed — however, there
was some evidence of alternative distributions. Many could be considered a ‘combed’ distribution, with
singular peaks appearing in places other than the crest of the bell curve —though these appear frequently
throughout the data set, the most notable examples are grower 2 and grower 7. Skewness appeared in
many cases: growers 6, 13 and 16 showed some evidence for negative (left) skewness, favouring heavier
fruit; and grower 7 positive (right) skewness, signifying a preference for smaller fruit. Some grower
distributions could also be considered bimodal, with two distinct crests in the bell curve distribution —
notable examples include growers 1 and 3. The two black vertical bands imposed over each grower line
represents the weight range for ‘count 36’; thus, the distribution within these two bands is the
distribution of interest. This ‘of interest” weight distribution can be quite different between growers, for
example: grower 8 had the lowest average fruit weight, at just 0.98 W /W3¢ 4,,; this put the distribution
peak near to the lower weight limit, W3¢ i, SO that fruit from this grower had a greater proportion of
lighter, smaller fruit within the ‘count 36’ weight range. Filling many boxes with fruit from this grower
may fit more fruit per box on average, compared with another grower. Conversely, grower 10 had the
heaviest overall fruit — 1.31 W /W5, 4, — with a peak well outside of the ‘count 36’ band. The weight
distribution inside of the ‘count 36’ band was therefore functionally square, an equitable population of

fruit weights across the range of interest.

Combining the distributions of all 16 grower lines gave Figure 4.23. Though there was enough evidence
to conclude that a simple Gaussian (normal) model is likely an insufficient statistical model for all of
the individual growers, it does appear that the combined weight distribution across the entire industry
is normal. A normal Gaussian distribution was used to model the system, using the distribution mean
of 1.09 W /W3 4, — SO that the average sized Hayward Kiwifruit was approximately 9% heavier than

W36 a» — and standard deviation of 0.21 W /W3 4,, as model parameters (Eq. 4.17):
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w 2
w 1 _(W36,av_1'09> (4 17)
f< > = e 2x0.212 '
Wieav) V2 x 02121

Performance of the statistical model across the entire kiwifruit industry is shown in Figure 4.24a and b.
There was close agreement between the empirical distribution (blue bars; blue solid line) and the chosen
statistical model (Eq. 4.17; dashed red line). Observing the distribution within just the count 36 size
range, the model also performed well (Figure 4.24c and d. Because the crest of the combined
distribution lies to the right of W54 1,4, the shape of the weight distribution within the band of interest
slopes upward. This non-uniform distribution of weights within the targeted weight range intimates a
higher proportion of heavier, larger fruit. 53.44% of fruit within the target range is above the weight of
W36 v, SO that stacking many boxes with fruit that come from this distribution would on average fit

less fruit into a given package, compared with boxes stacked with fruit all of the same average size.
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a-) Total Population Distribution b-) Total Population Cumulative Distribution
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Figure 4.24:Comparison of the empirical weight distribution (blue bars and solid blue lines) of picked
Hayward kiwifruit over the New Zealand 2016 season with the statistical model (dashed red line): a
and b.) over the entire weight distribution; ¢ and d.) within the count 36 weight range.

4.3.3.2: Shape Index

With knowledge of the empirical weight distribution, the next step was to develop a methodology that
can incorporate either an empirical or model distribution into the randomised creation of kiwifruit.
Named a ‘shape index’, this was envisioned as a large list of Dy, Dy and L values that when randomly

sampled from, produces digital fruit with a pre-specified weight distribution.

Initially, a simple routine for creating kiwifruit shapes was explored. This straightforward approach was
a Monte-Carlo routine that created a large list of Dy, Dy and L values, chosen at random. This routine,

in flowchart form, is shown in Figure 4.25:
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Figure 4.25: Flowchart outlining the Monte-Carlo routine, used initially to build a shape index
comprised on randomly selected fruit dimensions.

Restrictions were placed on the allowable dimensions of the fruit, as defined by Anonymous (1997),

and given in Table 4.1, where Dy 1nin < Dx < Dx max) Dy min < Dy < Dy max @nd Lypin < L < Ly,

Dimension DX,min DX,av DX,max DY,min DY,av DY,max Lmin Lay Lmax

DX,av DX,av DX,av DX,av DX,av DX,av DX,av DX,av DX,av
ﬁg:fgt';]’e 0950 |1.000 |1.062 |0.872 [0921 | 0981 |[1.138 |1.221 |1.349
(m/m)

Table 4.1: Minimum, average and maximum dimensions of count 36 Hayward kiwifruit, according to
Anonymous (1997) and Figure 4.13.

There was an equal chance of selecting any continuous value within these limits (MATLABs ‘rand’

function). For a particular trio of dimensions, the weight of the fruit was predicted by multiplying the

numerically estimated volume, using the disk method (Riddle, 1974; Eq. 4.14; I = 1000) with the density

of kiwifruit, pg = 1037 kg.m™ (see section 5.4).
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The original supposition was that square distributions of fruit dimensions would also result in a square
weight distribution. As the empirical weight distribution within the count 36 weight range was near to
a square distribution, but sloped upward to favour heavier fruit, it was naively thought that modifying
the random number generator to slightly favour larger Dy, Dy and L dimensions and would then
transform the index weight distribution to match the empirical distribution. However, the first
assumption — that square distributions of fruit dimensions would result in a square distribution of

weights — was proven false (Figure 4.26):

0.1 0.08
[ Empirical Weight Distribution [ 0/ Ox o
0.08 || ] weignt Distribution of Fruit Shape Index Zkav | EE]0y/Dy
. 0.06 | l:lLk’Dx‘au
2
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0.8 1.4 0.8 1.3 1.4
Relative Weight, - (g/g) Relative Fruit Dimensions: D—X, DY and L (m/m)
36.ar Dx.av Dx,av Dx,av

Figure 4.26: Results from building the unconstrained shape index, demonstrating that square
distributions of randomly selected fruit dimensions did not result in a square weight distribution due to
the non-linear relationship between the fruit dimensions and weight.

After creating N = 3000 fruit according to the basic routine (Figure 4.25), the resulting weight
distribution formed a bell-curve that extended well above and below the allowable weights within the
count 36 grading category, even though the dimensions of fruit were restricted to those allowed by
Anonymous (1997) which represents the empirically determined size range of count 36. This was due
to the non-linear relationship between fruit dimensions and the weight; for example, a low value of L
(near to L,,;,,) Will create a disproportionately light fruit, even if large Dy and Dy values are randomly
chosen. It was therefore necessary to reverse the approach — rather than deriving a weight distribution
from fruit dimensions, it was required that indexes of fruit dimensions be derived from a given input

weight distribution.

The updated approach is shown in Figure 4.27 in flowchart form. As an input is the weight distribution,

either from a statistical model (Eq. 4.17), or an empirical distribution. A ‘weight target list’, Wiqrget,
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was derived from this information by taking the inverse cumulative distribution. N in length, this list
contains weight values that continuously increase from W3¢ 1in 10 W36 max, following the input weight
distribution. A fruit with random dimensions was then created, with dimensions within the ranges
specified above (Table 4.1). The weight of the created fruit is predicted numerically in the same fashion
as previously (Eq. 4.14; I = 1000; ps = 1037 kg.m'®). The weight of this fruit, Wy, , is compared to
the current target weight, Wig,gern- There must be a very small difference between the randomly
created fruit weight and the target weight for the shape to be accepted. As there are an infinite number
of combinations of Dy, Dy and L to give a specific fruit weight, perfect agreement between W,,,,,,, , and
Wiargetn Cannot be achieved; rather a very small threshold was introduced — in this case 6,,¢;gn; =
0.05%, corresponding to approximately 0.05 grams’ difference. Another criteria was added, that
Dy/Dy > 0.8; according to Anonymous (1997), fruit with Dy/Dy < 0.8 are considered too
morphologically defective to be included in the ‘grade 1’ category, and are sorted out prior to packaging.
If these two criteria are not satisfied then the fruit is rejected, another is created and the comparison
process beginning anew. The algorithm continues to cycle through random fruit shapes until it arrives
at an acceptable triplet of Dy, Dy and L values, which are stored to memory. The routine then moves
onton = n + 1, where it searches for a fruit shape that satisfies the new value of Wi,y getn+1. This

continues until n = N, after which the full shape index has been constructed.
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Figure 4.27: Flowchart outlining the updated Monte-Carlo routine, where an empirical or model
distribution is used as an input to reject randomly sized fruit that lie significantly beyond a specified

weight target.

Results for the updated approach are shown in Figure 4.28. As the algorithm relied heavily on repetition

and randomization, 3 separate indexes of N = 3000 were computed to determine if subsequent

applications of the routine resulted in significant changes between different indexes derived from the

same input distribution. The weight distribution in all three indexes (orange bars) showed a very close

agreement to the empirical weight distribution (blue bars), as well as the model (Eq. 4.17); red dashed

line), granting credibility to the new approach. Small differences between the weight distribution of the
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created indexes and the empirical distribution arose from using a threshold value of 6,,¢;4n: = 0.05%,

where there was a maximum of 0.05 grams difference between weight comparisons.
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Figure 4.28: Results from building the shape index with the updated, empirically constrained method
(Figure 4.27). To demonstrate that a comparable shape index can be built from the same input
distribution despite the high degree of randomisation and repetition, the shape index is build 3 times.

A closer agreement could have been achieved by using a lower threshold value; however, as the
approach relied upon large amounts of randomisation and repetition, doing so increases the number of
fruit shapes that are rejected before an acceptable fruit shape is found, increasing the computational
time required to build an index. At 0.05%, the differences were acceptably small and there was good
computational efficiency — just 1-2 minutes to build an index of N = 3000 — so that a lower threshold
value was not necessary. The differences between the distribution of fruit dimensions derived from the

input weight distribution were similarly small between indexes: slight differences were observed, as the
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algorithm was free to selected any triplet of Dy (blue bars), Dy (orange bars) and L (yellow bars) values
to satisfy a particular target weight; however, the overall shape of each distribution was very much
alike, granting robustness to the fruit shape index creation algorithm, and that although it relied on

randomization, comparable shape indexes are derived from the same input.

Though the shape index built in this case was specifically for kiwifruit within the count 36 size range,
and used the industry average (combination of all 16 grower lines for the 2016 season, Figure 4.23) as
the input empirical weight distribution, a similar process could be used to create a shape index for a
future or past season of harvest, a different count size, an index that represents only a single grower, or
an index for a different horticultural product. Constructing an alternative shape index for different
grower lines is as simple as using their specific weight distribution (see Figure 4.22) as the input to the
index creation script. It is possible that this could assist industry in understanding the differences in
packing efficiencies and pre-cooling completion times from a given orchard. Upgrading the approach
for a larger or smaller range of weights would first require that the shape index for kiwifruit (Eq. 4.11)
is compared with the empirical shape profiles of fruit within these ranges. If comparable, then the input
weight distribution will need to be shifted to the new weight range, and the range of acceptable Dy, Dy

and L values updated.

Use of this method with different horticultural products should require no significant amendment: with
a shape equation and empirical weight distribution, the method summarised in Figure 4.27 remains

applicable.
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4.4: Random Stacking Model

It would be beneficial to this project to have a rapid computational process that can automatically
generate the bulk fruit geometry, regardless of the package shape, or shape of individual fruits. Methods
developed in section 4.3 to generate a population of 3D kiwifruit analogues that follow a specific weight
and size distribution are used here to accomplish this goal, through development of a random stacking
model. The digitally created kiwifruits are modelled as bodies subjected to a gravity force and also
allowed to bounce and roll off each other and the walls of the box. Thus settling into the packaging in
a natural way. This generates a bulk fruit geometry that can be used as a model input for heat transfer

modelling.

It was decided that a stacking model was the best solution to achieve automated geometry construction
because it mimics parts of the industrial packing process: this process begins at the orchard, where fruit
are picked manually from vines and placed into large bins (Figure 4.29a). The fruit are then individually
graded (Figure 4.29b), the primary goal to sort fruit into their appropriate weight ranges. Fruit within
the count 36 size range are automatically deposited in batches of 102 from the grader, where this
collection of fruit falls and stacks into a waiting modular bulk package (Figure 4.29c). A line operator
closes the polyliner and lid of the box, and adds the filled box to a stack of previously filled boxes until
a full pallet is formed (Figure 4.29d). This pallet is then taken quickly to a pre-cooler, where the forced-
air cooling process brings the fruit down to seven-eighths of the storage temperature. However,
modelling the stacking process that occurs in Figure 4.29¢ was not the only incentive for taking this
route: another major incentive was that it was easier to develop an automated geometry construction
method that was agnostic to fruit shape by pursuing a random stacking regime. Other mathematical
routines could have been exploited to fill a certain space with objects, such as in Jodrey and Tory (1985),
where the position of spheres were randomly generated inside of a digital space, and any overlaps were
corrected iteratively by moving spheres away from each other’s centre of mass until no collisions were
detected. Such a process may have been useable in this scenario had products such as apples or oranges
been the focus, which have been modelled successfully as spheres (Tanner et al., 2002b; Defraeye, et

al., 2014; Zou, et al., 2006a); however kiwifruits were proto-ellipsoids with randomised dimensions, so
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that it was not suitable in this case; and furthermore, in the pursuit of keeping the model as flexible as
possible, there should not be a limit on the size, shape, or variability of sizes and shapes between
individual products that can interfere with the methods ability to generate the internal bulk geometry.
For these reasons, the Discrete Element Method (DEM) physics engine integrated with Blender was
exploited to achieve the previously stated goals. Instead of making assumptions about the shape or size
of the dynamic objects included in the model, Blender calculates and applies translational and rotational
time integration on the faces and vertexes that comprise the object, and performs collision detection
based on conjunctions in the surface topographies of separate objects. So long as there is a method that
can generate a shape made of a manifold surface, comprised of a mesh of faces and vertexes, this same

DEM model can be used to generate the bulk geometry inside of a package for fruit of any shape.

The use of Blender as the vehicle to solve DEM problems is also becoming more frequent (Izadi and
Bezuijen, 2015; Kretz et al., 2016), as results can be analysed and visually rendered in high definition
within the same free and open source software package. Furthermore, a Python script can be used to
drive Blender, so that any models developed can be condensed into a deliverable to be handed over to
industry partners. In the immediate context of horticultural packaging, the work is scarce. Delele et al.
(2008) used the DEM approach to investigate the effects of random stacking of spheres on the pressure
drop through a package (a DEM-CFD combination). However, this study did not investigate the heat
transfer consequences. Recently, Gruyters et al. (2016) used this combined DEM-CFD method to
determine the difference between a randomly stacked package of spheres, compared with a randomly
stacked package of apple shape simulators. To the author’s knowledge, there has not been an
investigation that combines DEM, heat transfer, and the existence of a polyliner to a forced-air cooling

scenario.

The following modules of the random stacking model are all performed automatically within the Python

script written for the random stacking model.
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Figure 4.29: The processes involved with filling modular bulk boxes with kiwifruit: a.) fruit are picked
and placed into large bins, then delivered by truck to a packing house; b.) fruit are sorted automatically
by a grader, which sorts fruit into their various weight categories, including count 36; c.) fruit within
the count 36 size range are automatically deposited from the grading line and into a modular bulk box;
d.) after boxes are filled, they are stacked into pallets and taken to a forced-air pre-cooler.
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4.4.1: Chute Creation

The first consideration in the development of this stacking model was the creation of the rigid barriers
inside of which the fruit were to stack, simulating the stiff fibreboard packaging of the box. These were
created in Blender as planes, flat objects without thickness but with a specified length and width that

can be programmed to prohibit other objects (fruit) from passing through them.

As work began on this stacking model, several problems arose: first, there was an issue concerning the
top layer of fruit when stacking a box with 102 count 36 fruit — the standard amount according to
industry. It was a frequent occurrence that fruit would stack inequitably into one side or corner of the
box (a result of random processes described later in section 4.4.2 and section 4.4.3), so that either there
were several fruit above the top of the box — so that the lid of these particular boxes of fruit wouldn’t
be able to close — and in some more extreme cases, fruit would stack high enough to fall out of the
package. In these events there was the coupled issue of an absence of fruit on the opposite side of the
box. These problems also occur in industry, but these ‘rogue’ fruit are redistributed manually by an
operator on the packing lines — boxes are either shaken to even the top surface, or one or two fruit are
simply moved by hand into the recesses on the other side of the box. Though Blender was a competent
enough tool to potentially create an alternative Python script that identified these rebel fruits and
relocated them to gaps in the top of the package — automating the manual processes done in industry —
a much more elegant and straightforward solution was to overfill the box with more fruit than the
nominal target of 102 fruit and then identify and remove fruit that do not fit (until the correct number

of fruit remain and all remaining fruit fit); a process described in section 4.4.4.

This overfilling strategy had the additional benefit of predicting the volumetric efficiency of alternative
package designs. The number of fruit packed into the box can impact the cooling time, as it is
proportional to the initial thermal mass. Although the industry standard packing efficiency for the
modular bulk package with count 36 fruit is 102 (~10.3 kg), this information changes when the box is
shrunken or enlarged even slightly. Developing a flexible cooling model that is applicable to alternative

package designs therefore requires the capability to construct the internal geometry in such a way that
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the maximum — or at the very least, near maximum — number of fruit are packed within the confined

space (see section 4.4.4).

With this overfilling principle in mind, the box geometry was constructed thusly: 4 “Wall Planes’ to
represent the vertical part of the box, and one ‘Floor Plane’ to represent the box bottom. These planes
created a square recess for the fruit to fall into that had the same footprint as the internal geometry of
the box in terms of length (By) and width (By); however the height of this digital space was well above
the ordinary height of the box (B,) so that a ‘chute’ was created, the height of which was B.. Above
the chute, 4 more ‘Funnel Planes’ were created, intended to channel falling fruit down and into the
chute. These were created with an angle of Y radians (45°), though their creation was coded in a way
that any angle could be chosen — a slighter angle makes the funnel larger, which may be useful in other

applications but is not considered here (Figure 4.30).

The Python script creates the chute geometry automatically based upon the input parameters of By, By
and B (Figure 4.30). Although these were By =372 mm and By, = 292 mm for a modular bulk package,
the same code can be executed with no changes (other than the input parameters) to investigate smaller

and larger packages.
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Funnel Planes

Wall Planes

Floor Plane

Figure 4.30: Model geometry of the chute, created with the same footprint as the inner dimensions of
the box under study, inside of which a multitude of digital kiwifruit are to stack.

4.4.2: Fruit Creation

The next consideration was how to give the model the capability to automatically create a user-defined
number (N) of kiwifruits to stack into the chute. The important aspects of developing this capability
were how to properly utilize loops and randomisation to draw fruit of disparate shape and size, but
which also followed a pre-specified weight distribution; and that each time a computational stack is

executed, a unique bulk shape of kiwifruit is generated. An individual Kiwifruit is denoted as:

Kn,x,v,2,65,6y.02,Dx.Dy L

Where K,, represents the digital kiwifruit n, out of a total number N; X, Y and Z is the location in 3D
space where the fruit is created and corresponds to its centre of gravity; 6y, 6y and 6 is the angle of

rotation along each of the X, Y and Z axes at the fruit genesis, again calculated from the centre of
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gravity; and Dy, Dy and L is the major diameter, minor diameter and length of the fruit created. Fruit
were created in Blender using the process outlined in section 4.3.2.2. A loop was coded with N number
of iterations, after which a new kiwifruit was created in Blender. At the beginning of each iteration,
unique values of size (Dy, Dy, L), location (X, Y, Z) and angle values (8y, 6y, 6;) were chosen either

sequentially or randomly.

First, the dimensions of IK,, were randomly chosen. This relied upon there being a fruit shape index,
created in section 4.3.3, which came in the form of a very large list of Dy, Dy and L values that followed
a specific weight distribution (Figure 4.28). A random integer was then chosen between 1 and 3000,

which defined the row from which Dy, Dy and L were extracted from the shape index to create a fruit.

The location of the fruit at the moment of creation was at the origin (0,0,0). The next step was to move

the fruit into position above the chute. The XYZ coordinates of each fruit were defined sequentially

*

by™:

S

By

Y=[(nmod3)—1] x—
2 (4.19)
Z =[n/9] x 0.15 + B, (4.20)

Eq. 4.18, Eq. 4.19 and Eq. 4.20 automatically group the fruit neatly into aisles of 9 above the chute, in

a way that scales infinitely so any value of N kiwifruit can be chosen (Figure 4.31):

* For clarity: |x] is the floor function, greatest integer less than or equal than x; [x] is the ceiling function, the
smallest integer greater or equal to x; and mod is the modulus, remainder after division
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Figure 4.31: Demonstration of the sequential placement process of digital kiwifruit above the chute,
where according to Egs. (4.18), (4.19) and (4.20), fruit are automatically grouped into aisles of 9. Note:
for illustrative purposes, shape variation has been removed. Colours were randomly chosen to better
distinguish individual fruits and did not have a physical meaning.

The angle of rotation for each of the fruit (6, 6y and 8;) created initially (Figure 4.31) was (0,0,0). It
was necessary to randomise these values to ensure that the fruit formed a unique bulk shape every time

the script was executed:
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Oy =1 X2m (4.21)
Oy =7rX2m (4.22)
0, =rx2m (4.23)

Where the angles are in radians. In conjunction with randomization of the angle, some more randomness

was further incorporated into the X and Y location of K,:

=5 moas) 1 <[ -9

(4.24)

y = ([(n mod 3) — 1] + [(r —0.5) x %D x % (4.25)

Where r is a random number uniformly distributed between 0 and 1. Figure 4.32 shows the resulting

geometry at the end of the fruit creation loop.
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Figure 4.32: Result of creating N = 150 digital kiwifruit with randomised shape, creation location and
creation angle: a.) birds-eye view and b.) perspective view.

Fruits have a variety of sizes and shapes — some long and skinny, some short and squat, with a
distribution of shapes intermediary to these extremes. The fruit are lined up into 9 aisles as before

(Figure 4.31), but with less uniformity due to the small randomised shift forward or back, left or right;
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and the randomised angle of each fruit was unique. These random processes are important, as they
ensure a unique set of initial conditions each time the model is executed so that the result at the end of

the stacking simulation is unique (see section 4.4.3).
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4.4.3: Gravity and Rigid Body Dynamics Simulation

Bullet Physics (Coumans, 2012) is an open source physics engine capable of performing collision
detection, soft body and rigid body dynamics, which has been integrated with Blender so that stacking
modelling, rendering and analysis of results can be performed on one platform (lzadi and Bezuijen,
2015). DEM is a technique used to model an assembly of particles, interacting with each other through
simulated gravity and collisions (Tijskens et al, 2003). In this application of DEM, the digitally created

kiwifruit act as the particles colliding with each other and with the walls of the chute.

It was decided that this system would be modelled as a rigid body problem, rather than a soft body
problem. Rigid body problems are where the particles aren’t permitted to overlap, nor can the surface
topography be deformed from external forces; where as in a more realistic sense, most particles are
deformable — a soft-body problem — where object deformation and elasticity are taken into account
computationally by allowing particles to overlap (Tijskens et al, 2003; Marczewska et al., 2016).
Modelling this system as a soft-body problem increases the complexity, as the elastic properties of
kiwifruit would need to be measured precisely via pendulum and dropping experiments (Dintwa et al.,
2008); and a texture analyser to determine the degree of deformation as a function of external forces to
resolve all of the necessary model parameters. Such a model could be necessary to answer questions
surrounding the handling of kiwifruit as it moves through the supply chain, such as formulation of
alternative stacking methods that minimise bruising, where on a fruit is bruising most likely to occur,
or the extent of vibrational damage inside of boxes or pallets of fruit as they are transported through
specific stages of the cold chain (Van Zeebroeck et al., 2006; Van Zeebroeck et al., 2008; Dintwa et
al., 2008). However, solving handling problems clearly lie outside the scope of this thesis. As the goal
of this project was a fast and flexible cooling model, the primary motivation for creating this stacking
model was to have a tool that can generate the internal geometry inside of a package in a short amount
of computational time, is easily adaptable to changes in package size and shape, could be equally
applicable to alternative (non-kiwifruit) horticultural products, and can then be exported from Blender
into modelling software such as COMSOL or MATLAB. Therefore, it was of much less concern to

accurately predict the journey the fruit takes as it falls into the box. Rather, the end product, the bulk
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geometry formed after all kiwifruit have been allowed to settle, was of much greater importance.
Predicated on these modelling priorities, the considerably simpler and computationally efficient rigid-
body approach was taken. Furthermore, the assumption that a rigid-body problem can be applied to
kiwifruit falling into a box can be made with confidence, considering that Hayward kiwifruit are picked
very early into ripening and are particularly rigid — New Zealand kiwifruit are picked with a firmness
of 7-8 kgf, where ethylene is used later in the cold-chain to ripen and soften the fruit to a consumer
ready and palatable 0.5-1 kgf (Jabbar et al., 2014). As only freshly picked fruit end up in the pack house,
these stiff fruits must be subjected to 8kg of force to induce stress-load failure. Considering the largest
fruit in the count 36 size range is approximately 0.1 kg, the forces exerted on the kiwifruit by collisions
from other fruit causes negligible deformation, and can therefore be ignored. This also lends credence
to simulating the box geometry as a vertical chute; though it would be more accurate to model the
system as fruit moving horizontally along a conveyor belt and then ejected into the box (Figure 4.29:
c), the primary objective was the determination of the settled state of the fruit, so it was appropriate to
model the box geometry as a vertical chute; even if the two different approaches to modelling the box

geometry would result in different trajectories for the fruit to take into the box.

The rigid body dynamics engine integrated with Blender executes a simulation loop consisting of
collision detection, collision resolution and time integration segments (Coumans, 2012; lzadi and

Bezuijen, 2015; Coutinho, 2013; Figure 4.33).
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Figure 4.33: Rigid body dynamics simulation loop, consisting of collision detection, collision resolution
and time integration segments. Figure based on Coutinho, 2013.

The simulation loop begins at some time t,, where the engine advances time by some small interval,
At, to reach a new dynamic state, t; = t, + At. The engine advances all K,, from the beginning to the
end of the time step, according to the velocity, acceleration and torque calculated in the previous time

step, ignoring all collisions and following Newton’s laws of motion:

Mpa, = G, + Z Fep (4.26)
c
0
G, = 0 (4.27)
_Mng

Iyay, = Hy, + Z Pen X Fen (4.28)
c

0
0] (4.29)

Where M,, and a,, are the mass (g) and translational acceleration (m-s?) of kiwifruit IK,,, respectively;
G, is the gravity force acting on K,,, g being the gravitational acceleration constant, 9.81 m.s?; I,, and
a, are the inertia (g) and rotational acceleration (rad-s), respectively; and H,, the moment acting on
K,.; >.c F., is the sum of all contact forces acting on KK,,, the number of contacts being the subscript c;
and p.,, is the position vector of a contact point (p.) and the centre of mass (p,,) of kiwifruit IK,,. After

the engine has calculated new locations and angles for all K,, at t;, the engine checks for collisions.
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This is performed by checking for conjunctions of surface topographies (Coumans, 2012). If no
collision is detected — such as in the case at the model inception, when fruit are spatially separated so
that there are no collision forces, only gravity forces (Figure 4.34a) — then the model advances each K,
downward at g = 9.81 m.s and the simulation loop continues to the next time integration step. When
one or more collisions are detected, then the collision resolution step is required to resolve the collision
forces at play. Two types of collisions can occur: between a fruit and a wall (Figure 4.34b), or between

a fruit and another fruit (Figure 4.34c).

a.) b.)

Figure 4.34: Body forces acting on IK,, during stacking: a.) gravity force; b.) gravity and collision force
with the walls; c.) gravity and collision forces between fruits. Figure based on Coutinho, 2013.

To resolve the collision, the engine moves the colliding objects backwards through time using linear
interpolation, to estimate the time and position within t, < t < t; just before the objects intersect, ¢,
allowing the collision point, p., and collision normal (direction of collision force) to be calculated
(Figure 4.34). The force exerted on each KK,, due to collisions are calculated using the force-contact
model of the rigid body dynamics engine (Coumans, 2012) — these forces are dependent on p,, the
direction and distance between the centre of mass and the point of contact; the coefficient of surface
friction, pg,,r, defined as the objects resistance to movement; and the coefficient of restitution (or
‘bounciness’), e, defined as the tendency for objects to bounce after colliding (Kuwabara and Kono,
1987). The physical constants ug,,r and ek are estimated from literature sources later in this section.
The ODEs for motion are again applied to each IK,,, taking into account the new acceleration and torque
values introduced by collision forces, but over a much smaller time step, At,. (see Figure 4.35). Another
important aspect of collision detection is the use of collision margins, &,. A collision margin is a length
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> 0 that defines the offset from an objects visual surface where a collision is still detected: & being the
length of the margin, and because any object can have a separate collision margin (for example, fruit
may have a separate collision margin than the walls of the chute), the subscript o is used to denote
which object has the specified margin. This increases the apparent size of objects without impacting
their original shape or mass, and increases the stability of the simulation. It also can be used to ensure
an overlap between surface topographies of objects does not occur, which can be utilised to impose the
‘near miss’ principle on a stack of fruit (for more on the ‘near miss’ principle, see section 5.2) where a

2 mm gap between fruits could be imposed on the simulation by giving 6¢,,;; = 0.001m.

Linear Interpolation

Collision Reaction

Overlap
Updated
" Torque
v
1 A Updated
Tlme Acceleration
te.
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Calculation Steps

Figure 4.35: Diagram of how collision detection and collision resolutions are solved in the DEM
engine. Figure based on Coutinho, 2013.

At and At, are very important model parameters. As with many numerical integration problems, these
values being small increases accuracy and stability, but at the cost of computational efficiency. At must
be sufficiently low for the collision detection algorithm to function correctly; for example, if At were
large, and the velocity of two fruit were also high, there is an elevated chance that the fruit are translated
through each other over the time step, so that no collision is detected. The default value in Blender was
At = 1/60, however this value was increased to At = 1/80 as there were problems with collision detection
when the first of the fruit fell into the chute — occasionally, the fruit velocity was high enough to translate

through the Floor Plane without a collision being detected. Similarly, At, was important in ensuring
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that fruit were correctly separated during the simulation. High values of At. promoted object overlap
as there weren’t enough iterations to properly model the motion of a collision, which unfairly increased
the volumetric packing efficiency, as well as caused major meshing problems later when the fruit

geometry was to be exported into COMSOL or MATLAB. The default setting in Blender was At, =

ti—tc
10

, however Tijskens et al. (2003) recommends At = tlz_ot”, while Shafer et al. (1996) recommends

At, = % As the model involved potentially hundreds of objects colliding with each other, it was

. . t1—t
appropriate to use the smaller recommendation, so that At, = ﬁ was used.

The coefficient of friction (ug,,f) of Hayward kiwifruit was measured by Razavi and Bahram-Parvar
(2007), where depending on the surface the fruit was colliding with, gave friction coefficients between
0.34 on glass to 0.49 against plywood. In the pursuit of simplicity, the mid-point value of yg,, s = 0.4
was applied to every KK,,. To the authors knowledge, the coefficient of restitution for kiwifruit was not
published in the literature at the time of writing. A restitution coefficient of 0 means that the object
absorbs 100% of the energy of a collision, and a coefficient of 1 means that the object translates 100%
of the collision energy; therefore, the value of 0.8 was taken so that the fruit lost momentum over time

as they settled into the package (Kuwabara and Kono, 1987).

The stacking simulation was put into motion based on the aforementioned discussion of rigid body
dynamics. The entire process — chute creation, kiwifruit creation and stacking simulation — was
automated with a Python script. The model parameters used are summarised in Table 4.2. K,, were
created randomly using the shape index derived from the weight distribution of the overall 2016 picking

season (Figure 4.28a). The model was integrated over 250 seconds of simulated stacking time.
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Simulation Parameter Symbol | Value | Unit
Number of Kiwifruit N 150 -
Size of Chute, X direction | By 372 m
Size of Chute, Y direction | B, 292 m
Size of Chute, Z direction | B, 325 m
Time Integration At 1/80 S
Collision Integration At, tbh—te|s
100

Collision Margin Fruit Ofruit 0.0005 | m

Collision Margin Walls Owalls 0.001 |m

Coefficient of Friction Usurf 0.4 -

Coefficient of Restitution | e 0.8 -

Table 4.2: Stacking simulation parameters

Results of the stacking simulation are shown in Figure 4.36 at two angles: a perspective view (Figure
4.36a - d) and front view (Figure 4.36¢ - h); and at four times: at the simulation start time (Figure 4.36a
and e), 10 seconds (Figure 4.36b and f), 40 seconds (Figure 4.36¢ and g) and the end time (250 second,
Figure 4.36d and h). This showed that the DEM approach was successful in generating the internal
geometry inside of a package, with simulated gravity and collisions between fruits and the walls of the
chute combining to successfully channel the fruit down into the chute to form a realistic bulk shape. In
addition to this entire process being automated by the Python script (Figure 4.36 can be generated with
a single push of a button), the computational efficiency of the entire process was excellent: 0.005 s to
create the chute geometry; 85.0 s to generate 150 randomly sized fruit from the kiwifruit shape index;
and only 65.3 s to compute 250 seconds of simulated stacking time, making the stacking model faster

than real-time.
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Figure 4.36: Results of DEM simulation, where N = 150 digital kiwifruit were stacked into a box over
250 seconds of simulated time. a - d.) perspective view; e - h). front view.
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In total this represents only 150 seconds of computation time to generate the geometry inside of a
package in a fully automated fashion. This adheres to the flexibility and computational philosophies of
this thesis: the input model parameters can be easily changed in the Python script that drives the stacking
model, so that a model geometry can be generated for any alternative package size in only a couple of
minutes. Additionally, the stacking model is agnostic to the shape of the objects modelled as rigid bodies
— using a different shape equation or method to draw different fruit other than kiwifruit can easily be
incorporated into the stacking model to have the bulk shape computationally generated in the same
fashion, without sacrificing computational efficiency. To illustrate, three alternative packing scenarios

were briefly explored in Figure 4.37:

B,

Animal fac®
C. ) vertexes and faces

By =372mm™

Figure 4.37: Exploration of the stacking model to alternative packing scenarios: a.) a smaller package,
with a footprint of 272x192mm; b.) a larger package, with a footprint of 472x392mm; c.) a standard
modular bulk package (372x292mm), filled with N = 150 complex shapes (animal faces) to
demonstrate the applicability of the model to alternative shapes.

Each scenario in Figure 4.37 packaged 150 objects. In Figure 4.37a, kiwifruit were packed into a smaller

box than the current package (272x192mm). As the X and Y inner dimensions of this new package was
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smaller than the previous example (Figure 4.36), the height of the stack was much larger”. Figure 4.37b
shows a larger package (472x392mm). With a larger footprint, the height of the stack is lower. Figure
4.37c shows 150 more complex, non-kiwifruit objects packed into a standard modular bulk package
(372x292mm). The objects were animal faces with protruding eyes, ears and mouths, a shape built into
Blender. Despite the shape being much more complex and with sharp edges, both the animal faces and
the kiwifruit are made up of essentially the same thing: a surface topography of vertexes and faces.
Thus, the rigid body dynamics engine can be applied equally to the complex shape; and by extension,

any other object, horticultural or otherwise.

4.4.4: Elimination of Overfill

As explained previously, it was deemed necessary to construct the model in such a way as to incorporate
overfilling. It is recommended that approx. 50% more fruit were stacked into the box — so in the current
scenario, rather than stacking 102 fruit, 150 were computationally stacked. This was to solve the
problem of there being an uneven top surface, as well as allowing for the packing efficiency to be

explored. Therefore, there was a need for an additional step of correcting overfill.

Ordinarily, the height of the box, B, is not considered in the chute geometry. Following the completion
of the stacking model (Figure 4.38a and e), this important parameter is reintroduced into the model as
a horizontal plane that is B, above the Floor Plane (Figure 4.38b and f). This plane represents the closed
lid of the box, and is therefore considered the Lid Plane. Any fruit that is either above or intersecting
this plane will impede the proper closing of the box, and therefore should be eliminated. Marking fruit
for elimination was done by comparing the height (Z value) of every vertex of every fruit with the
height of the Lid Plane. If any fruit contained even a single vertex that was > B then that is considered
to be impinging on the closing of the lid, and was therefore marked for removal (Figure 4.38c and g).

After eliminating the overfilled fruit, the remaining fruit represented the finalised geometry to be

* Both Figure 4.36 and Figure 4.37a require an additional processing step that eliminates the overfilled fruit, which
is discussed later in section 4.4.4.
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exported into modelling software, such as COMSOL or MATLAB. This process was computationally

efficient, taking only 1.23 seconds to detect and eliminate overfilled fruit.
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Lid Plane

c.) Marked for g) Marked for
elimination elimination

Figure 4.38: Identification and elimination of overfilling: any fruit with even a single vertex above the
inner height of the box (B = 187mm) is marked for elimination (red fruits in ¢ and g).
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4.4.5: Polyliner Creation

A major component of the kiwifruit pre-cooling system is the existence of the polyliner, a thin plastic
material wrapped around the bulk of the fruit in every box. This packaging feature has a profound
impact on the airflow mechanisms at play, which in turn has a significant impact on the rate of heat
transfer and the uniformity of cooling: as the polyliner prevents direct airflow through the bulk of the
fruit, the preeminent mode of heat transfer, forced convection, is limited to the polyliner surface;
additionally, the polyliner acts as a moisture barrier, artificially promoting a local high humidity

environment, preventing evaporative cooling.

Modelling the geometry of the polyliner in a realistic manner represented a major obstacle. The
polyliner is a flexible and thin object, and it clings tightly to the fruit bulk it is wrapped around. It is
speculated that the difficulty in properly describing the polyliner geometry has prevented modelling
work into polylined pre-cooling systems, despite the increased popularity of using such a packaging
feature. Delele et al. (2012) modelled a polyliner system of grapes, but considered the fruit-air system
as a porous media, an approach that is not always applicable due to the package-particle ratio, and is
not applicable in the kiwifruit system. To this author’s knowledge, only O’Sullivan (2016) has explicitly
modelled a polylined pre-cooling system, but in that case the polyliner was constructed manually so
that it was applicable only in the case of kiwifruit stacked in an orderly pattern; and was a non-realistic,
blocky shape which may have impacted the airflow pattern through the box. In the interests of satisfying
the flexibility philosophy of this thesis, there is a need for a method that can take the bulk shape of fruit
as the input, and as an output generate a realistic geometry that represents the polyliner, in a way that

is automated, rapid, and agnostic to the shape of the bulk fruit.

This method was again developed inside of Blender, and was automated through the use of a Python
script. The method took advantage of a series of object modifiers, operations that distort the surface
topography of the selected object. Specifically, the ‘Subdivision Surface’, ‘Shrinkwrap’ and ‘Smooth’

modifiers were used — each is described below, but for more detail see Blender Foundation (2017).
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The first step in the polyliner creation process was to create the object that would eventually become
the polyliner. At this initial stage this object was a simple cuboid. As shown in Figure 4.39, the cuboid

was given the same size as the internal geometry of the box, but slightly larger:

Py = By + (By * 0.1) (4.31)

P, = 188mm

P, =374mm Py =29%4mm

Figure 4.39: Inception of the polyliner geometry: a cuboid with 10% larger dimensions as the inner
dimensions of the box.

This 10% increase in size compared with the internal box geometry was implemented to ensure that the
polyliner encompasses the entirety of the bulk of fruit. The object modifier ‘Subdivision Surface’ is
applied to the cuboid to split the face of the mesh into a larger number of faces, while maintaining the

shape of the original mesh, to make it capable of being flexible (Figure 4.40).
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d.) c.)

Verts: 6146
Faces: 6144
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Figure 4.40: Application of the ‘Subdivide Surface’ object modifier, which divides the surface mesh
into a larger number of smaller faces.

The tuning variable in this modifier was the number of subdivisions. Increasing the number of
subdivisions creates more faces and vertexes, making the polyliner more malleable, so that it can bend

and flex around objects with more degrees of freedom.

Having prepared the polyliner object for deformation, the next step was the application of the
‘Shrinkwrap’ object modifier. This modifier moves vertexes from the polyliner geometry to the nearest
vertex on the target object, in this case the bulk fruit geometry, while maintaining a minimum angle
between adjacent faces. This process is shown in Figure 4.41, which also explores the interaction
between the malleability of the polyliner (degree of subdivision) and the efficacy of the ‘Shrinkwrap’
object modifier. When the ‘Shrinkwrap’ modifier is applied at a low number of subdivisions, the
flexibility isn’t sufficient enough to properly account for the curves in the bulk shape of the kiwifruit.
As shown in Figure 4.41a and b, not all of the fruit was contained within the polyliner shape, with a

high degree of fruit protruding through the surface topography of the polyliner. Though a certain degree
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of overlap between the fruit and polyliner can be desirable, as this represents a small portion of the fruit
surface having direct contact with the bulk external airflow, the magnitude of this should be carefully
controlled. This is discussed in further detail later (section 5.3.3). In the case of Figure 4.41a and b the
fruit protrusion through the polyliner was unintentional and caused by the lack of flexibility in the
polyliner surface mesh. Only when at least 5 subdivision levels were applied (Figure 4.41c) did the

polyliner correctly wrap around the entire fruit bulk geometry.

Subdivide = 1 Subdivide =3

)

Shrinkwrap

Subdivide = 5

Shrir p

Figure 4.41: Application of the ‘Shrinkwrap’ object modifier, which brings the vertexes of one object
(polyliner) to the nearest vertex of a target object (bulk kiwifruit shape).

The surface topography following the application of the ‘Shrinkwrap’ modifier with a sufficient amount
of subdivision (Figure 4.41c) had an imbalanced distribution of vertexes, bunching at the surface of the

fruit and being scarce over fruit voids. This is problematic for export and import into other modelling
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software such as COMSOL or MATLAB, as skewness in the surface topography increases the chance
that the import process will fail. To ease the import process, the ‘Smooth’ object modifier was applied.
This modifier functions by changing vertexes to the average position of surrounding vertices. The
smoothing process is applied iteratively, the number of iterations a tuning variable. As shown in Figure
4.42, increasing iterations of the ‘Smooth’ modifier improves the uniformity of vertexes while largely
maintaining the general shape of the object. However, this modifier also has the consequence of
shrinking the overall shape — each iteration of the ‘Smooth’ modifier moved the polyliner ~0.2 mm
inward toward the geometric centre. This is why as the number of smoothing iterations increases from

1 to 10 (Figure 4.42b and d), the degree of fruit protruding through the polyliner surface increases.

Controlling the exact degree of fruit protrusion is vital to the development of a successful heat transfer
model. As discussed later in section 5.3.3, a small degree of direct fruit-polyliner contact was necessary
to validate the cooling model. Allowing the polyliner to pass through the fruit at a slight depth is not
intended to represent the polyliner literally penetrating through solid kiwifruit, but rather areas where

the polyliner is in perfect contact with the fruit.
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a.)

Smooth=1

—_—

th =5
Smooth= 10

Figure 4.42: Application of the ‘Smooth’ operator, which creates a more uniform distribution of
vertexes

The alternative scenario may also be desirable, where there is a slight gap between the fruit and the
polyliner. Such a model would be significantly easier to implement into a finite element modelling
scheme, as there is no direct contact between objects. This is most likely not suitable for modelling pre-
cooling processes but it could be useful in modelling other parts of the cold chain, such as room cooling,
long term cold storage, or refrigerated transport, where conduction plays a more significant role in
temperature maintenance. Thus, to keep the model flexible to a range of modelling situations, it was
imperative that both of these scenarios be incorporated into the creation of a polyliner shape, and the
depth of penetration or gap between the product and the polyliner should be a user-controllable
parameter. This was accomplished by utilising the ‘offset’ parameter in the ‘Shrinkwrap’ modifier:
rather than bringing polyliner vertexes right to the surface of the nearest fruit vector, a distance can be
imposed between vertex pairs. This offset distance can be positive (gaps) or negative (protrusion).
Remembering that the ‘Smooth’ modifier introduces a penetration of 0.2 mm per iteration, the desired

magnitude of gap or penetration must take this into account. This is demonstrated in Figure 4.43.
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Polyliner Polyliner
a.) Fruit -lmm ) b) Fruit Omm

—
Subdivide =6 Subdivide =6

Shrinkwrap = Om offset Shrinkwrap = 0.001m offset

Smooth =5 Smooth =35

Polyliner
C. ) Fruit +1mm

-

Subdivide =6 _
Shrinkwrap = 0.002m offset
Smooth =5

Figure 4.43: Impact of the Shrinkwrap Modifier offset, affecting the degree of direct fruit contact with
the bulk motion of the airflow: a.) a 1mm penetration depth; b.) no gap, and; ¢.) a 1 mm gap.

Figure 4.43a shows the polyliner-fruit geometry with a 1mm penetration depth. To create the 1mm
penetration, the ‘Shrinkwrap’ modifier was given an offset of Om, and then 5 smoothing iterations were
applied. At 0.2 mm per iteration, this resulted in a net 1mm penetration depth. This introduces some
clear regions of direct fruit-polyliner contact. Figure 4.43b shows a polyliner that is flush with the fruit
geometry. The ‘Shrinkwrap’ modifier was given an offset of Imm, which was then erased by the 5
smoothing iterations. Finally, Figure 4.43c shows the poyliner-fruit geometry with a 1mm gap, with a

2 mm ‘Shrinkwrap’ offset, which was reduced to 1mm by the smoothing iterations.
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This polyliner creation process was flexible and agnostic to both the shape of the individual fruits, as
well as the generated bulk fruit shape. To demonstrate the flexible capability of this method, the same
Python script was applied to 4 separate stacks of objects: shown in Figure 4.44, each was of a modular
bulk package (372x292x187 mm) filled with either different objects, or an alternative stacking pattern.
For added clarity, the polyliner surface mesh is displayed in red. Figure 4.44a is a random stack of
kiwifruit, generated in the same fashion as described in section 4.4.3; Figure 4.44b is a stack of kiwifruit
with an imposed, ordered stacking pattern, the same pattern as that imposed during cooling experiments
(see section 3.3); Figure 4.44c is a random stack of cubes (cubes had an edge length of 0.04 m); and
Figure 4.44d was a random stack of animal faces (faces had a ‘radius’ of 0.03 m). In each scenario, the
same polyliner creation variables were used: Subdivide = 6, Shrinkwrap = 0.0015 offset, and Smooth =

5.

The agnosticism and flexibility of the polyliner creation method is successfully demonstrated in Figure
4.44. Despite the obvious dissimilarities of the bulk shape formed in each of these cases, the same
method and code was successful in creating a realistic, form fitting polyliner geometry. This routine

was computationally efficient, taking only 0.3 seconds to complete.
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a.) I b.) l
c.) l c.) l

Figure 4.44: Demonstration of the flexibility of the polyliner creation process. The same code was
executed on a.) a randomly stacked box of fruit; b.) a manually stacked, ordered stack of fruit; c.) a
random stack of cubes (edge length of 0.04m), and; d.) a random stack of animal faces (radius of

0.03m).
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4.5: Validation of Random Stacking Model

The random stacking model of section 4.4, being capable of producing the bulk internal fruit geometry
expeditiously and automatically, is validated in this section through comparisons between the

computationally generated stacks and the empirically measured stacks via CT scanning in section 4.2.

4.5.1: Position of Individual Fruits

Comparing the empirical bulk shape data with the computationally generated stacks requires that the
position of individual fruits be known. The CT scanner resolution was not high enough to resolve
individual fruits — or the space between touching fruits as separate, with a maximum resolution of
0.8mm slices — meaning that the bulk fruit shape is considered to be a single connected object in
MATLAB. Thus, additional image processing was necessary to ascertain the X, Y and Z position of

individual fruits.

After the raw CT scan data was processed into phases (section 4.2.2; Figure 4.45a), the Euclidean
Distance transform was computed (the MATLAB function ‘bwdist’), and the corresponding values
were non-dimensionalised (Figure 4.45b). Values below 0.5 — corresponding to voxels near to the
surface of the fruit — were eliminated. This essentially peeled away the outer layer of fruit, creating a
collection of smaller objects that retained the general shape of the individual fruits they were derived
from, positioned in the centre of each individual fruit. Shown in red in Figure 4.45c, these new smaller
fruit shapes are spatially separated, so they can be identified as isolated regions. Properties of these
regions can be derived with MATLABs ‘regionprops’ function, the most important in this application
being the centroid — the centre of mass. The centroid of the red shapes in Figure 4.45c are assumed to
be approximately equal to the centroid of the real kiwifruit, as they are derived from the shape of the
individual fruits and are positioned in their centre. Thus, the number of fruit in the box and their position

in XYZ space can be determined (Figure 4.45d).
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a,) Bulk Fruit Shape
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C,) Bulk Fruit Shape M Rel. Distance >0.5 d) Bulk Fruit Shape @® Fruit Centroid

Figure 4.45: Illustration of procedure developed to measure the centroid position of individual fruits
from CT scan information: a.) CT scan of kiwifruit stacked in a box; b.) application of the non-
dimensionalised Euclidean Distance transform to the CT scan information; c.) temporary elimination
of all fruit voxels with a relative distance <0.5: original CT scan information in transparent yellow;
new objects in opaque red; d.) centroid position of individual fruits, marked as blue dots, derived as
the centre of mass of the new opaque red objects.

The 0.5 threshold for eliminating voxels was chosen as the best trade-off between centroid accuracy
and error in correctly identifying the number of fruit inside the box. A lower value would mean a
shallower depth of fruit is peeled away, so that the resulting shapes are closer to the true shape of the
kiwifruit, hence the centroid position is closer to the ‘true’ centroid. However, this also increases the
risk of these being ‘voxel bridges’, where not enough of the outer layer has been removed so that two
or more fruit are still connected by a small amount of voxels where the fruit are touching (Figure 4.46a).
These two or more connected fruit would be recognised as a single fruit — not only calculating the
number of individual fruit incorrectly, but also the centroid position. A higher threshold value lowers
the risk of there being connection bridges, but also increases the amount of voxels removed. The
centroid of these shapes may be disparate to the ‘true’ centroid as they contain little of the original

information — and there is also a risk of completely eliminating all voxels from the smallest fruit (Figure
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4.46b). Thus not only would the centroid position be inaccurate, but the number of fruit identified inside

of the box would be less than in reality.
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Figure 4.46: Demonstration of different relative distance thresholds: a.) example of the threshold being
too low (0.3), failing to completely separate individual fruits, forming a ‘voxel bridge’ in many
scenarios; b.) example of the threshold being too high (0.8), completely eliminating all voxels from

individual fruits in some cases.
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4.5.2: Manually Stacked Package

The first comparison was between manually stacked packages, the stacking pattern imposed upon all
cooling experiments (section 3.3). The pattern was created by physically placing 100 count 36 Hayward
kiwifruit into 4 distinct layers: 30 fruit on the bottom layer, 20 fruit on the 2" layer, 30 fruit on the 3"
layer and 20 on the top layer. During modelling work later in this thesis, this same stacking pattern was
constructed manually in Blender (see section 5.2) and is compared with the empirical stack measured

via CT scanning in this section.

The purpose of this first comparison was to test and refine comparison techniques. As both the CT
scanned geometry and Blender constructed geometry were made manually by hand, and the fruit were
placed in a well-defined repeatable pattern, the differences between the two should be small — in a
visual, qualitative sense, 3D or flattened images of both should be comparable; and in a quantitative

sense, the positional distribution of individual fruits should be largely similar.

For a visual comparison, the 3D volume of both the CT scanned box and the Blender constructed
geometry was compared (Figure 4.47a and b, respectively). Because fruit in the centre and at the back
of the box are obscured by fruit at the front, a flattened 2D relative density map was also created (Figure
4.47c and d) to provide an alternative view of the geometry inside the box. For the empirical data, this
density map was created by first separating voxels into phases (section 4.2.2), so that voxels identified
as fruit had a value of 1, air and package voxels a value of 0. Voxels were then summed along the Y-
axis (width), adding each X-Z slice to the next slice, flattening the 3D volume into a 2D density map.
The values of the subsequent pixel set created after the flattening process corresponds to the frequency
at which a fruit voxel exists at that position on the X-Z axis. These values were made relative by dividing
by the global maximum, to give a relative density map. The same process was done for the
computational Blender geometry; however, it was first necessary to discretize the 3D surface into

voxels. This was done using the voxelisation technique outlined in section 5.5.4.
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a.) CT Scan b.) Computational Model

Top Layer Top Layer

34 Layer 3t Layer

27 Layer 28 Layer

Bottom Layer 0.2 Bottom Layer

0.2

0.15 0.15

0.1
0.1

Height (m)
Height (m)

0.05
0.05

0.4
0.4

0.2

Length .
o1 SR (B Length (mm)

Height (mm)

AyIsua(] oAIR[NWND) OATIE[OY]
AYISUS(] SATIB[NUWINY DATIR[OY

0 50 100 150 200 250 300 350 50 100 150 200 250 300 350
Length (mm) Length (mm)

Figure 4.47: Comparing ordered stacks of kiwifruit: a.) empirically determined (through CT scanning)
3D render of manually stacked box; b.) 3D render of manually constructed computational model of an
ordered stack; c and d.) flattened 2D relative density maps of the 3D renders.

Next, techniques for comparing the two geometries quantitatively were explored. Comparisons using
bulk metrics such as the volume or surface area were not as powerful as comparing the positional
distribution of individual fruits inside the box. The former two compares geometries using only a single
value, masking information as to how fruit are stacked inside the box; while the latter allows a
comparison at 100 points or more. Taking the front left corner of the box as the origin (0,0,0), the X
(length), Y (width) and Z (height) position of the centroid of each individual fruit was extracted from
the CT scan using the process described in section 4.5.1. The next concern was how to summarise the
positional distribution in a way that was easy to interpret, gave a succinct outline of the distribution
inside the package, and allowed similarities and differences between stacks to be plainly identified. In
this endeavour, the cumulative height distribution satisfied these criteria, shown in Figure 4.48. The
distribution of the X and Y positions does not provide detailed information about the stacking pattern,
as fruit are more or less evenly distributed across the box foot print. The same cannot be said of the Z
positions (height), as fruit form distinct layers as they stack on top of each other. Therefore, the

cumulative height distribution plot was used as a quantitative comparison tool, and was interpreted
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thusly: fruit on the left-most side of the plot represents fruit at the bottom of the box, while fruit on the
right represents fruit at the top. Moving from left to right, regions of horizontality represent a well-
defined layer of fruit, the length of the region corresponding to the number of fruit within that layer.
Curvature in the distribution corresponds to a less well-defined, more amorphous layer of fruit. Sharp
changes in the distribution correspond to the end of one layer and the beginning of the next layer —
therefore, identifying how many fruit layers exist within the box and how many fruit lie within each
layer can be identified by also plotting AH — the first derivative of the cumulative height — and

examining where peaks form.

Visually comparing the manually stacked CT scan geometry (Figure 4.47a) with the Blender geometry
(Figure 4.47b), the imperfection of the real-world scenario is apparent. Fruit have rougher surfaces
compared to the smooth and perfect fruit created in Blender, and many fruit have been dislodged from
their intended position, twisting and rotating to rest under the natural force of gravity at angles in-
between the recesses caused by the layers of fruit above and below. As the Blender geometry was
constructed manually and gravity forces were not applied, fruit were fixed to the position they were
assigned, and in fact were able to ‘float’, where a slight separation between fruit was preferable due to
the ‘near miss’ principle (O’Sullivan et al., 2016; Defraeye et al., 2014; Berry et al., 2017; section 5.2).
Inspecting the density maps (Figure 4.47c - d), four layers of fruit are visually conspicuous in both
cases; however, they were less well defined in the CT scan geometry, especially the 2" and 3™ layer
which showed more spatial variation per row of fruit than the Blender geometry. It was also clear that
the CT scan geometry was packed tighter, the top of the entire stack being lower than the Blender

geometry. This again was due to the fruit being allowed to settle under gravity.

Differences between the CT scan (red circles) and Blender geometry (solid black line) were investigated
guantitatively with the cumulative height distribution (Figure 4.48). Four distinct regions can be seen
in both cases, corresponding to the four layers of fruit imposed on the geometry, the location of the
formation of a new layer and the number of fruit within each layer confirmed by the peaks that formed
in the AH plot (dashed lines) at 30, 50 and 80% - so that the bottom layer contained 30% of the fruit,

2" layer 20%, 3" layer 30% and top layer 20%, which was precisely the number of fruit placed into
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each layer. The horizontality of the height distribution — representing a well-defined fruit layer — is
much more pronounced in all four layers of the Blender geometry. The CT scan shows a well-defined
bottom and 2" layer, but a less orderly 3 and top layer. The fruit on the lower layers were supported
by the bottom of the package, a flat and rigid object perpendicular to the floor, lending toward there
being a higher degree of order. Higher layers relied on the support of the lower layers of fruit, and as
these were irregular and nebulous surfaces, showed a greater height distribution across the layer.
Additionally, in the 3 layer, fruit near the sides of the box relied on the packaging to remain at the
same height as fruit near the middle of the box —and upon inspection of the density map (Figure 4.47c),
fruit instead tended to fall into the gap created between layers 2 and 3. With the exception of the bottom
layer, each subsequent layer of the fruit from the CT scan is consistently lower in height than the Blender
geometry. As discussed previously, the real world fruit geometry was subject to the natural force of
gravity, which has created an overall much more compacted, shorter stack compared with the Blender

geometry.
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Figure 4.48: Cumulative distributions of the height of the geometrical centre of individual kiwifruits
for: a CT scanned box (red circles), and the manually created computational geometry (solid black
line). Dashed lines represent the first derivative of the cumulative height curve, AH, peaks indicating

the position of a new layer of fruit: red dashed line =

computational geometry.
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4.5.3: Randomly Stacked Package

The comparison techniques developed in the previous section (section 4.5.2) were used to assess the

accuracy of the random stacking model.

2 separate boxes of 102 count 36 Hayward kiwifruit, wrapped in a polyliner, were scanned. Centroid
positions of individual fruits were determined using the technique in section 4.5.1. To compare, 5 stacks
of fruit were created computationally using the random stacking model (section 4.4). Model parameters
for each stack were the same as Table 4.2. Each stack was generated in just 150 seconds of
computational time. 3D renders of the two CT scanned boxes are shown in Figure 4.49a and b. 3D
renders of the five computationally generated randomly stacked boxes are shown in Figure 4.49c¢ - g.
For a more detailed visual comparison, the first CT scan and the first computational stack are shown in
closer detail in Figure 4.50: a and b being 3D renders and ¢ and d flattened 2D density maps.
Quantitative comparisons using the cumulative height distribution are shown in Figure 4.51.
Identification of the location of layers and the number of fruit within each layer via plots of the AH is

shown in Figure 4.52.

Examining the full set of geometries from Figure 4.49, the imperfections of the empirical CT scans are,
again, apparent. Real kiwifruit displayed rougher, bumpier surfaces, with additional features such as
the picking wound and some bruises, causing cavities in the surface topography; features which were
not present in the stacking model geometries. However, the differences between the CT scan and model
geometries were not as visibly pronounced as the previously compared manual stacks: as a strict
stacking pattern was imposed in the preceding case, deviations such as fruit becoming dislodged or
resting at an angle were much more obvious in the empirical CT scan; while in the present case, both
CT scans and model generated geometries showed the same gravity inspired randomness, so that in an
overall sense the reality and the simulations were more comparable. Although each stack appeared to
be superficially unique — the size distribution across the count 36 weight range combining with the
random chaotic nature of settling under gravity creating a distinct geometry in each instance — trends

were observed when examining the full set as a whole. Each stack contained a well-defined bottom

172



Chapter 4 — Bulk Fruit Geometry

layer, as these fruit were supported by the rigid and flat floor of the packaging; then there was an
amorphous, less well defined second layer; followed by a better defined top layer again. Thus, stacking

a box naturally creates three layers of fruit rather than the four imposed inside the package manually.
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Figure 4.49: Comparing random stacks of kiwifruit: a. and b.) empirically determined (through CT
scanning) 3D renders of real boxes of fruit; e. —g.) 3D renders of computationally generated random

stacks of fruit through DEM.
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a.) CT Scan b.) Computational Model
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Figure 4.50: Comparing select random stacks of Kiwifruit: a.) empirically determined (through CT
scanning) 3D render of a real box of fruit; b.) 3D render of a computationally generated random stack
of fruit. c. and d.) flattened 2D relative density maps of the 3D renders.
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Figure 4.51: Cumulative distributions of the height of the geometrical centre of individual kiwifruits

for: the CT scanned boxes (red squares and black circles); and the 5 computationally generated random
stacks (solid lines of varying colours).
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Figure 4.52: First derivative of the cumulative height curves, AH, peaks indicating the position of a
new layer of fruit: a.) AH for the CT scanned boxes; b.) AH for the computationally generated randomly
stacked boxes.

The 3D renders of the geometries obscured fruit in the middle and back of the package, so 2D flattened
density maps were used to further investigate the first CT scan (Figure 4.49a) and the first simulated
stack (Figure 4.49c) in Figure 4.50. The three layers intimated from the 3D renders are more clearly
seen: there was a fairly equitable distribution of fruit across the bottom of the box to form the distinct
bottom layer in both the empirical and simulated cases, with another two layers perceived above — a
middle layer and a top layer, marked on Figure 4.50; however, they were much more nebulous as fruit
rested upon the layers below. A major difference between the empirical and simulated stacks can be
seen in the corners at the bottom of the box: in the simulated case it was favoured for a fruit to be pushed
into each of the 4 corners of the box, showing a high density in these positions; while empirically there
was a preference for there to be an absence of fruit at these same positions, so that the density at the
bottom corners is noticeably lower — this can also be seen clearly in the 3D render of Figure 4.50a. The

cause of this difference is discussed below.

The difference between reality and the stacking simulation was investigated quantitatively with the
cumulative height distribution (Figure 4.51) and their accompanying AH plots (Figure 4.52a and b).
The empirical height distributions (red squares, black circles) showed a well-defined bottom layer
intimated through the horizontality of the distribution in that region, which — according to Figure 4.52a

— contained 27% of the fruit. Comparing this to the simulated stacks (solid lines), the model also
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predicted a well-defined bottom layer in all 5 cases, however the number of fruit deposited into this
layer was 30-35%, an over prediction of 3-8%. As mentioned previously, there was a tendency for the
random stacking model to push fruit all the way into the corners of the packaging, while in reality fruit
tended to be absent from these positions. This difference of 4 fruit in the corners explains about half of
the discrepancy. A major contribution to this difference is the existence of the polyliner in the real-
world package: this packaging feature, which encompasses the entirety of the fruit bulk, is pulled tight
and securely shut to ensure that there are minimal leaks with the outside environment. The tautness of
the polyliner creates small slopes at the corners of the packaging, preventing fruit from populating those
areas. The polyliner is added digitally (section 4.4.5) only after the fruit geometry has been created in
the case of the stacking model, so these polyliner created slopes do not exist and the fruit is free to
populate the entire volume of the box. The remainder of the discrepancy is possibly due to how the
stacking algorithm functioned, as boxes were overfilled by approximately 50% (150 fruit were stacked
instead of the recommended 102) and after being allowed to settle under simulated gravity, the
overfilled fruit (fruit existing above the 187mm height threshold) were eliminated. This meant that as
the fruit were being allowed to settle there was additional weight above the bottom layer of fruit that
would not normally be there. This may force the additional 2 or 3 fruit into the bottom layer. Beyond
this divergence at the bottom layer, the cumulative height distribution of the 5 simulated stacks follows

the empirical height distribution for in the empirical boxes very closely for the remainder of the box.

4.6: Conclusions

In conclusion, a new method for rapidly appropriating an accurate bulk fruit geometry was developed
in this chapter. The methodology was a result of several pieces of work, including a shape equation for
kiwifruit, which was able to generate accurate computational kiwifruit analogues of any size within the
count 36 size range expeditiously; a shape index, which allowed kiwifruit to be randomly generated
according to a specific weight distribution; and a DEM stacking model, which simulated gravity and
friction forces on a collection of generated kiwifruit to naturally fall and stack into a box. This
computational stacking process took only 150 seconds, and the similarity of the generated stack was

validated against empirical bulk fruit shape data collected via CT scanning. The stacking model can
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now be used to rapidly accelerate heat transfer model development, as the bulk fruit shape can be used
as an input geometry. It would be trivial to use the stacking model for other horticultural products,
expanding the scope of problems which can be investigated via modelling — provided there is a shape
equation for the new crop. It also has potential to be used to investigate the volumetric efficiency of

new package designs.
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Chapter 5

Model Development

5.1: Introduction

Methods were developed to automatically generate the geometry inside of a box of kiwifruit in chapter
4, and an indication of the experimental cooling rate under a series of cooling conditions were measured
in chapter 3. The next pertinent matter was the development of a modelling methodology that satisfied
this thesis’ goal of being fast, flexible and automated. In section 5.2 and section 5.3, Direct Numerical
Simulation (DNS) is used to investigate which heat and mass transfer mechanisms are important, to
decide which should be included or excluded from future modelling work. Section 5.4 discusses the
derivation of the relevant thermophysical properties; and section 5.5 covers the rationale for basing the
model on the zonal modelling approach, covering the formulation of an array of automated
computational operations called ‘geometric procedures’ that allows a zonal network to self-form using

the geometry information supplied by chapter 4.

5.2: Direct Numerical Simulation

The use of Direct Numerical Simulation (DNS), which includes finite element and computational fluid
dynamics models, is a powerful, high fidelity technigue that has been widely used to solve heat and
mass transfer problems in the pre-cooling of horticultural produce (Ferrua and Singh, 2009a; Defraeye
et al., 2014; Delele et al., 2013). However, its exclusive use is not suitable for accomplishing the goals
of this thesis — to develop a modelling methodology that is automated, flexible and fast. In fact, the
deficiencies of DNS were the primary motivator for the establishment of this project, and the

development of a zonal model.

Nonetheless, there was still some validity in using DNS as an aid in the development of an alternative
modelling approach, as well as a comparative tool to assess the relative trade-offs between accuracy,
ease of model construction and solution times. The high fidelity of DNS allowed the direct modelling

of complex heat or mass transfer processes, such as: the exact refrigerated air flow velocity fields;
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temperature gradients within individual fruits; and the magnitude of radiation thermal exchange
between non-adjacent fruits. Furthermore, DNS represents the ‘status quo’ of modelling techniques and
is well understood among research groups globally. Presenting the new model, with simplified
alternative methods for predicting heat and mass transfers, alongside a legacy approach where these
exchanges are modelled explicitly with little to no simplification, can assist in the justification of the

newly developed modelling methodology.

For these reasons, a DNS model for a single box of kiwifruit was developed. The finite element model
was built in the commercial DNS package COMSOL Multiphysics (COMSOL, 2015). A single box
scale was decided upon because this thesis is interested in developing a heat transfer model for
horticultural produce, so that the primary inquiry was the internal resistance to external heat transfer.
Separating heat transfer from airflow, it was not wise to model the system at the pallet scale, as this
requires knowledge of how the orientation of individual boxes and packaging vents align on the pallet
scale to form a complex airflow pathway. If a single box heat transfer model can be developed and
validated, then the model can be upgraded to the pallet scale by integrating it with a separate airflow

model, which is being developed separately to this thesis by colleagues at the CPRR.

5.2.1: Model Geometry

Validation cooling data was collected in section 3.3, where fruit were stacked into an ordered pattern
so that a thermocouple could be placed into the same position within a box between trials. Thus, a
geometry with the same stacking pattern was re-created in COMSOL. A stack of fruit was created
manually using Blender, where Eq. 4.11 (shape equation for kiwifruit) was used in conjunction with
the method outlined in section 4.3 to create 100 kiwifruits. Only ‘average’ sized count 36 fruit were
created, using Dy 4y, Dy 4, and Lg,, from Table 4.1, rather than the creation of 100 random fruit sizes.
Individual fruits were moved into a digital enclosure with the same inner dimensions of a modular bulk
package: 372x292x187mm. This was an arduous and time consuming process, there being great
difficulty in finding a correct pattern that would allow all 100 fruit into the enclosure without fruit

intersecting with each other or the walls of the package. The final geometry is shown in Figure 5.1.
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The “near miss principle” was used (Ferrua and Singh, 2009a; Defraeye et al, 2014) which shrinks fruit
by a small percentage of total volume to prevent the surface of individual fruits from overlapping. This
was done to mitigate COMSOLSs tendency to produce errors when attempting to finalise the geometry

or mesh geometry with surface conjunctions between objects. Each fruit was reduced in volume by 2%.

The polyliner was created using the methods outlined in section 4.4.5, using the settings: Subdivide =
6, Offset = -0.00035 and Smooth = 5 (Figure 5.2). The Offset being negative created a polyliner with a
small degree of perfect contact between the fruit and the polyliner so that there was limited direct contact
between fruit and the refrigerated airflow. The need for this direct fruit-air contact area is explored later

in section 5.3.3.

The fruit and polyliner geometries were exported from Blender separately as .stl files, and then imported
into COMSOL (Figure 5.3) and converted into solids using COMSOLs ‘Form Solid” function. They
were then joined with the ‘Form Union’ Boolean operator. This created new boundaries on the surface
of fruits where the polyliner and fruit surfaces overlapped, to represent small areas where there was
perfect contact between the fruit and the polyliner. The finalised COMSOL geometry is shown in Figure

5.4 from several viewing angles.
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372mm

292mm

Figure 5.1: Model geometry of 100 kiwifruit stacked manually into 4 orderly layers in Blender within
the inner dimensions of a modular bulk package: a.) bottom layer, 30 fruit; b.) 2nd layer, 20 fruit; c.)

3rd layer, 30 fruit; and d.) top layer, 20 fruit.
¢)

Figure 5.2: Automated polyliner wrapping of the fruit geometry (Subdivide = 6, Offset = -0.00035 and
Smooth = 5). a.) fruit geometry; b.) polyliner and fruit; c.) mesh topography of the polyliner.
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Fruit Geometry

Export .stl
from Blender

Import .stl
into COMSOL
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Figure 5.3: Export of fruit and polyliner from Blender as an .stl and then imported into COMSOL (a,
b, d and d). Geometries are then converted from surfaces to solid and then joined (d).

Figure 5.4: Finalised geometry of fruit and polyliner in COMSOL. a.) top down view (Y-X direction);
b.) front view (Z-X direction); and c.) side view (Z-Y direction).
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5.3: Transport Mechanisms

Creation of a fast and flexible heat transfer model for boxes of polylined kiwifruit requires
understanding of which heat, mass and momentum transfer mechanisms occur during pre-cooling. As
outlined in section 1.2.4, the following transfer mechanism were identified as possible contributors to

fluxes of heat or mass:

e Thermal conduction;
e Forced convection;
e Natural convection;
e Radiation;

e Evaporation;

o Diffusion, and;

o Respiration.

This section explores the relative magnitude of each mechanism so that decisions can be made later
during the development of the zonal model pertaining to which must be included. Mechanisms that are
significant must be accounted for in some simplified manner, while other mechanisms that contribute
little to the overall rate of temperature or mass change can be ignored, further simplifying the model.
This exploration utilises the DNS model geometry (section 5.2) as a tool to explicitly model transfer

mechanisms.

5.3.1: Conduction

Conduction is the transfer of thermal energy from a high temperature region to a low temperature region.
This can only occur within objects or between two objects that are in direct contact with each other.

Conduction heat transfer is described by Fourier’s equation:

AT
Pcona =14 7 (5.1)
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Where ¢4 is the heat flux due to conduction (W, or J-s2); A is the thermal conductivity of the material
(W-mt.K1), 4 is the heat transfer surface area (m?), AT is the temperature gradient (K) and x is the
distance over which heat transfer is occurring (m). Conduction is expected to play a very important role,
as it is the preeminent mode of heat transfer within opaque solids, such as food (Singh and Heldman,
2009). This is expected to apply more so for a polylined system: although convection heat transfer is
typical at the surface of objects, the polyliner limits the degree to which refrigerated air can interact
with the bulk surface of the fruit, as the forced airflow cannot penetrate the polyliner. Thus, there will
not only be conduction heat transfer between touching fruits, but also a significant amount of conduction

through the air inside the polyliner.

5.3.2: Convection

Heat transfer via convection involves the exchange of heat between the surface of an object and a
moving fluid. The fluid will be in motion because of natural convection, pressure gradients created by
temperature differences in the fluid; or because of forced convection, caused by an artificially induced
pressure drop. During a forced-air cooling process, there are several domains in which convection could
be important. Forced convection is likely to be dominant outside of the polyliner as the fan creates a
large pressure drop, resulting in high velocities of air being forced through the package ventilation
(Defraeye et al., 2014). Natural convection is likely to occur within the polyliner as the temperature
differences between fruit and air cause small convection currents, facilitating the transfer of heat from

the fruit (O’Sullivan et al., 2016). These two forms of convection are investigated separately.

5.3.2.1: Forced Convection

Forced convection plays the role of the external rate of heat transfer, described in section 1.2.5.1 and
Figure 1.8 as one half of the ‘cause’ in the overall heat transfer ‘effect’ — the other half being the internal
resistance to heat transfer. The combination of fan speed, fan size, package orientation, vent size, vent
shape and vent number, and the shape of the headspace all combine to form a specific airflow pathway.
This pathway of refrigerated air carries heat away from the surface of the polyliner and to a more limited

degree, fruit within a box, as described by Eq. 5.2 (Holman, 2010):
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LM — Ay — (5.2)

Where ¢..ny is the heat flux due to convection; A is the heat transfer surface area (m?); 4, is the thermal

conductivity of air (W-m*-K); and ‘;—§| is the temperature gradient on the surface as a result of a
0

x=
specific airflow pathway. This temperature gradient cannot be measured easily without disrupting the
boundary layer, or it can be determined with complex techniques such as CFD or inferred by particle
image velocimetry (Ferrua and Singh, 2009a; Ferrua and Singh, 2009b). However, using Newton’s law
of cooling:

¢
% = hext (Tsurf - Tref) (5.3)

It can be shown that a simple external heat transfer coefficient, h,,:, can be used to represent the

convective impact of a complex airflow pattern by combining Eq. 5.2 and Eq. 5.3:

_ —24(0T/3%)]x=0
hext -

5.4
Tsurf - Tref ( )

In the interests of simplicity, the impact of forced-convection will be explored in this section using
representative, imposed values of h,,;, rather than explicit modelling of the airflow and consequent
heat transfer coefficient. This exploration was done using the DNS model of section 5.2. For this
exploration, the cardboard packaging was removed, the implication being that h,,; represents the
impact of the airflow flowing through the package in the gaps between the surface of the polyliner and
the inside surface of the box. Thermal properties are given in section 5.4. The air within the polyliner
was considered stagnant to simplify this exploration, with pure conduction through the fruit and
polyliner air phases, modelled as:

oT
prCrar=V(A-VD) (5.5)

External cooling was imposed as a Robin boundary condition (Mercier et al, 2017a):
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—AVT - = Rgyr * (T — Trer) (at boundary Q) (5.6)

Where n is the normal vector and Q is the entire external surface of the object — this h,,; was applied
uniformly across the surface of the polyliner, as well at the smaller areas where there was direct contact
between the fruit and polyliner. Realistically, h,,; will not be uniform over the entire fruit and polyliner
stack, as the airflow pattern will create disparate airflow velocities, in turn creating different magnitudes
of convective heat transfer in different locations — for example, there is likely to be greater air flow and
therefore a greater convective heat transfer coefficient in the headspace than at the bottom of the box;
depending upon the precise configuration of vents etc. However, in this exploratory case these
differences are ignored, but are addressed later during model validation (see section 6.3). The initial
temperature of all fruit and air inside the polyliner was T; = 20°C, the temperature of the refrigerated
air oy = 0°C. The geometry was meshed into 117775 tetrahedral elements (Figure 5.5b), and the h,;
values investigated were 5, 10, 20 and 40 W-m2-K™, These values approximately correspond to air
velocities ranging from nearly 0.2 m-s™ to 6.0 m-s’%; which covers the range expected within the box
(ASHRAE, 2010). The simulation predicted the temperature change over 20 hours of cooling.
Visualisation of the temperature gradients within the box at 10 hours of cooling are given in Figure 5.5d
and e at different cut planes; the volume average temperature of all fruit are plotted over time in Figure

5.6a; and the relationship between h,,; and the half-cooling time is shown in Figure 5.6b.
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Figure 5.5: Results of DNS model investigating the impact of external convection on the fruit-polyliner
stack. a.) geometry of the fruit and polyliner; b.) mesh of the geometry (117775 elements); c.) cutplanes
for visualisation of results; d). temperature gradients within the stack at 10 hours of cooling for cut
plane 1; d.) temperature gradients within the stack at 10 hours of cooling for cut plane 2.
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Figure 5.6: Overall impact of external convection on cooling rates: a.) volume average fruit
temperature cooling curves; b.) impact of external heat transfer coefficient on volume average HCT.

Figure 5.6 and Figure 5.6 shows conclusively that forced-convection is a vital heat transfer mechanism,
and must be accounted for in the zonal model, which is to be expected as the airflow acts as the main
driving force for temperature change. This also reveals the internal resistance is surprisingly high.

Figure 5.6b shows a diminishing relationship between h,,; and the average cooling rate, where the
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point of diminishing returns appears to be at a relatively low value of h,,;. Doubling h,,; from 5 to 10
W.m2K? accelerates the HCT by 2.6 hours, while doubling h,,; from 20 to 40 W.m2.K? only

accelerates the HCT by 0.9 hours. This is consistent with empirical observations (section 3.3.4.2.1).

5.3.2.2: Natural Convection

Natural, or free convection, occurs when temperature gradients in a fluid produces convection currents.
The degree to which gravity induced buoyancy forces are present are dependent on the size of the
system, as a larger enclosure is more likely to allow the development of convection currents. Similarly,
the larger the differential in temperature, the larger the currents become as convection currents will not
form if the temperature induced pressure differential is not sufficiently high. Natural convection can
occur in any region where there is fluid, so there are two regions where buoyancy forces may need to
be incorporated into the model. The first is the fan-forced jet stream of refrigerated air flowing into the
boxes and around the polyliner and fruit. At certain velocities, the forced-convection may dominate
over natural convection, while at lower velocities there is a mixture of natural convection and forced
convection. Holman (2010) advises that free convection is significant over forced convection when
Gr/Re? > 10, Gr being the dimensionless Grashof number (Eq. 5.7) and Re being the dimensionless

Reynolds number (Eg. 5.8):

_ 3
Gr = gﬁ(Tsurf . Tref)H (5'7)
v
uH
Re = — (5.8)
v

Where g is the acceleration due to gravity (g = 9.81 m.s); 8 is the thermal expansion coefficient (8 =
1/T,; K1), H is the characteristic length of the system, in this case the height of the box (M); Tsy,-¢ is
the temperature of the heated or cooled surface (K); T,.r is the temperature of the bulk air (K);
v is the kinematic viscosity of air (m?.s2); and u is the velocity of air (m.s™). Figure 4.47 of section 4.5
suggests a headspace in the box of approximately 25 mm, so this is used as the height, H. ASHRAE
(2010) suggests forced air coolers have air velocities in the range of 1-3 m.s?, so the lower value of
1 m.s is taken as at lower air velocities, buoyancy is more likely to become dominant. Ts,, s is the
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polyliner surface temperature and is taken as half-way between the initial temperature (T; = 20°C) and
the refrigeration temperature (T, = 0°C), s0 T, = 10°C. Properties of air (8 and v) are taken at
10°C (B = 0.0035; v = 1.345x107%). This gives Gr = 3.0x10* and Re = 1.86x10°, so that Gr/Re? =
0.0087 — so that at even the lower range of expected air velocities, free convection is negligible in the

bulk flow of air. Thus, natural convection can be ignored from any future modelling work in this region.

The second region where convection currents can form is in the air inside the polyliner. The polyliner
blocks most of the air forced through the packaging from interacting with this ‘trapped’ air, and is
considered by some to be stagnant (Mercier et al., 2017a; Ambaw et al., 2017). However, O’Sullivan
et al. (2016) argues the contrary with natural convection considered to be vital in the validation of their
CFD model. Holman (2010) posits that the use of the dimensionless Rayleigh number (Eg. 5.9) can be
used to assess whether there is a significant level of natural convection in a system where there is an

absence of forced convection:

_ gﬁ(Tsurfv; Tref)H3 (5.9)

Ra

Where k is the thermal diffusivity of the air (m?-s?). At low Ra values (< 2000), the system has
negligible natural convection and the air can be considered ‘stagnant’, and can be modelled as a solid
with the same thermal properties as air. Between Ra = 6x103-2x10° there is a significant level of
natural convection, and the convection currents formed follows a laminar regime, while at
Ra = 6x10°-1.1x107 the convection currents are turbulent (Holman, 2010). With the same initial
temperature of 20°C and refrigeration temperature of 0°C, with Ty, = 10°C and air properties
evaluated at Ty, (8 = 0.0035 K*; v = 1.345x10° m?-s*; A4 = 0.0257 W-m™*-K™; p, = 1.205 kg-m?,
C, = 1005 J-kgt-K?Y; k =k, /(py - Cy) = 2.1x10° m?-s1), and the height of the box as H = 0.196 m,
this gives Ra =9.0x10°. This indicates natural convection currents are very rapid inside the polyliner,
and are in the turbulent regime, likely to contribute greatly to the heat and mass transfer rate. However,
this result is somewhat disingenuous: this does not take into account that the volume inside of the

polyliner is not filled entirely with air, but is rather a combination of fruit and air. The fruit will act as
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an impediment to the formation of convection currents, the air only able to move in the pores or gaps
between fruits. If the vertical height H is instead taken as the vertical spaces between fruit within the
polyliner (which might range between 0.01-0.03 m, then Ra might be estimated to range between about
1200 and 3.0x10% suggesting that natural convection could instead be either irrelevant or follow

laminar regime.

Resolving this ambiguity warranted further investigation using the finite element model. The DNS
model, using COMSOL, modelled the velocity field created by minute temperature induced pressure

gradients in the air directly. Movement of the air was modelled by using Eq. 5.10 and Eqg. 5.11:

pz—l: +pw-VYu=V-[-PI+u(Vu+ (VwH]+F (5.10)

oV-(u)=0 (5.11)

The volume force, F was defined as :
F=—-g-p (5.12)

The simulation was set up so that it could be compared with the forced convection example of section
5.3.2.1, with the same initial temperature, refrigeration temperature, thermal properties and external

cooling conditions of h,,; =5, 10, 20 and 40 W.m2.K"%, Results are shown in Figure 5.7.

As suspected, the impact of natural convection is not nearly as pronounced as the first calculated
Rayleigh number would suggest. The presence of fruit inside of the polyliner significantly increased
the resistance to the formation of convection currents, limiting the ability of free convection to convect
heat away from the surface of fruits inside the polyliner and deliver it to the surface of the polyliner.
Natural convection reduced the internal resistance by approx. 5-10% — though not hugely significant,
this is still in a range where it would be remiss to ignore it. Thus, natural convection must be taken into
account when modelling the air inside of the polyliner in later sections. Modelling this phenomenon
should be done in a much simpler fashion than was done here —as modelling natural convection directly

doubled the simulation completion time, from half an hour (section 5.3.2.1) to an hour.

191



Chapter 5 — Model Development

a.) 20 — b)o
Pure Conduction —a— Pure Conduction
I8 PN e Conduction and Natural Convection 8 |
16 Roye =5 WmM2K 7 F ‘\ - @ - Conduction and
14 F \ Natural Convection

here = 10 W/m2K

—_
(S8
T

Half-Cooling Time (hours)
FSS

Volume Average Fruit Temperature (°C)
=

(= = ]
T

0 2 4 6 8 10 12 14 16 18 20 0 10 20 30 40
Time (hours) External Heat Transfer Coefficient (W/m?.K)

Figure 5.7: Comparative impact of natural convection on cooling rates: a.) volume average fruit
temperature cooling curves, with (dotted lines) and without (solid lines) natural convection; b.) impact
of external heat transfer coefficient on volume average HCT, with (dashed line, circles) and without
(solid line, squares) natural convection.

5.3.3: Direct Contact Between Fruit and Polyliner

Though not necessarily a ‘heat or mass transfer mechanism’, it was important to explore the decision
to create a polyliner with some perfect contact between the fruit and polyliner. This decision increased
the difficulty of creating a DNS model, but was necessary because of the following analysis. A polyliner
was generated with a 0.5 mm gap between the fruit and the polyliner using the method outlined in
section 4.4.5 (Subdivide = 6, Offset = 0.001 and Smooth = 5). Cooling curves comparing this polyliner
with that of section 5.3.2.1 are shown in Figure 5.8; and a visualisation of the temperatures of the two

cases in Figure 5.9.
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Figure 5.8: Comparative impact of direct contact between fruit and polyliner on cooling rates: a.)
volume average fruit temperature cooling curves, with a 0.5mm gap between fruit and polyliner (dotted
lines) and with contact between fruit and the polyliner (solid lines); b.) impact of external heat transfer
coefficient on volume average HCT, with a 0.5mm gap (dashed line, circles) and with direct contact
(solid line, squares).
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Figure 5.9: Results of DNS model investigating the impact of direct contact between the fruit and
polyliner; a.) geometry of fruit and polyliner with a close-up of the 0.5 mm gap between fruit and
polyliner; b.) temperature gradients with contact between fruit and polyliner; c.) temperature gradients
with a 0.5mm gap between fruit and polyliner.
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Even a minute gap of half a millimetre between the fruit and polyliner caused a sharp increase in the
internal resistance. Cooling at h,,; = 40 W.m2.K", the slight gap in the polyliner impaired the HCT by
2.2 hours. Even though there was a seemingly negligible gap between the fruit and polyliner, air has a
very low thermal conductivity, just A, = 0.0257 W-m-K*. Applying a thin 0.5 mm layer of insulation
around the entire polyliner, that has a large surface area, seemingly doubles the internal resistance. This
shows conclusively that the geometry of the fruit and polyliner plays a vital role, and that some direct
contact between fruit and the polyliner is more realistic. Considering that the polyliner is wrapped
tightly around the fruit, it would make sense that the flexible polyliner is forced onto the surface of the
fruit, conforming to the bulk exterior shape of the mass of fruit. Accounting for this direct contact was
very difficult to implement in a DNS scheme and so in a later section, methods were developed for

circumventing these difficulties to increase the flexibility of the model (section 5.5.4).

5.3.4: Respiration

Fruit are living organisms that continue to respire even after they have been picked, converting stored
sugars into CO; and generating heat. The chemical reaction for respiration is given in

Eq. 5.13 (ASHRAE, 2010):
CgHy,04 + 60, — 6CO, + 6H,0 + 2667000 (5.13)

Fruit respire at lower rates at lower temperatures — a major motivator for pre-cooling to reduce the fruit
temperature as quickly as possible. From a heat transfer prediction perspective, it is important to know
if heat generated from respiration has an impact on the observed cooling rate. Heyes et al. (2009)

measured the CO; production rate as a function of temperature for Hayward kiwifruit as Eq. 5.14:

Rco, = [3.9037 X T + 21.782] x 107° (5.14)

Where Ry, is the rate of CO, production (mol-kg™-s™). The heat generated from respiration is therefore

Eg. 5.15:
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ration _ 2667000
¢r651;m“0" = 22— [3.9037 x T +21.782] x 10~° X ps (5.15)
S

The impact of this mechanism was modelled with the DNS model. Respiration was modelled as a
temperature dependent heat source, applying Eq. 5.15 to all of the fruit domains. External airflow was
modelled as h,,; = 10 W.m2. K1, with the same initial conditions, refrigeration temperature and thermal

properties as in section 5.3.2.1. Predicted cooling rates with respiration and no respiration are shown in

Figure 5.10:
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Figure 5.10: Comparative impact of respiration on cooling rates: a.) volume average fruit temperature
cooling curves, with (dotted line) and without (solid line) respiration; b.) impact on HCT with and
without respiration.

Adding respiration did not impact the cooling profile significantly. No differences appeared until
approximately 6 hours, after which respiration raised the temperature by a minute 0.4°C at 20 hours of
cooling — a HCT difference of just 0.17 h. Respiration is therefore considered negligible and will be
excluded from consideration in further sections. Its insignificance is partially because of the relatively
low respiration rate, but is also a consequence of the short time scale. Negligible quantities of heat are
generated from respiration over just 20 hours, but in a long-term cold storage scenario where fruit pallets
can be kept for up to 12 months, the heat of respiration can be quite considerable and a challenge to
remove. When modelling other fruits or different parts of the cold-chain its contribution should be re-

examined.
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5.3.5: Evaporation, Condensation and Diffusion

Fruit consist mostly of water, where Kiwifruit consists of approx. 80% water (see section 5.4).
Evaporation therefore has potential to contribute to the heat load of a pre-cooling process, even if only
a small fraction of water weight is lost. This is due to evaporation being a phase change process, where
latent heat is removed from the surface of the food product — free water in the fruit is evaporated into
gaseous moisture in the air. Seeing as the latent heat of vaporisation is 2260 kJ/kg, even small quantities
of evaporation can contribute significantly to the cooling rate. Ferrua and Singh (2009b) modelled the
forced-air cooling of strawberries, where a minimal 0.4-0.55% moisture loss contributed to 15-27% of
the overall heat removal. This was, however, for an open system with no polyliner and so there was a
high degree of convective evaporation, the only barrier to moisture loss being the skin of the
strawberries; and was in a system where the product was small, so there was a high surface area to
volume ratio, promoting water loss. This is in contrast with the current scenario where kiwifruit is
wrapped in a polyliner bag. The design purpose of the polyethylene bag is to promote a high humidity
local environment. Some evaporation may occur at the beginning of the cooling process, but the air
inside the polyliner very quickly reaches saturation, effectively reducing the moisture gradient between
fruit and air to zero. Additionally, the polyliner does not allow refrigerated air to interact directly with
the bulk of the fruit, so any convective evaporation is through natural convection only, which
subsequently has a small impact (section 5.3.2.2). Huang et al (2017) modelled evaporation from fruit
in a closed system and found that it had a negligible impact on the predicted temperature profile. In a
scenario where the polyliner is not considered perfectly sealed and leakages can occur, evaporation is
still expected to be minimal as the air used in pre-cooling processes is high humidity (~80% RH,
Bachmann and Earles, 2000). Furthermore, the time scale over which the pre-cooling process takes
place is short compared with other parts of the cold chain — pre-cooling takes approximately 12-24
hours, while fruit pallets can spend up to 12 months in cold-storage. Assuming that the rate of moisture
loss might be higher during pre-cooling, the time frame over which pre-cooling occurs is orders of
magnitude lower than a room-cooling scenario — where the rate of evaporation is likely much lower but

occurs over a much greater time period.
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Thus, modelling moisture transfers and its associated heat transfers — evaporation and condensation —
are unnecessary and will not be considered using the DNS model or in later modelling sections.
However, when modelling a non-polylined system, or a different part of the cold-chain, its importance

should be reconsidered.

5.3.6: Thermal Radiation

Thermal radiation occurs when two or more surfaces of different temperatures exchange energy via

emission of infrared light (Holman, 2010):

Praa = A Oprga-€" A(T4) (5-16)

Where A is the area seen by both surfaces (m?); o,,4 is the Stefan-Boltzmann constant (5.67x10®
W-m2-K*4); e is the emissivity of the surfaces (-); and A(T*) is the temperature difference of each

surface (K).

While radiation is often ignored in models encountered in the literature (Ferrua and Singh, 2009a;
Defraeye et al., 2014; Delele et al., 2013), the rationale for its exclusion is its low relative impact
compared with convective heat transfer, especially when the exterior surfaces are all relatively similar
in temperature. There is reason to doubt this assumption in the current scenario, where the polyliner
limits the impact of convective heat transfer greatly. Radiation has potential to play a more significant
role in a polylined scenario as it can occur between non-adjacent objects. Heat is difficult to remove
from fruit at the centre of the polyliner, so with radiation this may facilitate some heat transfer between

these warm fruits and colder fruit within line of sight at the polyliner.

Thermal radiation was therefore investigated by modelling it directly using COMSOL. Fruit were
assigned as opaque emissive surfaces with an emissivity of e = 0.9 (Huang et al., 2017). Air and the
polyliner are considered transparent. Thermal radiation was modelled as surface-to-surface radiation
using the hemi-cube method and a resolution of 256 (see COMSOL, 2015 for details). External airflow
was modelled as h,,; =5 W.m2K?, with the same initial conditions, refrigeration temperature and

thermal properties as in section 5.3.2.1. Unfortunately, this simulation required much greater
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computational resources than were available (Intel® i7-4770 with 16GB of RAM); so as a compromise,
approximately half of the fruit were removed (44 of 100) from the simulation (see Figure 5.11).
Comparative cooling profiles of this half box of fruit with radiation and without radiation are shown in

Figure 5.12.

Opaque, emmissive
surfaces (¢ = 0.9)

Figure 5.11: Geometry of thermal radiation DNS model, with the normal of emissive surfaces (fruit) as
red arrows.
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Figure 5.12: Comparative impact of thermal radiation on cooling rates; a.) volume average fruit
temperature cooling curves, with (dotted line) and without (solid line) thermal radiation; b) impact on
HCT with and without respiration.
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Figure 5.12 shows radiation has a negligible impact on the predicted cooling curve. Slight differences
began to manifest at ~6 h of cooling, resulting in a drop of 0.5°C at 20 h of cooling — a difference in
HCT of only 0.4 h. Including radiation in the COMSOL model had a large negative impact on the
computational efficiency — 25-minute solution times with radiation excluded, versus 12-hour solution
times with radiation included. Though radiation did achieve some additional removal of heat from the
centre of the package, what appears to happen is a minimisation of A or AT: in situations where the
temperature gradient between fruit surfaces is high, such as fruit in the centre of the box and fruit at the
edges, the area seen by both surfaces is low as there are a multitude of other fruit obstructing the field
of view. In other cases, where there is a high surface area for radiative transfer, these are between
adjacent fruits that have a small surface temperature difference. These phenomena combine to result in
a near zero total rate of thermal radiative transfer. Excluded from this DNS model is the packaging,
which could potentially provide another surface where a significant amount of radiative heat transfer
could occur. However, this is unlikely, for the same reasons as before: fruit at the edges of the polyliner
will see a large surface area to exchange thermal radiation, but the temperature of these fruit at the edges
and the packaging will be approximately the same; while fruit in the centre of the package will be

obstructed by other fruits, severely limiting the view factor of radiative exchange.

Radiation is therefore excluded from further sections. Seeing as it is recommended that radiation be
ignored in non-polylined scenarios as well (Ferrua and Singh, 2009a; Defraeye et al., 2014; Delele et
al., 2013), it is wise to ignore this phenomenon when modelling other fruits and alternative pre-cooling
scenarios as well. Furthermore, it was recommended by Mercier et al. (2017a) that radiation does not

occur significantly in room cooling scenarios, or between the surfaces of individual boxes on a pallet.

5.4: Thermophysical Properties

The thermophysical properties of note are density (pz, kg-m), specific heat capacity (C, J-kgt-K™?)
and thermal conductivity (1, W-m-K-1). To model a system correctly — and to validate a model against

empirical data — accurate estimates of each must be measured or derived for each phase — fruit (Z = 5),
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air (Z = A) and packaging (Z = P). Each of these phases are assumed to be isotropic. O’Sullivan (2016)

derived the following properties for kiwifruit and fibreboard packaging based on literature sources.

The kiwifruit density was taken as pg = 1037 kg-m= as the average of a range of measured values by
Jordan et al. (2000) and Jordan and Seelye (2009) of 1025.5 — 1038.2 and 1031.3 — 1049.9 kg-m=,
respectively. The thermal conductivity and specific heat capacity for kiwifruit was derived using a
series of literature models based on the chemical composition of fruit — the proportion of dry matter and
water content. Hayward kiwifruit is reported to have a dry matter content of 15.1 — 19% for an average
of 17% (Wang et al., 2011), making the water content X,, = 83%. Based on empirical models from the
literature, an average specific heat capacity of Cg = 3713 J-kg*-K* and thermal conductivity of A =
0.542 W-m.K*! were derived (see table 6.2 in O’Sullivan, 2016). The thermal conductivity of
fibreboard cardboard was measured in ASHRAE (2013) as A, = 0.065, the density measured by Tanner
(1998) as pp = 195 W-m™.K? and the specific heat capacity measured by Amos (1995) as
Cp = 1700 J-kg*-K™L, Air properties were taken as measured values at 20 °C from ASHRAE (2013) as

ps =1.205kg-m3, C, = 1005 J-kgt-K?and A, = 0.0257 W-m™.K1, In summary, Table 5.1:

Phase Fruit Packaging Polyliner Air

Symbol As Ps Cs Ap Pp Cp Aa Pa Ca

Value 0.542 1037 3713 0.065 195 1700 | 0.0257 | 1.205 1005

Unit W-mt.K1 kg-m? JkgtKY | W-mtK?! kg-m3 JkgtK! | Wemt.K? kg-m? J-kgt-Kt

Table 5.1: Summary of thermophysical properties used in modelling activity
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5.5: Zonal Model Development

5.5.1: Introduction

Section 5.3, in addition to the plurality of published models in the literature (such as Ferrua and Singh,
2009a; Delele et al., 2013; Defraeye et al., 2014; Dehghannya et al., 2011; and Berry et al., 2017),
demonstrates the power of DNS schemes to accurately and directly model heat and mass transfer
mechanisms in high fidelity. However, the approach has significant drawbacks as discussed in section
5.2, finalising a geometry and meshing it correctly was prohibitively difficult, and simplifying
compromises and manipulations often need to be made to the geometry. Solution times were also
excessively high — ranging from half an hour, to over 12 hours using an Intel® i7-4770 and 16GB of
RAM (section 5.3). These were clear violations of the philosophies outlined in chapter 2 of this thesis,
so the use of an alternative modelling methodology was necessary to achieve our goals. Though the
porous medium approach is a more simplified method (section 1.2.5.3), exclusive use of this
methodology runs the risk of excluding any scenario where the package to product ratio is below 10;
this includes the current scenario, where 100 count 36 kiwifruit in a modular bulk package has a ratio
of approximately 6 (Verboven et al., 2006; Eisfeld and Schnitzlein, 2001), making this thesis’ goal of
developing a modelling methodology that can be applied universally, moot. With computational
efficiency and flexibility being the key considerations for model development, it was concluded that
the zonal modelling approach (Tanner et al., 2002a) had the most potential in these regards (section
1.2.5.4). The potential for speed comes from the approach’s division of the model geometry into a
relatively small set of space averaged zones, rather than the many hundreds of thousands (or millions)
of finite elements seen in CFD models (Frei, 2013). Solving the ODEs for heat and mass transfer within
and between adjacent zones can be achieved on the order of seconds, rather than the hours or days
typical of CFD models (see section 5.2; Defraeye et al., 2014). This makes the model suitable for
integration with an iterative optimization routine — such as a Monte-Carlo simulation (Martines-
Hermosilla et al., 2016) or genetic algorithm (East et al., 2009) — to identify the best package design or
operational conditions in a reasonable time frame. Since there is still some level of volume

discretization, the zonal approach is also capable of predicting not only the cooling rate, but also the
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heterogeneity of cooling by observing the distribution of temperatures throughout the zonal set. If a
zonal based model can be developed that is able to be integrated with the previous work of chapter 4 —
where the exact 3D geometry inside of a package was appropriated using a CT scanner (section 4.2); or
a 3D geometry was generated via the random stacking model (sections 4.4) — the speed of model
construction can be greatly accelerated; and if this geometry data is used to automatically determine the
heat and mass transfer properties inside of each zone, then this represents a highly flexible approach
that can be applied with minimal amendments to a wide range of alternative scenarios: different cooling
operations, different horticultural produce, and different package sizes and shapes. The zonal approach
also has the opportunity to succeed where the porous medium approach cannot, as the assumption of a
local thermal equilibrium is not necessary — different phases, such as fruit and air within the same zone,

can be modelled separately.

In this section, a new interpretation of the zonal approach is developed. This modernised take attempts
to align the zonal modelling approach as closely as possible with the principles of flexibility, speed and
automation with the development of new, novel and generalised techniques to automatically determine
the heat and mass transfer properties of each zone as a function of the geometry — properties such as the
volume of each phase, the heat transfer surface area between phases and the resistance to heat transfer

in a given direction.
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5.5.2: General Description of a Zonal System

Similar to DNS, the zonal approach relies on a form of volume discretization; however, rather than a
complex meshing strategy where a given geometry is discretized into many thousands of small
tetrahedral finite elements, the geometry is instead partitioned into a collection of much larger — and
fewer in number — discrete volumes. These are called ‘zones’, the moniker of this modelling approach.
An illustration of this process is given in Figure 5.13, where a geometry of fruit wrapped in a polyliner

inside of a package (Figure 5.13a) is divided into a number of cuboid-shaped zones (Figure 5.13Db):

Model geometry containing: fruit, Model geometry divided
a.) ) . b.)
packaging and a polyliner

into zones

o zone boundaries
. \~__

zones

Middl

i

e Zone

2

O Fruit(S) @ Polyliner Air (A) B Packaging (P) B Bulk Air (O)

Figure 5.13: a.) an example model geometry: fruit and polyliner inside of a package; b.) the model
geometry divided into a number of zones; c, d and e.) illustrations of the geometry within a variety of
zones from different locations throughout the model geometry.
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Tanner et al. (2002a) defines a zone as: “a physical space within a packaging geometry, which may or
may not contain product, cooling fluid, packaging materials or other sources of heat and/or mass”. Thus,
a zone can contain any number of phases, and in any combination or proportion — this is illustrated in
Figure 5.13c - e, where the interior of zones from different locations are presented, their multi-phasic
nature portrayed. A phase is defined as any region with homogeneous, isotropic and thermophysical
properties. Therefore, in context of the current scenario, there are three phases: fruit, air and packaging,
as each has a distinct thermal conductivity, density and specific heat capacity. Due to the existence of
the polyliner, there is a de-facto fourth phase: the air outside of the polyliner, through which refrigerated
air flows due to the pressure drop created by the fan which is considered separate to the air inside the
polyliner. A specific phase is denoted as Z, so that Z = S corresponds with fruit (or solids), Z = A with

the air inside the polyliner, Z = P with packaging and Z = O with air outside the polyliner.

Temperature and moisture changes are predicted by networking adjacent phases and zones, and then
numerically solving fluxes of heat and/or moisture over a series of small time intervals. This process
utilises a lumped approach (van der Sman, 2003), with each phase inside of each zone being modelled
as a separate volume averaged entity. For example, the zone illustrated in Figure 5.13c would contain
2 volume average temperatures modelled independently, one for air and one for fruit; while
Figure 5.13d and e would contain 4 volume average temperatures, for fruit, air, packaging and bulk
airflow. To better visualise a zonal network, Figure 5.14 shows zonal networks for heat transfer formed
between two hypothetical zones: the zone under study, denoted as zone i; and an adjacent zone, denoted
as zone j. A network of heat fluxes form within zone i between phases (Figure 5.14a), with heat flowing
along each flux line via a specific mechanism, such as conduction, convection or thermal radiation (see
section 5.3). These are denoted as ‘intra-zonal exchanges’, as heat is being transferred inside of a zone.
The phases within zone i are connected to other phases in different but adjacent zones (Figure 5.14b).
As these fluxes occur across the i — j zonal boundary, they are denoted as ‘inter-zonal exchanges’.
Equations must be formulated for each flux, the magnitude of a flux dependent on a number of factors
such as the temperature difference, heat transfer surface area, size of the boundary between zones and

resistance to heat transfer in a particular direction. The temperature change is dependent on the thermal
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properties and thermal mass of the phase inside of the zone. These properties are dependent on the
geometry of each phase inside of the zone, and must be either estimated or appropriated somehow (more
on this later in section 5.5.6). There is also an equivalent moisture transfer network analogous to Figure

5.14 in systems where it is significant (see section 5.3.5).

To solve a realistic problem, inter-zonal networks are formed along all zonal boundaries with all
adjacent zones. Doing so directly and indirectly connects all parts of the model together, forming a
global zonal network that is capable of predicting temperature and moisture changes at both global and
local levels. Such a global network should be self-forming to achieve a flexible modelling methodology.

In this sense, self-forming means that the network can be developed algorithmically from simple rules.
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a.) Intra-Zonal Network

zone I

/
b.) Inter-Zonal Network

zénal boundary in the
i — j direction

zone { adjasent zone

“——s Conduction «——s Convection < Convection + Conduction

Figure 5.14: Intra- and Inter-Zonal heat transfer networks, connecting: a.) adjacent phases within
zones (intra-zonal exchanges; Table 5.2), and b.) adjacent zones (inter-zonal exchanges; Table 5.3)
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5.5.3: Formulation of Heat and Mass Transfer Equations

The governing equations for heat and mass transfer were formulated for the simplified two zone system
of Figure 5.14, where the zone under study is denoted zone i and the adjacent zone as zone j, and

individual phases are referred to as Z. This began with a heat balance, as articulated first in words in

Eq. 5.17:
all exchanges of all exchanges of
energy between energy between
change in the phase Z and + phase Z and
volume average other phases phases in
= (5.17)
temperature of inside of zone i adjacent zones j

phase Z in zone i

thermal mass of phase Z within zone i

The left side of Eq. 5.17 will form the ODE for temperature change that is to be numerically integrated,
with the units of °C-s™. The numerator of the right side of Eq. 5.17 is concerned with exchanges of heat.
An exchange of heat is denoted as ¢, and has the unit of watts, W or J-s*. The first term in the numerator
is concerned with exchanges of heat within a zone, an intra-zonal exchange. Intra-zonal heat fluxes are
denoted as ¢;; — from zone i to zone i. The second term in the numerator implies exchanges of heat
between adjacent zones: an inter-zonal exchange. An interzone heat flux is denoted ¢;; — from zone i
to zone j. There are many different modes of energy exchange from a variety of transport mechanisms.
Each mode should be considered individually, but all should contribute to the overall energy change
within the fruit phase. For example, heat convecting from fruit to air could be denoted as ¢;; 4, and
separately heat radiating from the fruit to the packaging could be ¢;;,. There is a large number of
potential mechanisms that can occur, so the subscript k is used to track separate mechanisms and heat
transfer directions. Therefore, the numerator of Eq. 5.17 are denoted }; ¢b;;  and ¥, ¢ . to represent the

sum of all considered modes of energy transfer, within and between zones. The denominator of Eq. 5.17
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is concerned with the temperature impact of an energy change. The units of thermal mass is J-°C, and
is determined by the volume of phase Z inside zone i multiplied by the density and specific heat capacity
of phase Z, thermal properties that are assumed to be isothermal and isotropic (section 5.4). Thus, Eq.
5.17 can be transcribed into a generalised ODE for heat transfer, Eg. 5.18:

ATzi _ X Piik + X Pijk (5.18)
dt Vzi pzCz

Where % is the volume averaged temperature change of phase Z within zone i (°C-s™); Vy; is the

volume of phase Z inside of zone i (m®), p; is the density of phase Z (kg-m) and C; is the specific

heat capacity of phase Z (J-kg?-°C™%).

For the sake of completeness, the formulation for moisture transfers is given in appendix B, to provide
readers with a framework for how to construct a zonal model where it is a significant mode of heat

transfer (despite the conclusion of section 5.3.5).

Each mechanism of heat transfer for use in Eq. 5.18 is labelled and listed in Table 5.2 for intra-zonal

exchanges, and Table 5.3 for inter-zonal exchanges. The subscript k labels each specific mechanism.

In the interests of keeping the approach generalised, it was desirable for as many modes of heat transfer
to be described by the same form of equation as possible. Thus, all heat fluxes are described generally

by Eqg. 5.19:
¢ = hepr Agpp e AT (5.19)

Where h.s is the effective heat transfer coefficient (W-m?2.°C™), A, is the effective heat transfer
surface area (m?), and AT is the volume averaged temperature difference between the two phases. hesr
and A.s are flexible parameters that represent the effective properties of specific phases, specific
mechanisms and specific zones: for example, for ¢;; ; (see Table 5.2) that models conduction heat
transfer between fruit and packaging, A.sy represents the contact area of fruit touching the packaging,

while h.sf is related to the thickness of the packaging and the thermal conductivities of the two
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materials. Comparatively, ¢;; o (see Table 5.2) represents radiation heat transfer between fruit and
packaging, and in this case h, s, represents the net emissivity of each surface and Az is the area that
both surfaces can see of each other, or the view factor (Holman, 2010). Furthermore, each zone has
unique values of h.rr and Az for each transfer mechanism: taking ¢;; ¢ as an example again, the
contact area between fruit and packaging may be large in one zone, or zero in others. Thus, for every
mode listed in Table 5.2 and Table 5.3, an accompanying matrix of ;s and A, values is required
for each zone. This can be provided to the model externally, otherwise there must be methods to

appropriate h,rr and A, for each zone and each mechanism (more on this later, see section 5.5.6).
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Intra-Zone Exchanges:

Heat Mass

Transfer Mechanism Phase 1

Transfer | Transfer

Phase 2

Sig.?

Heat transfer via conduction and
bii1 - convection from air (inside the S
polyliner) to the surface of fruit

Air (outside the polyliner) convects
bii2 - heat away from the surface of the S

fruit

Heat transfer via conduction and

Pii3 -
packaging

convection from air (inside the
polyliner) to the surface of

Air (outside the polyliner) convects
biia - heat away from the surface of the A

polyliner

Air (outside the polyliner) convects
biis - heat away from the surface of the P

packaging.

Heat conducts from fruit to

Pii i packaging

Moisture convectively evaporates
bii7 m;;q | or condenses from the fruit to the S

alr

Moisture convectively evaporates
biis m;;, | orcondenses from the packaging to P

)

the air

biio - Radiation from fruit to packaging S

Moisture absorbed by the
- m;; 3 packaging from the fruit by P

diffusion

bii10 - Respiration heat of fruit S

A

v

v

Ref.

Section
5.3.1 and
5.3.2.2
Section
5.3.2.1
Section
5.3.2.1

Section
5.3.1 and
5.3.2.2

Section
5.3.21

Section
5.3.2.1

Section
5.3.1

Section
5.35
Section

5.3.5

Section
5.3.6

Section
5.35

Section
5.3.4

Table 5.2: List of intra-zone heat and mass transport mechanisms that can occur within a zonal system.
S = fruit phase, A = air inside the polyliner phase, P = packaging phase, O = bulk air (outside the

polyliner) phase.
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Inter-Zone Exchanges:

Heat Mass
Transfer | Transfer
bij1 m;jq
bij2 -
bij3 -
Pija -

- LUTP
Dijs -
Dije -
bij7 -
Pij g ;3
Pijo LT
Pij10 -
Pij11 -
Dij12 -

- M5

- m;j e

Transfer Mechanism

Heat and moisture flow due to
forced-convection of refrigerated
air

Heat conduction and free
convection from air in one zone to
air in another zone

Heat conduction from fruit in one
zone to fruit in another zone

Heat conduction from packaging in
one zone to packaging in another
zone

Moisture transfer through diffusion
from packaging in one zone to
packaging in another zone

Heat conduction from fruit in one
zone to packaging in another zone
Heat conduction from fruit in one
zone to air in another zone

Heat conduction from air in one
zone to packaging in another zone
Moisture convectively evaporates
or condenses from fruit in one zone
to air in another zone

Moisture convectively evaporates
or condenses from packaging in one
zone to air in another zone
Radiation heat transfer from fruit in
one zone to fruit in another zone
Radiation heat transfer from
packaging in one zone to fruit in
another zone

Radiation heat transfer from
packaging in one zone to packaging
in another zone

Moisture transfer through diffusion
and free convection in one zone to
another zone

Moisture transfer through diffusion
from fruit in one zone to fruit in
another zone

Phase 1 | Phase2 | Sig.? Ref.
Section
o o 5.3.2.1
Section
A A v 5.3.1 and
5.3.2.2
Section
S S 5.3.1
Section
P P 5.3.1
Section
x
P P 5.35
Section
S P 5.5.6.2.2
Section
x
S A 5.5.6.2.2
Section
A P 5.5.6.2.2
Section
X
S A 5.35
Section
X
P A 5.35
Section
X
S S 5.3.6
Section
X
P S 5.3.6
Section
X
P P 5.3.6
Section
x
A A 5.35
Section
S S 5.35

Table 5.3: List of inter-zone heat and mass transport mechanisms that can occur within a zonal system.
S = fruit phase, A = air inside the polyliner phase, P = packaging phase, O = bulk air (outside the
polyliner) phase.
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5.5.4: Voxelisation

The geometric procedures developed later in section 5.5.6 were originally designed for use with CT
scan data, which — as described in section 4.2 — is voxelised volume data. It was desirable to maintain
this data format to preserve the automation of the model builder, in addition there are further benefits
for finalising the geometry of fruit and polyliner, which are discussed later in this section. Therefore,
there was a need for a pre-processing step where a model geometry — created either manually, such as
in the finite element model of section 5.2; or computationally generated via the random stacking model
of section 4.4 — is converted from a surface mesh into a collection of voxels. This process is known as

‘voxelisation’.

Voxelisation discretizes geometric objects from their continuous geometric representation into a set of
voxels that best approximates the continuous object (Kaufman et al., 1993). The voxelisation process

is illustrated for a simple 2D object in Figure 5.15:

Object . [ ] Individual Voxel [ ] Filled Voxel
to be Voxelised ) zfoxel Gia [ ] Empty Voxel

e

a.)

T —

Figure 5.15: Voxelisation, a process through which a continuous geometric shape is converted into a
voxelised grid. a.) the object to be voxelised (a circle); b.) a voxel grid laid over the top of the object;
c.) the voxelised object with filled (voxels inside the object, yellow) and empty (voxels outside the object,
white) voxels.

\r e

The object in this case is a circle (Figure 5.15a). A voxel grid is laid over the original object
(Figure 5.15b), and an algorithm is used to identify filled (inside the object) and empty (outside the
object) voxels (Figure 5.15c). The efficacy of the voxelisation process depends on the resolution of the

voxel grid and the algorithm chosen to identify filled and empty voxels. A finer grid will approximate
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curves better, but at the expense of requiring many more voxels to complete the voxelisation process,
potentially being more computationally costly; and the algorithm chosen to identify filled and empty
voxels should be computationally efficient and agnostic to the shape of the object to be voxelised, as
well as having defined rules pertaining to ‘partially filled’ voxels, voxels through which the object

surface intersects.

A MATLAB program created by Aitkenhead (2013) called ‘“VOXELISER’, originally written for use
with medical imaging research, was used to accomplish voxelisation. This code used a ray intersection
method similar to that described in Patil and Ravi (2005). It was very flexible in that any voxel size
could be chosen so that changes to the voxel grid resolution can be easily incorporated into the
modelling methodology. Use of Aitkenhead’s (2013) “VOXELISER’ MATLAB function is presented

in Figure 5.16 for a familiar 3D object:

a.) Triangular-Polygon Surface Mesh

Z

Voxel size: Smm’®

Y
/ | B
Voxel size: Imm?

i Voxel size: 0.5mm?

| N

Figure 5.16: Use of Aitkenhead’s (2013) voxeliser on an average sized count 36 Hayward kiwifruit,
voxelised to a.) 5mm3; b.) 1mm3; and c.) 0.5mm3 resolutions.
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Figure 5.16a is an ‘average’ sized count 36 Hayward kiwifruit, created as a triangular-polygon surface
mesh using Eqg. 4.16 (section 4.3.2.2). The voxeliser reads this information as a collection of vertexes,
edges and faces (an .stl file), and then applies Patil and Ravi’s (2005) ray tracing method to voxelise
according to a pre-specified voxel size. Figure 5.16b - d show the results of the voxelisation at 5, 1 and
0.5 mm voxel sizes. A low resolution voxel grid (Figure 5.16b) approximates the object poorly, where
not only are the curves of the fruit unsatisfactorily estimated, but the predicted fruit volume was 2.2%
lower than the original object. Increasing the voxel resolution to 1 mm (Figure 5.16¢) improved the
shape significantly and only suffered a 0.1% reduction in total volume; while improving voxel
resolution even further to 0.5 mm (Figure 5.16d) reduced error to just 0.01%. The routine was fast, with

voxelisation times of 0.15, 0.70 and 2.4 seconds for 5, 1 and 0.5 mm voxel sizes.

Expanding the voxeliser for use with a more relevant geometry — an entire stack of fruit wrapped in a
polyliner — does not require any significant modification; the .stl file of a single fruit is merely replaced
with a triangular polygonal surface mesh of a stack of fruit (either made manually, section 5.2.1; or
generated from the random stacking model, section 4.4), and a polyliner, as shown in Figure 5.17. The
fruit and polyliner geometries are voxelised separately using the same sized voxel grid (1 mm?; Figure
5.17b - e) and then combined to form the finalised voxelised geometry (Figure 5.17f). This process was

efficient, only 25 seconds for the fruit, and 15 seconds for the polyliner.
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a.) Fruit and Polyliner Geometry

)
=N
A
B
a
-
<
o
A
a
[ihn
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Voxeliser

_‘_&' ;
f’{\’ T “‘

Fruit Voxels

Polyliner Voxels

Figure 5.17: Use of Aitkenhead’s (2013) voxeliser on a.) a random stack of kiwifruit. The surface
meshes (.stl files) of b.) fruit and c.) the polyliner are voxelised separately with a 1mm3 voxel resolution.
The voxelised d.) fruit and e.) polyliner are then combined into f.) the finalised voxelised geometry.
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The final geometry (Figure 5.17f) is functionally identical to CT scan data, and so the techniques of
section 5.5.6 can be applied verbatim. However, the geometric procedures were not the only reason for
conducting voxelisation: an additional significant benefit was its ability to quickly and easily resolve
the previously difficult fruit-polyliner intersections (section 5.2.1 and 5.3.3). If the fruit and polyliner
are voxelised with the same voxel resolution, the two geometries can be joined through a basic
combination of matrices. A close up of the joining process of Figure 5.17f is shown in Figure 5.18:

|:| Fruit Voxels |:| Air Inside Polyliner Voxels

a.) Fruit Voxels Only b.) Air Inside Polyliner Voxels Only c.) Combined Geometry

e

Figure 5.18: Voxel geometry finalisation process through a combination of matrices.

The voxel grid of fruit (Figure 5.18a) is superimposed onto the voxel grid of the polyliner
(Figure 5.18b); any voxels of fruit replace voxels of polyliner air, resulting in an instantaneous joining
and finalised geometry (Figure 5.18c), resolving the edge detection problems discussed previously
using a DNS scheme (section 5.2.1). The determination of the important metric of surface area of fruit
in direct contact with the bulk airflow (section 5.3.3) can therefore be determined quickly and easily

with procedures described later in section 5.5.6.1.2.

As an aside, it is pertinent to comment on where voxelisation may be inappropriate. The scenario of
note, a single box of kiwifruit wrapped in a polyliner, is a simple and fast process. This is in part due to
the relatively small size of the global geometry, but also the relative size of the fruit inside of the box —
voxelising to a Imm?3 grid retains the overall shape of individual fruits, while producing a manageable
300x400x196 voxel grid size. A box of similar size filled with grapes (with produce diameter of
0.0201m, Delele et al., 2012) would require a more detailed voxel resolution, perhaps 0.5 mm? or

0.25 mm?® resolutions. This would increase the size of the voxel grids significantly, which may not be
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possible depending on the hardware that is available. A similar problem occurs when dealing with larger
geometries, such as a full pallet or a bin of fruit. For these alternative scenarios, voxelising the entire
geometry in one stage is likely not the correct strategy. Instead, it is recommended that voxelisation be
done in parts: for a pallet, voxelisation and application of the geometric procedures (section 5.5.6)
should be done per box, with the zones from separate packages joined in a later step; for a large
geometry such as a bin, or a situation where the product size is small, it is recommended that the
geometry is divided into zones before it is voxelised, and then each zone is voxelised just prior to its
importation into the geometric procedures. The zones should then be re-joined after all zonal properties

have been determined.

Though examples were shown where all voxels have the same width, height and depth, this is not
mandatory. Skewness is common when using CT scan data, as the slice thickness is usually several

times larger than pixel depth (see section 4.2).
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5.5.5: Zoning Procedure

The nature through which the global geometry is divided into zones is the cornerstone of the zonal
modelling approach. Development of a suitable zoning procedure must take into consideration the size
and shape of zones, as well as the number of zones — a higher zonal resolution means a more detailed
and potentially better predictive model. Additionally, the zoning procedure must correctly classify the
zonal boundaries and zonal adjacency for the successful communication of heat and mass fluxes
throughout the zonal network. For the model to retain flexibility, such a procedure must be coded in a

way that a geometry can be divided into zones with minimal user input, and in an automated fashion.

A range of zoning strategies were considered and experimented with. It became clear that there was a
trade-off between the simplicity of the zonal shape and the ease through which adjacency can be
determined, and the simplicity of the intra-zonal boundary. For example, Tanner et al. (2002a)
suggested a cuboidal approach, where rectangular cuboid shaped zones were placed around individual
fruits and packaging layers. This approach creates zones that are easily defined, limiting each to just 8
corners and 6 faces. Determining adjacency is thus straightforward: the boundaries between zones are
flat and regular, and the number of adjacent zones per zone is 6 or less — one for each face. Regrettably,
applying such a simple zoning strategy to the current scenario of a randomly stacked modular bulk
package cannot divide individual fruits into individual zones as fruits are not neatly separated by trays
as in the case of Tanner et al (2002a), hence the geometry inside of individual zones is highly irregular,
containing excised parts from multiple fruits in the same zone, or a small piece of the overall packaging
material (illustrated in Figure 5.13c - e). Deriving zonal properties, such as volume or heat transfer
resistance in a particular direction, from anfractuous shapes may be a significant challenge. An
alternative that was explored was the monophasic strategy. This created a number of ‘fruit-shaped’
zones, the boundaries of each zone following the surface of individual fruits exactly, with an
accompanying number of ‘air-shaped’ zones. While this solved the problem of a complex intra-zonal
fruit geometry, it exacerbated other problems, namely the definition of the air zones and the
determination of inter-zonal boundaries and zonal adjacency. Unlike fruits that have closed surfaces

and can be identified individually, air is one interconnected sinuous object. Where and in what quantity
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air zones should be created were programming challenges that were not able to be resolved.
Determining zone adjacency was also much more complex: the zonal boundaries were curved and
consisted of many faces and vertices, and depending on how many air zones were created could result
in a potential infinite number of adjacent zones in any number of directions. Potential for this zoning

procedure to be automating was thus limited.

It was ultimately decided that the need for a simpler zonal shape, the ability to simply calculate inter-
zonal boundaries and zonal adjacency trumped concerns for intra-zonal geometry orthodoxy.
Techniques were developed for calculating zonal heat and mass transfer properties that were generalised
in nature and could be applied to simple objects and highly irregular fruit or air geometries equally (see
section 5.5.6.1.3). Thus, the automated zoning procedure that was developed was based on the cuboid
zoning strategy. This strategy was harmonious with the voxelisation nature of the geometry data

(section 5.5.4), as zonal divisions aligned exactly with a voxel grid.

The zoning procedure was programmed thusly: after importing the model geometry, it was divided into
rectangular cuboid shaped zones through a series of planar cuts along each axis. Each planar cut
intersected through the entire geometry along a given axis, the location of each cut contained in the

vectors By, By and B,. Three different zoning schemes are given as examples in Figure 5.19.
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By =10,0.2,0.4] Ny=2 dX=[0.2,0.2]
By =10,0.15,0.3] Ny=2 dY=[0.15,0.15]
Bz =10,0.0975,0.195] N;=2 dZ=[0.0975,0.0975]

Neotar = 36

By=10,0.1,0.2,0.3,04] Ny=4 dX=[0.1,0.1,0.1,0.1] By =1[0,0.1,0.146,0.259,0.4] Ny=4 dX =[0.1,0.046,0.113, 141]
By =10,0.1,0.2,0.3] Ny=3 dY=[0.1,0.1,0.1] By =10,0.05,0.13,0.24,0.3] Ny=4 dY=[0.05,0.08,0.11,0.06]
Bz =10,0.065,0.13,0.195] Ny=3 dZ=[0.065,0.065,0.065] By =[0,0.05,0.18,0.195] Nz=3 dZ=1[0.05,0.130.015]

Figure 5.19: The cuboid zoning strategy, where the global geometry is divided into zones through a
series of planar cuts. a.) a low resolution zoning strategy; b.) a higher resolution strategy; c.) a skewed
zonal strategy, with zones of disparate size and shape.

The first and last planar cut in the X, Y and Z axes are the origin and end of the geometry in that given
direction. Additional planar cuts are added to create a collection of zones. The number of zones created
in each direction is given by Ny, Ny and N, and is the size of vectors By, By and B, minus one. The
vectors dX, dY and dZ denote the length, width and height of the created zones. Figure 5.19a shows
one cut in each the X, Y and Z direction — in addition to the origin and end cut planes — resulting in a
geometry with 8 zones, the total number of zones being N;,:q;- Figure 5.19b shows a higher resolution
zonal grid, with three cuts in the X direction and two in the Y and Z directions. This results in 36 smaller
zones and may produce a more detailed and accurate solution compared with Figure 5.19a. The zones
of Figure 5.19a and Figure 5.19b are ‘homogenous’, being the same in size throughout the geometry.
Homogeneity is not a requirement, and the zonal approach can function with heterogeneous zone sizes,
such as in Figure 5.19c where the position of zonal divisions were chosen haphazardly. Heterogeneous

schemes may be beneficial if there is heat transfer in a specific direction — for example, perhaps a larger
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number of zones in the Z axis would give a better solution in a situation where a box is being cooled

using a plate freezer, with the cold plate pressed against the top and bottom of the box.

This zoning procedure therefore requires as an input: the model geometry (see section 4.2 or section

5.2.1) and the position of the planar cuts, By, By and B;.

While individual zones have been referred to as ‘zone i’ and adjacent zones as ‘zone j’, these i and
j variables must refer to specific zones so that fluxes throughout the zonal network can communicate
correctly. This makes two additional matrices necessary: the Coordinate Matrix, Cyy, Which gives each

individual zone a unique numerical tag; and the Connectivity Matrix, C;;, which records which zones

ij
are adjacent to each other and in what direction. The advantage of using a cuboid zoning procedure is

that these matrices can be determined algorithmically, making this entire zoning process automated.

The Coordinate Matrix, Cxyz, is @ matrix Ny X Ny X N in size that contains unique numerical values
that correspond to each zone, integers from 1 — N;,+4;. Given that zones are created in a grid formation,

these values are assigned sequentially starting at the bottom-left-most zone, according to Eq. 5.20:

1 NX
Nx(Ny_1)+1 e NxNy
CXYZ = ) (520)
NxNy(NZ_l)‘l'l b NxNy(NZ_l)‘l'NX
[ [NxNy (Nz — 1) + (NX(NY - 1)) +1 - Ntotal

A single zone is taken from the centre of the system in Figure 5.20 so that the nature of adjacency in
the zonal network can be examined. As the zonal shape has been restricted to cuboids, the 6 faces that
form the polyhedron also form the zonal boundaries. Thus, when expressing zones j as those adjacent
to zone i, there is a maximum of 6 adjacent zones: 6 if zone i is surrounded by other zones (a zone from
the centre of the zonal network) or fewer than 6 is zone i is on the corner or edge of the geometry. j can
be used to denote the direction in which an inter-zone exchange is occurring: in the X direction, left,
j = < orright, j =-; in the Z direction, up, j = T or down, j = ; and in the Y direction, forward (or

into the page), j = ® or backward (or out of the page), j = ®. The Connectivity Matrix is therefore a
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matrix 6 X Ni,:q; in size and records which zones — numerical tags derived from the Coordinate Matrix,
Cyyz — are adjacent to each zone and in which direction; or Eq. 5.21.

Zone 1: <1 -1 ®, ©1 Ty %

C, = (5.21)

- -
Zone Niotart Ntotal N¢otal ®Ntatal GNtotal T1Vtotal Neotal

Zones that do not have an adjacent zone in a given direction have a 0 in the C;; matrix, meaning the
zonal boundary in that direction is insulated. C;; can also be manipulated to create a periodic boundary

condition: for example, if it were desired to model boxes stacked on top of each other, rather than model
many boxes at once with a great deal of zones for each box, the model could instead be simplified to a
single box where heat conducts from the bottom of the box to the top of the same box. Such a condition

can be incorporated into C;; by replacing the Os in the | direction for the bottom layer of zones with the

numerical tag for zones on the top layer, and similarly for the T direction for the top layer of zones.

Zone i

Direction j =T

Boundaryj = ® HOImIG [ ==

Direction j = ® A ' Direction j =—

i Boundaryj = @
Edge Length dZ; < o

Boundary

j =«

Direction j =« Directionj = ®

Edge Length dY; Edge Length dX;

Boundary j =!

Direction j =!

Figure 5.20: Single cuboid-shaped zone taken from the centre of a zonal network to investigate the
zonal adjacency.
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5.5.6: Zone Builder

The zonal approach has potential to have fast solution times compared to DNS schemes due to the small
number of ODEs, but such gains in speed are futile if solutions are not accurate enough. The accuracy
of the approach is thus contingent on the zonal properties, and that these are an authentic representation
of the real system. The approach is also impractical if the required set of zonal properties must be
calculated in an arduous or manual fashion. This new interpretation of a zonal model can only achieve
the goals of flexibility and automation if all of the zonal properties can be computed automatically and
provided to the user. If a model can be coded in such a way and executed in a relatively short period of

time, then this represents a universal approach that can be applied to a wide range of scenarios.

The desired process is presented in Figure 5.21. Figure 5.21a shows the voxelised finalised geometry,
a collection of 3D volumes that represent fruit, packaging and air inside and outside of the polyliner,
that have been divided into zones according to the user’s desired zonal resolution. One by one, zones
are removed from the rest of the zonal set and fed through a series of computational routines named
‘geometric procedures’. These examine the voxelised geometry of each phase inside of the zone and
uses them to estimate zonal properties such as the volume, heat transfer surface area, heat and mass

transfer resistances, for each transfer mechanism that the user has decided is relevant.
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a.) Voxelised Global Zonal Geometry b.) Reconstructed Geometry from Zonal Properties

. Data
—2  Simplified to

’ “@ Zonal Properties
o §O),

T~

i

g e
P;;
Voxelised s o/.
Geometry S = I
o
"/ , o

Figure 5.21: Concept of the Zone Builder and the Geometric Procedures: a.) the voxelised fruit,
polyliner and packaging geometry is divided into zones, and imported one by one into the Geometric
Procedures; b.) a series of computational operations automatically convert the geometrical information
into a small set of intra- and inter-zonal properties, IP;; and IP;;, completing the zonal network.

The zone is then released from the ‘geometric procedure’ routines, no longer a complex collection of
voxels but instead a small set of lumped zonal properties — these are denoted in general terms as IP;; for
intra-zonal properties, and IP;; for inter-zonal properties, nested matrices that contain all of the
information necessary to predict temperature and moisture changes throughout the zonal network.
Examining intra-zonal properties first, IP;; is given as:

Vi

Aers MZg~2Zp,i
P;; = 5.22
i heffn,ZaaZB,i ( )

Deff 0.Zq—Zpi

IP;; is a data structure of different zonal attributes, where V; ; is the volume of each phase inside of each
zone; A.zy is the effective heat transfer surface areas for different mechanisms of transport between
different phases inside of each zone; h.sf is the effective heat transfer coefficient for different
mechanisms between different phases inside of each zone. While moisture transfers aren’t modelled

explicitly in this thesis, D, is included for the sake of completion, and is the effective mass transfer
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coefficient, or permeability. The subscripts are interpreted thusly: i denotes a specific zone in the zonal
network (i = [1,2,*, Nrotar — 1, Neotar]), cONtrolled by the coordinate matrix, Cxy, (EQ. 5.20). Z is
specific phases, for which there are 4 (defined previously in section 5.5.2; Z = [S, 4, P, 0]). m, n and
o denote transport mechanisms identified in Table 5.2 (m = [cond, diff,rad] for conduction,
diffusion and radiation; and similarly, n = [cond, conv, rad, ext] for conduction, natural convection,
radiation and forced convection; and o = [conv, ext, dif f] for natural convection, forced convection
and diffusion). Akin to how Z refers to a phase, Z, — Zz refers to a phase-pair where an exchange of
heat or moisture takes place; for example, in the case of A, fruit may be touching the packaging, so

Zoq—>Zp=S—-P.
The inter-zonal properties are stored in a similar vector:

[Aeffm,zaaz,g,ij]

Reffoy g i
IPij = na ZB’U (523)

| Deffo,zaezﬁ,ij |

L o
Where A.fr, hepr and Do s are for between adjacent zones. The zone under study is denoted as zone i
and any adjacent zones as j, the adjacency defined by the Connectivity Matrix, C;; (Eq. 5.21). While
Z, — Zg is included so there is potential for exchanges such as ¢;; s to be modelled (see Table 5.3),
this interpretation of the zonal approach is structured in a way where exchanges are exclusively from
one phase to the same phase in an adjacent zone: Z, — Zg =[S — 5,A — A, P — P]. Finally, Q'l-j is
included, which is the flowrate of refrigerated air through the zonal network. This is included in the
model formation process to account for the airflow model which is to be developed separately to this

heat transfer model, but is not developed in this thesis as it is being worked on separately (section

5.5.6.2.4).

The goal of the geometric procedures are to calculate each of these attributes and populate the vectors
IP; and IP;; as a function of the geometry inside of each zone. Such a system satisfies the flexibility

goal of this thesis, as the input geometry (Figure 5.21a) can be easily replaced with an alternative
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geometry and — given that the geometric procedures are properly formulated to be automated and
computationally efficient — the model will re-formulate itself accordingly. Such a process would allow

a cooling model to be constructed automatically, expeditiously and universally.

The following geometric procedures were bundled into a MATLAB program named the ‘zone builder’.

5.5.6.1: Geometric Procedures for Intra-Zonal Properties

5.5.6.1.1: Volume

The volume of phases is vital to the successful prediction of temperature change, as it is proportional to
the thermal mass. Defined previously in section 4.2.3, the voxels inside of a zone are denoted as
v, = x, Where n refers to a specific voxel and its position, and x refers to the value of the voxel. The
voxel has a width, depth and height, which is denoted as dx, dy and dz. At this stage the voxel
information should have been discretised — if the geometry information has come from a CT scan then
through Otsu’s method (Otsu, 1979, section 4.2.3); or from the voxeliser (Aitkenhead, 2013; section
5.5.4). These discretized values of voxels allow phases to be easily separated by assigning integers to
specific phases. In this case the following conventions were implemented: while v,, = x refers to a
generic voxel, v; = Z represents a voxel inside of zone i, of phase Z. Considering that all voxels are
the same size, the volume of a specific phase can be calculated by summing all voxels with the same Z

and multiplying the resulting count by the volume of a single voxel, or (dx - dy - dz):
Vyi = (Z [vi = 2]) x (dx - dy - d2) (5.24)

This is visualised in Figure 5.22:
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Zone i + 2

Fruit Packaging

Volume ~

Zonal Input Output

Vo,i

Figure 5.22: Geometric Procedure for appropriating volume from each phase inside a zone, by
summing voxels from each phase.

5.5.6.1.2: Heat Transfer Surface Area

A collection of voxels can be processed into a surface mesh with the MATLAB function ‘isosurface’,
resulting in a collection of vertices, edges and triangular faces that conform to the overall shape of the

voxels from which it was formed (Figure 5.23):

A Zone filled with Voxels Surface Mesh of Vertexes,
Edges and Triangular Faces

X vertices — edges  face
(X PYans Z1n)

Figure 5.23: Voxels in a zone converted into a surface with ‘isosurface’ MATLAB function — the total
surface area being the sum of the areas of each individual triangular face.

The surface area of a collection of voxels can be derived from the surface mesh by computing the area

of each individual triangular face, and then taking the sum. The co-ordinates of the 3 vertexes that make
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up each face are known, as they are outputs of the ‘isosurface’ function. These co-ordinates were used

to calculate the length of each of the three edges that make up the face:

Lin = J (an = %2m)" + Oam = 2m) + (Z1n = 720)’ (5.25)
Lo = J(can = X500 + (= y3n)” + (22 = 230) (5.26)
Ly = J(con = x50+ Orn = y30)" + (21— 23, (.27
Heron’s formula (Weisstein, 2003) was then used to compute the area of the individual face:
e N R B

Where n in this case denotes individual faces in the triangular surface mesh. Repeating this process for

each face, the total surface area in zone i is the sum of the areas for all individual faces:

N
At 24250~ Z Afacen (529)

n=1

This process applies to heat transfer mechanisms that occur through direct contact, namely conduction
(m = cond in Eqg. 5.22). Mass transfer also occurs through physical contact, so it applies to
diffusion/evaporation as well (m = dif f in Eq. 5.22). While the example in Figure 5.23 shows a zone
with only 2 phases (air and fruit), the method had to be amended when considering a zone with 3 or 4
phases. For example, when computing the surface of the fruit phase, part of the total surface may be in
contact with the polyliner air, another part in contact with the packaging, and yet another part with the
bulk airflow. Determining the contact area between a specific phase-pair was accomplished through a
nominal addition to the ‘isosurface’ function: while the voxels in the first phase were converted into a
surface mesh verbatim, the second phase it is in contact with was used to determine the colour of

individual faces. Faces in contact with the second phase are thus considered one colour (in this case,
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yellow) and faces not in contact are considered another (dark blue). When applying Eqg. 5.29, only the
‘yellow’ faces were included in the surface area calculation, while the others were ignored. This is
shown in Figure 5.24, where the primary phase is shown as the solid object, the secondary phase as see-

through, and the included and excluded sections of the surface mesh indicated via colour.

Zone i +2 /\ Surface Area included A Surface Area excluded
Fruit - Air Fruit -» Packaglng Air - Bulk

(A

\

Zone i +1

b 7 N
e cond S—P,i é!ffcond,A—w,i

ef f cond,S—A,l
Fruit —» Bulk Packaging — Bulk Packaging — Air

N

Surface Aeff comaponi

Zonal Input Area Output

Aeffcund,s—ﬂ),i Aeffcond,P—»D,i

Figure 5.24: Geometric Procedure for appropriating the heat and mass transfer surface area between
each of the 6 phase-pairs.

The final mechanism for which A, is important is radiation (m = rad in Eq. 5.22). Section 5.3.6 and
Table 5.2 concluded it is not an important mechanism, so automated methods for appropriating the
radiative view factor were not developed and weren’t included in the zone builder MATLAB script.
However, should others intend to include radiation in a zonal mode, brief suggestions are made in

appendix B.

5.5.6.1.3: Conduction: Average VVoxel Distance Calculator

Conduction heat transfer is modelled in the zonal approach as a lumped effective heat transfer

coefficient heff,za_)zﬁ,i. Implied from the subscript Z, — Zz, heat transfer occurs via this mechanism

between specific phase-pairs inside of each zone. There being 4 phases, there are 6 separate phase-pairs
through which conduction heat transfer could occur. Pure conduction does not occur in all phases,
however, as pure conduction only occurs in solids. For example, for S — P, there is pure conduction in
both phases; but for S — A, there is conduction in the fruit phase and a combination of conduction and
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natural convection in the air phase; and for S — O there is conduction in the fruit phase and pure
convection in the bulk air phase. This section deals primarily with pure conduction and is described
mostly in terms of conduction through the fruit, but lays the groundwork for accounting for these

additional mechanisms.

The technique developed to determine the lumped heat transfer coefficients within a zone was based on
van der Sman (2003). van der Sman (drawing on previous literature) formalised a method for deriving

an electrical network analogue-based, lumped, simplified cooling model for regularly shaped foods:

TZa,i Rcond,ZaaZB,i Tsurf,ZaaZB,i Rcond,zﬁaza,i TZB,i

% —

\ Average . / /
= fx Resistance to

temperatur Average
P heat transfer g

C ; of phase Z, Resistance to temperature
tot,Zg,1 — p a heat transfer of phase Zp ofprflase Zs
\ of phase Z, Temperature of
Thermal surface between
mass of phase Z, and Zg
phase Z,

Figure 5.25: Electrical analogue for conduction heat transfer between a specific phase-pair using
lumped properties. Image derived from van der Sman (2003).

Figure 5.25 summarises an exchange of heat between two phases inside of zone i, phase Z,, and phase

Zg. Thus, Tza,i is the volume average temperature of the primary phase under study, Tzﬁ,i is the volume
average temperature of the secondary phase it is transferring heat to or from, and Tsurf,zo-z.i is the

temperature of the surface between the two phases. Ciorz,i = Pz, * Cz, * Vz,,i» OF is the thermal mass

of phase Z,, inside of zone i. Rcona,z,-z,,i, 1S the internal resistance to conduction heat transfer to heat
transfer of phase Z,,; and Reona,zg—2qir the internal conductive resistance to heat transfer of phase Zg,

both with the units m?-K-W-1, van der Sman stated that the heat flux away from the surface of phase Z,,

is Eq. 5.30:

Pii e = heffcond,Zaasurf,i .AeffZanﬁ,i (Tza'i B Tsurf,ZaaZB,i) (5.30)
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And similarly, the heat flux from the surface to phase Zg is Eq. 5.31:
Giike = heffcond’surf_,zﬁ’i 'Aeffza_)zﬁri(Tsurf,ZanB,i —Tzp0) (5.31)

Where Aetf, oy is the surface area of the contact formed between the two phases being investigated
a=4p,

(see section 5.5.6.1.2); and h and h . are the lumped effective heat

effcond,Za%surf,i effcond,surerB,L
transfer coefficients for heat exchanged between phase Z, and Zz through conduction. The effective

heat transfer coefficients are inversely proportional to the internal resistances of Figure 5.25:

1
effcond,Zaesurf,i - RcondZ ~Zpi (5-32)
Lo ’
1
heffcond,surfezﬁ,i = Reond ZpZai (5.33)
»: a

van der Sman through a series of finite element investigations of various objects found that the
temperature gradients formed within an object due to conduction were sufficiently linearly correlated
to the distance from the surface which was being convectively cooled. The consequence of this was the

simplification of the internal resistance to:

dZ Zg,i
aZpil
Rcond,Za—>ZB,i = Ay (5.34)
a
R _ Azpoz, (5.35)
cond,ZB—>Za,i - /1—
Zp

Where dz‘ﬁzﬁ,i and dZ;;—)Za,i were named ‘characteristic distances’ by van der Sman, and in context

with this discussion of agnostically shaped phases, represent the characteristic distances of phase Z,

and Zg respectively, in the direction of the surface formed between the two phases, with the units of
meters (m). A, and Az, are therefore the thermal conductivities of phase Z, and Zg, respectively

(W-m*-K?). van der Sman denoted a characteristic distance as d,. and found that they were constants

for a number of simple shapes, namely d. = L /4 for a flat plate with thickness L and is cooled on both
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sides, d. = r/3 for a cylinder with radius r, and d. = r/4 for a sphere with radius r being convectively

cooled on the surface.

Attempts to apply these principles to a zonal geometry is problematic as the surface temperature
between phases is not considered in the model, only the average temperatures of phases, T, ; and T g

Seeing as Eq. 5.30 is equal to Eg. 5.31, and the effective heat transfer coefficients are the inverse of the

resistances (Eg. 5.32 and Eq. 5.33) the following expansion can be made:

1 —_—
Foomanas o020yt (Tt = Tourg 2.
e ’
(5.36)
1 2 . .
B Rcond,ZBaza,i effZa_’Zﬁ,i( surf,Zg—Zg)t Zﬁ,l)
Eq. 5.36 can be rearranged to give an expression for the surface temperature:
Reonaz z0i Tz, +R dz 7 i°Ty i
LaLpil Bt cond,Zg—Zg,i i
Tsurf za-2pi = 3 2= (5.37)

Rcond,ZaﬁZB,i + Rcond,ZBﬁZa,i
Which, when inserted into Eq. 5.30, gives:

ik =

1

RCOnd,ZaaZB,i ’ TZﬁ,i + Rcond,ZBaZa,i : Tza,i) (5.38)

“Aesr -(Tz i
Za—Zpi @ Rcond,Za—>Z/g,i + Rcond,Z,;—»Za,i

Rcond,Za—>ZB,i

Eq. 5.38 can be simplified to:

1

itk = 'Aeffza_)ZB,i (TZa,i - Tzﬂ,i) (5.39)

Rcond,ZaﬁZB,i + Rcond,ZB—>Za,i

Eq. 5.39 takes the same form as Eq. 5.19, which was described in section 5.5.3 as the generalised

equation for a heat flux. Therefore, the overall effective heat transfer coefficient heffcond g g is
VA B

1
= 5.40
Rcond,Za—>ZB,i + Rcond,Z;;—»Za,i ( )

h
eff cond,Za—>ZB,i
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Including Eqg. 5.32 and Eq. 5.33 with Eq. 5.40:

1

h .=
effcond,ZaﬁZg,L dZa—>Zﬁ,i N dZﬁ*Za,i (5.41)
Az

a AZB

Giventhat A, and 4, g are thermophysical properties (see section 5.4) that are constant, it is thus posited

that conduction can be modelled between phases inside of a zone by determining the characteristic

distances for both phases, dzaﬁzﬁli and dzﬁﬁzwi.

van der Sman gave d. values for simple objects like spheres and slabs as a ratio of well-defined
dimensions, such as lengths or radius’. However, determining the characteristic distance for the shape
formed by individual phases inside of a zone is significantly more challenging, as our chosen cuboid
shaped zoning procedure intersects through different parts of fruits, air and packaging to create sinuous
3D geometry that cannot be described in regular shape terms (see Figure 5.13). A new technique was
therefore needed that could examine the voxelised shape of phases, and use the voxel information to
compute equivalent d. values that result in a realistic resistance to heat transfer. Such a technique should
work universally — on simple objects such as cylinders, spheres and slabs; as well as complex shapes,

like the phases inside of a zone.

Developing this new geometric procedure began with the recognition that the conduction mechanism
occurs in the direction of the temperature gradient, namely toward (or away from) the surface through
which heat is being transferred. For a slab being heated/cooled on one surface, this occurs in only one
direction; and for spheres or cylinders, this occurs in a radial direction. For more complex shapes, it
can be generally said that the temperature gradient is occurring along the path of least resistance, or the
shortest distance from a position inside of an object to the nearest position along its surface (given an
object of homogenous thermal conductivity). As van der Sman (2003) proved, within a certain range of
Biot numbers, the temperature gradient within objects has an approximately linear relationship with the
distance away from the surface. This forms the basis for a generalised algorithm for predicting the

characteristic distance for any shape: if d,,,;;, is the smallest distance from a position inside an object to
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the nearest surface position, then d,,,,,, represents the average distance from all positions for the entire
object. It is then postulated that d,,,,,, ~ d.. The automated methodology formulated to compute d,,,,,
from a voxelised zonal geometry has been given the moniker ‘average voxel distance calculator’, or
AVDC. The AVDC is described with reference to Figure 5.26, which shows a typical zone filled with

voxelised geometry data (to assist in the explanation of the algorithm, this zone is 2 dimensional).
The AVDC requires 4 steps:

1. Determine the position of every voxel in the phase under investigation;
2. Determine the position of every surface voxel;
3. Compute the smallest distance between every voxel and the nearest surface voxel,

4. Estimate the characteristic distance as the average minimum path length.

Remembering that all voxels inside of zone i are denoted as v;, individual voxels inside of zone i are
referred to as v,, ; = Z. First, the position of every voxel in the phase under investigation must be known
—in Figure 5.26 this is Z,, where Z, is fruit: Z, = S. This is a given, as the voxelised zonal geometry
has been provided as an input (Figure 5.26a). Second, the voxels that are at the interface between phases
Zq and Zg (in Figure 5.26, the second phase is air, Zg = A) must be identified — these ‘surface voxels’
are denoted as Vsurf zg—2gmii (Figure 5.26b), where the subscript Z, — Zg denotes which phase-pair
is being investigated, and m refers to individual surface voxels. ldentifying surface voxels and their
position is an important part of the AVDC and so automated surface identification algorithms are
discussed in more detail later. Third, the smallest distance between each voxel and its nearest surface

voxel must be calculated.
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Figure 5.26: Visualisation of the Average Voxel Distance Calculator, as applied to a hypothetical 2
dimensional zone filled with voxels of fruit and air; a.) a 30x30 mm 2 dimensional zone filled with
voxels of fruit (yellow) and air (blue); b.) identification of the surface voxels (dark red); c.) paths from
a given voxel to all surface voxels (white arrows) to determine the shortest distance from that position
(green arrow); d.) shortest distance from each voxel to the nearest surface; e.) computation of the
characteristic distance for the zonal geometry as the mean minimum distance, dy,.
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Given that voxels and surface voxels both have X, Y and Z positions in space that are known, the

distance between a given couple is:

dm’ = \/((Xn - Xm)z + (Yn - Ym)z + (Zn - Zm)z) (542)

Where ds7 is the distance between voxel n and surface voxel m (in meters, m); x,,, v, and z, is the x,
vy and z position of voxel n; and x,,, ¥, and z,, is the x, y and z position of surface voxel m. The
distance between voxel n and all surface voxels are calculated, represented as the plurality of white
arrows in Figure 5.26¢. The smallest distance is the path of least resistance, represented by the green

arrow in Figure 5.26c¢:

Aminn = min[dﬁ, dyz - d«—n’M_l,dnfM] (5.43)

Where d,,;, , is the minimum distance from voxel n to the nearest surface voxel; and M is the total
number of surface voxels®. Repeating the process for all voxels (Figure 5.26d), the result is proposed to
be an approximation of the fully developed temperature gradient in the object, so that the ‘characteristic

distance’ can be taken as the average path of least resistance (Figure 5.26e):

_ Z[dmin,l' dmin,z dmin,N—l' dmin,N] (5'44)

min N

Where d,,,,, is the average minimum distance and N is the total number of voxels. This process has
potential to be computationally intensive as an N number of 1 X M vectors must be created, and if there
is a high voxel resolution these numbers could be in the range of hundreds of thousands to millions.

Methods to compute the minimum distances expeditiously are explored later. As discussed previously,

it is postulated that d. = d,,;;, and d,,;, = dzaﬁzﬁji for use in Eq. 5.34 and Eq. 5.41 to compute the

internal resistance. In the example of Figure 5.26, ds_,,; = 3.2 mm, making the internal resistance of

the fruit Reong,s—ai = ds—ai/As = 0.00321/0.542 = 0.00591 m-K-W (see section 5.4). This result

* min denotes minimum
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was obtained with no assumptions made about the shape of the fruit phase, using a repeatable algorithm

that could be applied verbatim to the remainder of the phases and zones in the zonal set.

The hypothesis that d,. = d,,,, was partially validated by applying the AVDC algorithm to the same
objects investigated by van der Sman (2003) — namely, a slab (Figure 5.27), a cylinder (Figure 5.28)
and a sphere (Figure 5.29) — and comparing the d,,,,,, values derived with the d, figures noted by van
der Sman. This investigation also aimed to investigate the role of voxel resolution on the accuracy of

the derived d,,,,,, metrics. The AVDC is more thoroughly tested during numerical validation (see section

6.2.2).
Poxe
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Figure 5.27: The AVDC tested on a 1-D slab. a.) the voxel geometry of the slab; b.) identification of
surface voxels; d,,,, given relative to the length of the slab, L, with ¢.) 10; d.) 50; e.) 100; and f.) 1000
voxels.
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238



Chapter 5 — Model Development

The AVDC was first applied to a 1-dimensional slab, heated/cooled on both surfaces (Figure 5.27). The
geometry consisted of a single column of voxels (Figure 5.27a); the number of voxels, N, and the length
of the slab, L, determined the thickness of each voxel, dx = L/N. Surface voxels were chosen manually
as the top and bottom voxels in the column (Figure 5.27b). The shortest distance to the surface was then
calculated for each position, d.,,,;,,, and reported relative to the length of the slab; this was repeated for
a sequentially higher voxel resolution (Figure 5.27¢ - f). van der Sman (2003) determined through finite
element analysis that the characteristic distance for a slab was d. = L/4, or d./L = 0.25. It has been
posited that d, ~ d,,,,,, which appears to be an accurate contention but is dependent on the voxel
resolution: while at a low voxel resolution of 10 voxels, the AVDC gave a relative characteristic
distance of d,,,,/L = 0.2 — an error of 22% (Figure 5.27c) — increasing the voxel resolution showed a
clear trend toward the characteristic distance reported by van der Sman, with d,,,,,, /L = 0.2495 at a 1000

voxel resolution — just 0.2% error (Figure 5.27f).

Applying the same AVDC to an entirely different geometry, a cylinder, further supported the hypothesis
(Figure 5.28). A voxelised circle was created using similar techniques of that in section 5.5.4, creating

what can be considered an infinitely long cylinder of a specified radius, r (Figure 5.28a). Surface voxels

were chosen using the edge detection MATLAB function, ‘edge’. The hypothesis of d. = d,,,, appears
to remain true even with the change of geometry: van der Sman concluded that a cylinder had a
characteristic distance of d./r = 1/3, which is reflected by the AVDC with d,,,,,,/r = 0.32104 at a
relatively low voxel resolution of 593 voxels — under 4% error (Figure 5.28¢) —to d,y,,,, /v = 0.33245 at

a high resolution of over 2.6 million voxels —a 0.3% error (Figure 5.28f).

Finally, the same AVDC algorithm was applied again, but to a 3-D object, a sphere being heated/cooled
on its outer surface (Figure 5.29). Created with the voxeliser of section 5.5.4 with a specific radius, r,
surface voxels were again detected with the ‘edge” MATLAB function. The AVDC again reflects the
conclusion of van der Sman, where a sphere had a characteristic distance of d./r = 0.25: the AVDC

predicted d,,;,/r = 0.2408 at a relatively low resolution of 12893 voxels — just under 4% error
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(Figure 5.29¢) — while at a high voxel resolution of over 4 million voxels, d,,;,, /7 = 0.2475 —a 1% error

(Figure 5.29e).

This exercise proves in part that the same algorithm, the AVDC, can correctly reproduce the findings
of van der Sman (2003), lending credence to its universal application to many other shapes, including
highly irregular geometries such as the phases inside of a zone. This also showed that the prediction of
the characteristic distance improves as the voxel resolution increases — however, the accuracy of this
metric must be balanced closely with the computational efficiency of the AVDC algorithm, which is
discussed below. Further validation of the AVDC is performed on a variety of objects later in section

6.2.2.

Pertinent to this section is bringing the AVDC in line with the philosophies of this thesis: while it was
developed with flexibility in mind, it is not necessarily automated or computationally efficient. Step 2

of the AVDC requires that the surface voxels, Vsurf,zg—2zpi be identified in an automated fashion.

Though Figure 5.26 only had 2 phases (so that there is only one set of surface voxels), there is potentially
up to 4 phases per zone, so that there can be up to 6 different sets of surface voxels — one for each phase-
pair, Z, — Zg. There must be an automated technique to detect each of these different sets for any
potential intra-zonal geometry. Step 3 of the AVDC has potential to be prohibitive from a computational
perspective, as under certain circumstances it requires a very large number of calculations, or the
construction of very large matrices. For example, Figure 5.29e is a sphere comprised of 4,028,249
voxels, and 90,883 surface voxels. To compute the entirety of dsz (EQ. 5.42) requires a matrix 4028249
% 90883 in size, which according to MATLAB demands 2728 GB of RAM — where only 16 GB was
available. This can be somewhat circumvented by calculating the path lengths from a single voxel to all
surface voxels — such as Eq. 5.43 — a much smaller vector of 1 x 90883, and storing the minimum
length as the separate variable d,,;,, », discarding the larger paths. However, an incredibly large loop of
4028249 iterations must be executed — in the case of Figure 5.29¢, this took 2881 seconds, or 0.8 hours,

an unacceptably long period of time for a single object.
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The following techniques were developed to mitigate these issues. First, the process for automatically
identifying the surface voxels of any phase pair, Z, — Zg, is discussed in relation to Figure 5.30a, which
shows a zone from the corner of the package that contains 4 phases. Figure 5.30b shows a cross section
of the zone to better illustrate the process. Selecting a given phase-pair, for example, Z, - Zg = § -
A, the first step is isolation, where the two phases under investigation are taken separately and the
remaining phases temporarily removed (Figure 5.30c). Phase Zg (in this case, Zg = A) is dilated with
the ‘imdilate’ MATLAB function, a process that essentially adds an extra layer of voxels to the surface
of the phase (white voxels in Figure 5.30d). Adding the dilated phase Zg to phase Z,, the overlapping
voxels are taken as the surface voxels (yellow voxels in Figure 5.30e). The process can be repeated for
all possible phase-pairs with minimal amendments to the code, to quickly and automatically identify

the 6 possible sets of surface voxels (Figure 5.31), an operation that took only 0.2 seconds to execute.
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Figure 5.30: Automated surface voxel identification: a.) a voxelised cuboid zone from the corner of a
package; b.) a 2-D cross section of the zone; c.) the specific phase-pair is isolated; d.) the secondary
phase is dilated by one voxel (white voxels); e.) overlap between the dilated phase Zg and phase Z, are
the surface voxels (yellow voxels).
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Figure 5.31: Repetition of the automated surface voxel identification algorithm for each of the 6
possible phase pairs.

Next was the expediting of the calculation of d,,,,,. The fruit geometry of Figure 5.30 consisted of
111700 fruit voxels, and 5595 surface voxels when considering its contact with the polyliner air
(Figure 5.30e). Executing Eq. 5.42, Eq. 5.43 and Eq. 5.44 took approximately 72 seconds to determine

ds_4; (Figure 5.32).
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Figure 5.32: Application of the AVDC for dg_, ; (fruit to polyliner air) for a cross section of a corner
zone; a.) path of least resistance from each position; b.) path of least resistance from each position,
plotted from shortest to longest, to derive dg_,4 ;.

It was pertinent to minimise this period as ds_4; is just one of many properties that must be
appropriated, and just one zone out of a zonal network of potentially hundreds, so that speed
improvements will be carried through to these other areas and expedite the zone builder as a whole. It
was realised that it is not necessary to calculate the path of least resistance from every voxel in the
geometry to appropriate a good estimate for d,,,,,,; rather, a fractional sample of voxels can be taken
instead, maintaining the accuracy and flexibility of the AVDC but reducing the number of calculations
by an order of magnitude. Rather than calculate the path of least resistance from all 111700 fruit voxels,
a smaller sample — in this case, 10%, or 11170 voxels — was taken instead, the position of the ‘sampled
voxels’ being randomly chosen. This is demonstrated in Figure 5.33. A 10% random sample of voxels
was taken 100 times and the d,,;,, plotted from shortest to longest. This revealed that the shape of the
curve closely mirrors that of the full calculation (Figure 5.32b). The difference between curves is
minimal, despite each consisting of a unique sample of voxels. The difference between the sampled
d i Values and the full calculation (Figure 5.32b) was found to be at most +2% (Figure 5.33b), with

52% of the population deviation within £0.5%. Adding at most 2% error to the calculation of ds_, 4 ;

was considered worthwhile with a new calculation times of only 3.7 seconds.
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Figure 5.33: a.) path of least resistance distances from 11170 randomly selected voxels (a 10% sample
size) from the fruit phase of a zone from the corner of a package, with random selection being repeated
100 times; b.) population of percentage error between the fully calculated and randomly sampled d.,,,
for 100 random samples of 10%.

Further improvements to the efficiency of the AVDC were found, but only applied to specific zones.
The distance transform is an image processing technique that was used previously in section 4.5.1. It
can also be used here as an efficient algorithm to determine the closest distance from each voxel to the
nearest surface voxel, but as it only applies to binary images, is restricted in its use to zones which have
only 2 phases, such as zones from the middle of the box. The MATLAB function ‘bwdist’ computes
the distance transform and outputs a new matrix of voxel distances to the surface. Voxels at the surface
are given a voxel distance of 1 rather than 0, and so prior to the application of ‘bwdist’, the surface
voxel algorithm (Figure 5.31) must be used to remove the surface voxels. The resulting distance matrix
must be multiplied by the length, width or height of a voxel, so the condition of dx=dy=dz is
necessary. For geometries with voxels that are perfect cubes, this improved efficiency to just 0.18
seconds for a similarly sized zone as Figure 5.31. For geometries with skewness in voxel size (such as
a CT scan), a modified ‘bwdist’ function was used (Mishchenko, 2015), which incorporated the voxel
skewness but worsened efficiency slightly to 0.29 seconds. Logic was coded into the zone builder which
was able to determine which of these improved AVDC methods would be applied, depending on which

zone was being examined.
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5.5.6.1.4: Natural Convection

The methods of section 5.5.6.1.3 applied to solid phases where there was pure conduction. When
applying these methods to the fluid phase, if it is considered stagnant, then heat is transferred through
pure conduction and section 5.5.6.1.3 can be applied verbatim. However, if the temperature gradients
in the fluid phase promotes the formation of natural convection currents, there will be a combination of
conduction and convection, and the resistance will be lower than that predicted by the AVDC. Section
5.3.2.2 showed that natural convection plays a significant role during the pre-cooling process, so the
combination of conduction and convection be must accounted for when applying the AVDC to a fluid

phase.

The significance of natural convection was not nearly as considerable as the standard Rayleigh number
indicated, the dimensionless number used to signify the existence of natural convection currents — with
Ra = 9.0x10°, the natural convection currents inside the polyliner should be turbulent and fast flowing
(Holman, 2010; section 5.3.2.2). A lengthy and complex finite element analysis (Section 5.3.2.2)
revealed that natural convection contributed perhaps 5-10% to overall cooling, which contradicts the
Rayleigh number previously reported. Incorporating natural convection into the zonal model requires
that the added resistance to the formation of natural convection currents imposed by the fruit be
accounted for in a simplified manner that does not contribute significantly to the computational

overhead.

Avila-Acevedo and Tsotsas (2008) described the impact of natural convection in an enclosed granular
media by relating the heat transfer rate when there is no natural convection (pure conduction) to the

heat transfer rate when there is a combination of conduction and convection:

h(conduction + convection)

hrer = (5.49)

h(pure conduction)

Where h denotes the perceived heat transfer coefficient (W-m2.K1). As stated previously in Eq. 5.32,

the heat transfer coefficient is the reciprocal of the internal resistance in the air phase:
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h=— =2 (5.46)

Inserting Eq. 5.46 into Eq. 5.45 gives:

A4(conduction + convection)
d
’ //1,4 (pure conduction) (5.47)

Cc

hyer =

The characteristic distance, or d. as described in section 5.5.6.1.3 is related to the geometry of the air
phase inside of the zone and is not impacted by the addition of natural convection. Thus, Eq. 5.47 can

be simplified to:

A4(conduction + convection)
hyer =

5.48
A4(pure conduction) ( )

Thus, it is proposed that natural convection can be accounted for by using a new thermal conductivity
for air, A4(conduction + convection), which can also be described as an effective thermal
conductivity, that is related to the original conductivity, 14 (pure conduction), by the multiplier h,.;.

Written in a more general sense:

AA,eff = AA : FN.C. (549)

Where 4,55 is the effective thermal conductivity for air with natural convection and conduction
(W-m*-K?), 1, is the thermal conductivity for air with pure conduction (W-m*-K) and Fy . is the
natural convection correction factor. If the conditions inside the package are such that the air phase is
stagnant, then Fy . = 1 and the resistance is Ry, = d./A4; but if there is some natural convection,
then the resistance is lowered t0 R.pny = dco/(A4* Fyc) Where Fy . > 1. This section is thus
principally concerned with the prediction of Fy . as a function of physically relevant quantities which
contribute to the natural convection phenomenon, such as the geometry of the box, physical properties

of the fluid, temperature and porosity.
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Holman (2010) and Tanner et al (2002b) suggested that natural convention be modelled using the
Nusselt number, where Nu is defined as the ratio of the heat transports with and without convection, or
Nu = Fy ... Holman (2010) offered the empirically determined correlation which was used by Tanner

et al. (2002b):

-1

A x,\~ 7o
Nu = Fy¢ = Afff = 0.073-Ra'/3 (x_y) (2x10° <Ra<11x107)  (5.50)
A x

Which uses relevant physical quantities such as the Rayleigh number (Ra), height (x,,) and width (x,)
of the box. This correlation is clearly not appropriate for the current system, however, as it does not
incorporate the presence of the fruit inside of the polyliner, and predicts (using Ra = 9.0x10°, x,, =
0.196 and x, = 0.3) a correction factor of Fy .. = 15.9, or a 1590% increase in the thermal conductivity
of air due to natural convection — which clearly does not conform with what was observed in section
5.3.2.2. Nonetheless, Eg. 5.50 was the impetus to search the literature for a similar approach that

incorporated the missing information pertaining to the airflow resistance caused by the presence fruit.

It was here that concepts from the porous medium approach were turned to for inspiration, specifically
for porous media problems in enclosed spaces, as this is similar to the fruit inside of a polyliner scenario.
Though the porous medium approach was ruled out for the current scenario (section 1.2.5.3), certain
concepts had potential to be useful to the problem at hand, namely the manner in which natural
convection problems are managed in solid-liquid packed beds. One such principle is the porous media
modified Rayleigh number (Nield, and Bejan, 2017), which has potential to be a more representative
dimensionless number for the presence of natural convection than the standard Rayleigh number (see
Eqg. 5.9):

_ KegpopH (,
pr* '

Ra* — Trer) (5.51)

Where Ra* is the porous media modified Rayleigh number (-); K is the permeability of the packed bed
(m?); g isthe acceleration due to gravity (m-s); T; is the initial temperature (K); T is the refrigeration

temperature (K); p, is the density of the fluid at the initial temperature (kg-m=); B is the thermal
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expansion coefficient (K); H is the height of the packed bed (m); u is the viscosity of the fluid
(kg-m?t.s1); and x* is the modified bed thermal diffusivity (m?-st). This dimensionless number
incorporates information pertaining to the ability for the fluid in a packed bed to form natural convection
currents with K., the Darcy—Forchheimer permeability (Chen and Hsiao, 1998):

2. .3
ds - ¢

= S0 =% (5.52)

K

Where d; is the particle diameter (m); and ¢ is the porosity of the packed bed (-).

According to Hewitt et al., (2004), Avila-Acevedo and Tsotsas (2008) and Nield, and Bejan (2017),
there is a critical Rayleigh number, below which no natural convection occurs, and the air phase acts as
a conducting solid (or Fy .. = Nu = 1). For enclosed cavities filled with a porous media, Bories (1987)
showed that the theoretical critical Rayleigh number was Raj. = 472, or approximately equal to 40. After
the critical Rayleigh number, natural convection currents begin to have an impact on the cooling rate.
Bories’ (1987) theoretical relationship between the Nusselt number and Rayleigh number in enclosed

spaces is:

- Raj;
Nu=1 11-== .
u +Elk,< Ra*) (5.53)
]:

Where Rag; = 4j°m?; k; = 2when Ra* > Raj;;and k; = 0 whenRa* < Ray;. Nield, and Bejan (2017)
showed that (through Cheng, 1978 a; and Cheng, 1978 b) the critical Rayleigh number of Ra; = 40 is
generally confirmed, and that across a range of experimental comparisons, Eg. 5.53 predicts the general
shape of the Nu(Ra) relationship — though the theoretical values of Nu are generally lower than those
observed. In the range of Rayleigh numbers immediately after the critical Rayleigh (the Darcy regime),
there was a low spread of Nu across the surveyed experiments, and Elder (1967) offered a simplified

relationship of:

Ra*
= 5.54
Nu 20 ( )
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At higher Rayleigh values (the Forchheimer regime) there was a high spread of Nu across the surveyed
experiments, and use of Eq. 5.53 was much less accurate, and Eq. 5.54 is no longer applicable. These
correlations are plotted in Figure 5.34. As was observed with the lengthy finite element model of section
5.3.2.2, the effects of natural convection were relatively small; therefore, the system under study is

expected to be slightly supercritical, or Ra* is slightly larger than 40, or in the Darcy regime.

I
Forchheimer Regime

Darcy Regime

Critical
Rayleigh

Relative Effective Thermal
Conductivity of Fluid, A4 ¢rr/ A4

0 i ! R
40 100 200 400 1000

Porous Media Modified Rayleigh Number, Ra*

Figure 5.34: Relative effective thermal conductivity of fluids (Nusselt number) as a function of the
porous media modified Rayleigh number, various models. Image based on Cheng (1978 a), Cheng
(1978 b) and Wang and Bejan 1987.

Computing the porous media modified Rayleigh number for the current scenario — 100 count 36
hayward kiwifruit wrapped in a polyliner — first requires some additional variables be defined. First,
computing the Darcy—Forchheimer permeability, K, (EQ. 5.52), requires the porosity and particle
diameter. The porosity, being the volume ratio of fluid to total volume, is:

VA,tot

S =—
Vs tot + Vatot

(5.55)

The porosity is not calculated on a per-zone level, but on a global — or package — scale. Thus, V4 ¢4 is
the volume of air in all zones (m®) and V., the volume of fruit in all zones (m?). These can be

calculated by counting the total number of voxels corresponding to each phase, or section 5.5.6.1.1.
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Important to note is that only the air inside of the polyliner is included in the porosity calculation, as it
has already been shown (section 5.3.2.2) that natural convection does not occur in the bulk airflow

(phase Z = 0).

Kiwifruit do not have a definite ‘particle diameter’ as they are proto-ellipsoids with a major (Dx) and
minor (Dy) diameter, and length (L). Furthermore, there is a variation in these dimensions from fruit to
fruit (see section 4.3.3). Therefore, an effective particle diameter is used, which is the radius of a sphere

with the same volume as the average volume of all kiwifruit in the stack:

. [Vscor/Ns1"?

d=2- [W] (5.56)

Where N is the number of kiwifruit in a stack, which can be calculated automatically using the

technique of section 4.5.1; making Vs ;¢ /Ns the average volume of a single kiwifruit in the stack.

The modified bed thermal diffusivity, x*, for a typical porous medium is:

Pa-Cy

*

(5.57)

Where 4, is the effective thermal conductivity of the packed bed (W-m*-K1); p, is the density of the
fluid (kg-m=)and C, is the specific heat capacity of the fluid (J-kg*-K™). As has already been shown
(section 1.2.5.3), a single effective thermal conductivity does not apply globally to the current scenario
as the product-to-package ratio is too low. It is estimated using the parallel effective thermal
conductivity model (Delele et al., 2012), with the understanding that it introduces error into the
approximation of Fy ., but that some degree of error is acceptable when taking into account the

simplicity of Eqg. 5.49 when compared to section 5.3.2.2:

ﬂ.b:&"AAX(l—E)'AS (558)

This allows the modified Rayleigh number to be calculated for the current scenario. The thermal

properties and cooling conditions are given in Table 5.4.
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Variable | Value Units
g 9.81 m-s
Lo 1.20 kg-m3
B 0.00341 | KT
H 0.196 m
u 1.81x10° | kg:m?t-s?t
T, 20 °C
Tref |0 °C
Veror | 00107 | m?
Vieor | 000553 |m?
Ne | 100 -
d, 00588 |m
£ 0.342 -
K. |2.13x10° | m?
P4 1.20 kg-m3
Cy 1005 J-kgt.oCt
Ay 0.0257 wW-m?t.K*
Ag 0.542 wW-m?t.K*
A, | 0.365 W-mT KT
K* 2.12x10° | m?.st
Ra* 61.4 -

Table 5.4: Thermal properties and initial conditions used to calculate the porous media modified
Rayleigh number.

With an initial temperature of 20°C and refrigeration temperature of 0°C, the porous media modified
Rayleigh number was Ra* = 61.4, putting the box of kiwifruit into the slightly supercritical range; this
is to be expected, considering the findings of section 5.3.2.2. Applying Eq. 5.53, the natural convection
correction factor was Fy . = 1.71; or applying the simplified Eq. 5.54 gives Fy . = 1.53. Therefore,
instead of the complex process of section 5.3.2.2, the impact of natural convection can be modelled by
using A4 = 0.0441 (Eq. 5.53) or A, = 0.0393 (Eqg. 5.54) instead of the standard 1, = 0.0257 for the A

phase in the zone builder.

This approach is clearly simpler than the explicit modelling of buoyancy airflow velocities, and is
imminently more efficient, capable of automatically appropriating from the imported voxelised
geometrical information all of the necessary metrics to compute Ra* and by extension, F¢ 5, in only 2

seconds.
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5.5.6.1.5: Forced Convection

Forced convection is modelled in this interpretation of the zonal approach as an exclusively intra-zonal
phenomenon, taking place within the bulk air phase, Zz = 0, convecting heat away from the surface of
the phases it is in contact with, Z, = S, A or P. Resistance to forced convection is therefore the reciprocal

of the external heat transfer coefficient:

1
Rext,ZB—>Za,i = h— (5-59)

ext,i

Where h,,; is the external heat transfer coefficient (W-m2-K*) which, as shown in section 5.3.2.1, is
the representative proportionality constant of the convective impact of a certain airflow velocity and/or
pattern. Set up in this fashion, it is possible for each zone with a bulk air phase to have a unique value
of h.,¢, as indicated by the subscript i, so that the impact of a specific airflow pattern on a bulk of fruit
can be explored by linking the velocity through the zone with a certain level of external heat transfer;
or a uniform external rate of heat transfer can be applied across the whole system by setting each h,,;
to the same value. These concepts are explored in more detail during numerical (section 6.2) and

experimental validation (section 6.3).
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5.5.6.2: Inter-Zonal Properties

5.5.6.2.1: Heat Transfer Surface Area

The heat transfer surface area between zones is related to the geometry at the boundaries of each zone.
Given that zone shape was simplified to cuboids, each zone can be connected to a maximum of 6 other
zones (section 5.5.5). Heat transfers across zones are limited to conductive fluxes between the same
phase (see Table 5.3) of which there are a maximum of 4 phases; therefore, the zone builder needs an
automated routine to appropriate up to 24 intra-zonal conductive heat transfer surface areas per zone in

the zonal network.

The voxelisation of the zonal geometry was exploited to build such a routine. Voxels at the edge of a
zone are easily identifiable as the first or last row/column/aisle in the 3D voxel set, depending on which
direction is being studied; therefore, counting the number of voxels at each applicable zonal boundary
and multiplying the result by the surface area of one voxel in that particular direction gives the inter-

zonal heat transfer surface area in a fast and automated fashion:

Aeffcond,zaeza,ij = Z Vhoundary,ij X Av,j (5.60)

Where Vy,ounaary,ij are the voxels at the boundary of zone i in the direction of zone j; and 4, is the
area of a voxel in a particular direction: A, ; = dx-dyifj="Torl, A,; =dx-dzif j=© or ®, and

Ayj =dy-dzif j=— or « (illustrated in Figure 5.35):
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Figure 5.35: Geometric procedure for appropriating the inter-zonal heat transfer surface area between
adjacent zones.

5.5.6.2.2: Conduction

Conduction between zones is done through solids phases, namely fruit and packaging. This section
outlines the routine developed to appropriate the inter-zonal conductive resistances to heat transfer in
these two phases, which lays the groundwork for descriptions of combinations of conduction and natural

convection through the polyliner air.

Exchanges across zonal boundaries are restricted to the same phase — for example, fruit in one zone

conducts heat to fruit in another zone, but fruit in one zone does not transfer heat to air in another zone

— reducing heffn,Za—)ZB,ij (Eq 523) to heffcond,z,ij'

Van der Sman’s (2003) lumped-properties electrical analogue — as was made for an intra-zonal

exchange (section 5.5.6.1.3) — is also made for a conductive inter-zonal exchange, Figure 5.36:
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Figure 5.36: Electrical analogue for conduction heat transfer between adjacent zones using lumped
properties. Image derived from van der Sman (2003)

Analogous to Eg. 5.40, the effective heat transfer coefficient for a conductive heat flux across zonal

boundaries is:

1

h = 5.61
effcond,Z,U Rcond,Z,ij + Rcond,Z,ji ( )

Where Ronq,z,ij IS the conductive resistance of phase Z inside of zone i in the direction of the adjacent

zone j; and R.,nq,z, ji the conductive resistance of phase Z inside of zone j in the direction of zone i.

The automated algorithm that was developed takes advantage of the voxelised nature of the geometry
information to split a zone into slices perpendicular to each of the three directional axes (Figure 5.37).
An unsteady-state heat transfer simulation can be performed on the collection of slices to investigate
how heat flows through the geometry in each direction, and this information can be used to derive the

resistance zonal properties.

The properties necessary to build the heat transfer simulation are the volume and heat transfer surface
area per slice. These are trivially obtained by counting all voxels of the phase being investigated in each

row/column/aisle in the 3D voxel set, depending on which direction is being studied:

Aslicen = Z Vsticen,j X Av,j (5-62)
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Vsticen = Z Vsticen,j X (dx - dy - dz) (5.63)

Where there is an N number of slices, of which specific slices are referred to as slice n; Agjce » 1S the
heat transfer surface area of slice n (m?; A, is the surface area of one voxel in the direction being studied,
see section 5.5.6.2.1 and Figure 5.37a - ¢); Vgjce  is the volume of slice n (m®); and v, p,; are the

voxels in slice n perpendicular to the direction j (see Figure 5.20).

a.) Zonal Geometry

Voxels, Z-direction

b.) Sliced left/right direction c.)  Sliced forward/back direction d) Sliced up/down direction

direction-

Voxels, Z-direction
Voxels, Z-direction
Voxels, Z-direction

60

40 o0
- 0 5o
20 P
\10‘,&\%
direction-1

Figure 5.37: a.) original zonal geometry; fruit divided into slices perpendicular to the direction being
investigated: b.) left/right direction; c.) forward/back direction; and d.) up/down direction.

Using Eq. 5.62 and Eq. 5.63 builds vectors of areas and volumes that describe the geometry inside of
the zone along a single direction, of which there are 6 direction; for the hypothetical zone in Figure
5.37, the area per slice in each direction is presented in Figure 5.38 (given that voxels in this example
are 1mm? cubes, the volume per slice follows the same shape but is 1x10- smaller). The ease through

which heat can flow in a particular direction is impacted by the shape of these profiles, where regions

257



Chapter 5 — Model Development

with a higher area allow heat to flow more quickly and easily, whereas points of low area represent
bottlenecks to heat transfer and will increase the conductive resistance of the zone as a whole. The
position of high/low surface area changes the overall resistance, for example: if there is a bottleneck
near the inter-zonal surface, then the rest of the zone is ‘shielded’ from the effects of heat transfer, and
alternatively if a bottleneck appears on the opposite side of the zone then the entire zone has ‘access’ to

the surface through which heat is being exchanged. These geometrical ramifications for heat transfer

are able to be condensed into a single term for resistance through the following methodology:

a.) 3 Direction-« b.) 3 Direction-— c.) 3 Direction-@
x 10 x 10 x 10
3.5 3.5 3.5
3 3 3t
“E 2.5 "E 2.5 “‘E 2.5
Y Y Y
2 2 L2 2 L2 2
= = =
5 515 3} t
215 215 215
s b b
o 51 51
z ! o Z ! o z ! o
heat transfer direction heat transfer direction heat transfer direction
0.5 < 0.5 < 0.5 <
0 0 * 0
0 20 40 60 0 20 40 60 0 20 40 60
Voxels, X-direction Voxels, X-direction Voxels, Y-direction
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e 25 525 525
Py Py Py
2 2 L2 2 L2 2
= = =
815 g15 815
< < o
o [ w
< ! < ! < !
heat transfer direction heat transfer direction heat transfer direction
0.5 < 0.5 < 0.5 <
0 0 0

20 40
Voxels, Y-direction

60

20 40
Voxels, Z-direction
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Figure 5.38: Area of slices in the direction of each of the 6 adjacent zones.

0 20

40
Voxels, Z-direction

60

A heat transfer simulation through the slices is set up as follows: a slice n is connected to the slice in
front of it, n — 1, and behind it, n + 1; with the exception of the first slice, slice 1, and the last slice,
slice N. The conductive heat transfer proportionality constant is the thermal conductivity of the phase,
Az, divided by the thickness of the slice, dg;.., Which in this approach is the thickness of a single voxel

in the direction being studied (for direction-— or direction-«, dg;;.. = dx; for direction-© or direction-
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®, dgice = dy; and for direction-T or direction-{, dg;.. = dz; Figure 5.39). As the heat transfer in one

direction is being investigated, heat entering a slice will come entirely from the slice behind it:

d)in,slice n= /d sllce (Tsllce n+1 Tslice n) (5-64)

slice

And heat exiting a slice will flow into the slice in front of it (Figure 5.39):

= /d sltce (Tsltce n—1 Tslice n) (5-65)

d)out,slice n
lece

Combining Eq. 5.64 and Eq. 5.65:

A(»bslice n=— ¢in,slice n + ¢out,slice n

_4 (5.66)
Z/dslzc Astice " (Tstice n—1 = 2Tstice n + Tstice n+1)
Which is used to give the ODE for temperature change per slice:
&7 (T —2Tin s+ Tatiow mat)
dTstice n _ dsice Astice slicen—1 slicen slice n+1 (5.67)
dt Vsiicen " Pz " Cz
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dslice
. A slicen
slice n—1

\‘ slice n+1
-/,

//

slice |l eee eee Slice N

slicen

3

Heat Flux

Figure 5.39: Linear slice heat flux simulation, where heat is transferred through slices n via
connectivity to slices in front and behind it, the rate controlled by the thickness of the slices, dgj;ce, and
the heat transfer surface area, Agjice n-

Additional boundary conditions are on the first and last slices: slice 1 is held at a constant temperature

of Ty
Tsiice1 = Trer (5.68)
delice 1 (5-69)
=0
dt

And slice N does not have a slice behind it;

A
dTgiice N _ Z/dslice “Agiice * Tstice n-1 — Tstice n) (5.70)
dt Vsticen " Pz Cz
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All slices (except the first) are set to an initial temperature of T;:

Tsiice 2: Tstice 30 -+ Tstice N—1) Tstice N = Ti (5-71)

This set of ODEs were solved numerically via the Runge-Kutta method (MATLAB function ‘ode45”)
to predict the temperature change of each slice and, by extension, the entire zone. From this information,
the resistance to heat transfer of the entire zone in a particular direction can be derived by rearranging

Newton’s law of cooling:

1 _
_ - . A . T — T
dTz _ Reonaziy = ¢/ condze—zaij (Trey = T2) (5.72)
dt Vzipz Cz
Aeffcond,Za*Za,ij ’ (Tref - TZ) -dt (573)

Reona.zij = -
condzl Vzipz-Cz-dTy

Where T, is the volume average temperature of the entire phase Z inside of zone i, derived from the

eff _. is the inter-zonal heat transfer surface
cond,Zy—>Zg,lj

temperatures and volumes of each slice (°C); A
area between zone i and j (calculated previously in section 5.5.6.2.1; m?); Vy; is the volume of phase Z
inside of the zone (calculated previously in section 5.5.6.1.1; m®); and Ronqzi; is the ‘volume

averaged’ resistance to heat transfer in the direction of zone j (m?-°C-W1).

This process is applied to the zone of Figure 5.37 with results presented in Figure 5.40 for direction-«.
For the example, T; = 20 °C and T;..; = 0 °C were used (however these numbers are arbitrary and the
same Rcona,zi; Can be derived for any combination, as long as T; # T,.f). Figure 5.40c shows the
predicted temperature change of each slice in blue, and the volume average temperature of the entire
zone is presented as the dashed red line. This volume average temperature profile was used in Eq. 5.73
to compute the lumped resistance of zone i in the direction of zone j, R;nq z ;- Because the temperature
profile was numerically determined, dT,(t) = T,(t + 1) — T;(t) and dt = (t + 1) — t. The resulting
lumped resistance is presented in Figure 5.40d. The resistance is low at the beginning of the simulation

as the first slices are the only ones that are exchanging heat (as evidenced by the large amount of lagging
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slices that can be seen in Figure 5.40c); but as time progressed the remainder of the slices began to cool
and the resistance of the zone tends towards a constant value. This constant resistance value is the
lumped resistance chosen as representative of the zone as a whole in the direction that is being studied,

and is stored in the P;; vector.

For the remaining 5 directions, this process is repeated; and the process is continually repeated for all
zones in the zonal network and for all applicable phases, until the full set of inter-zonal conductive
resistances is compiled. The process was fully automated and was very flexible to changes such as a
new geometry or different zonal network resolution; and computationally efficient, only ~0.5 seconds

per direction.
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Figure 5.40: Example of the linear slice heat transfer geometric procedure. A.) the geometry is divided
into slices perpendicular to the left direction (j =<); b.) the area of each slice in the direction-<; c.)
predicted temperatures of all slices (solid blue lines) and the volume average temperature of zone i
(dashed red line); d.) the derived resistance of zone i to conductive heat transfer through the fruit in the
direction-«.

A special case was a so called ‘pinch’ scenario, where there were at least one or more slices that had
zero area and volume. This was not an issue if this occurred at the beginning or end of the zone — at the
beginning, there is an infinite resistance between zone i in the direction of zone j and no heat transfer

occurs; and at the end, the zone is essentially shortened by the number of slices that do not have a size.

263



Chapter 5 — Model Development

However, it becomes a problem when a ‘pinch’ occurs somewhere in the centre of the zone; for

example, Figure 5.41:
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Figure 5.41: 4 scenario where a ‘pinch’ occurs within a zone, where in a given direction there is a
region with zero area, limiting heat transfer access through the entire zone; the shielded portion of the

zone is shaded.

In this example, a pinch occurs in approximately the centre of the zone, preventing any heat from

flowing from the region highlighted as the ‘shielded portion’. This causes issues with how the resistance

is calculated according to Eq. 5.73, as is demonstrated in Figure 5.42 which presents the linear slice

heat transfer simulation of Figure 5.41:
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Figure 5.42: Example of how the liner slice heat transfer geometric procedure fails when a ‘pinch’
occurs, resulting in no tendency toward a constant heat transfer resistance.

The pinch distorts the volume average temperature of the zone, forcing it to tend toward a temperature

well above T, = 0 °C. As a consequence, the resistance (according to Eq. 5.73) does not tend towards

a constant value. To account for this, the code for this geometric procedure was amended to recognise

a pinch and made adjustments to the slice area and volume vectors before passing them through to the

heat transfer simulation. The first slice which has zero volume and area is identified as the pinch

position, and all slices after this position — the slices in the ‘shielded portion” — are set to O area and

volume. When using Eq. 5.73 to determine the resistance, the volume of zone i is not that of the whole

zone as computed in section 5.5.6.1.1, but of only the portion before the pinch position.
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Figure 5.43: The solution to the pinch problem: the shielded portion must be excluded from the
simulation in order to derive a representative conductive heat transfer resistance.

5.5.6.2.3: Natural Convection

A combination of conduction and natural convection occurs exclusively in the polyliner air phase,
Z = A. The same linear slice geometric procedure of section 5.5.6.2.2 is used in this phase, however
the thermal conductivity of the slices is A4 s = A4 - Fy ¢, Where A, is the thermal conductivity of

stagnant air and Fy . is the natural convection correction factor, derived in section 5.5.6.1.4.

5.5.6.2.4: Airflow

As discussed previously in section 5.5.6.1.5, the cooling impact of airflow is restricted to an intra-zonal
phenomenon and is driven entirely by airflow velocity per zone information (see section 6.3.2); this is
due to the decision to focus on developing a simplified heat transfer model. If an equivalently simplified
airflow model is to be developed independently, it would require a variety of inter-zonal properties to

be sufficiently predictive, especially at the pallet scale where airflow is exchanged between individual
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packages. Some brief comments on the nature of this information and how to appropriate it in a zonal

model framework is given here:

The most important inter-zonal property pertaining to airflow is the volumetric flowrate of air between
zones. This information is key to determining the rate of energy transfer through the air as it is pulled
from the front to the back of the pallet. Air that enters the system at the refrigeration temperature warms
as it absorbs heat from the hot fruit; this elevated air temperature moves into the box behind it, where
the temperature gradient between the fruit and air is significantly smaller, resulting in a decelerated rate
of cooling; and this trend continues, so that typically the boxes at the back of the pallet cool at the
slowest rate (O’Sullivan et al., 2016). In a similar vein, new packaging features such as a different
number, size or distribution of vents may promote cross-linkages of airflow on the pallet scale, so that
even if boxes near the rear of the pallet receive warmer air, this phenomenon is counter-acted by a
degree of by-pass cold air, promoting a more equitable pallet scale cooling profile. It is suggested that
an expression similar to the following be used to track the energy exchanges inside of the bulk air in

each applicable zone:
Gij1 = (QjipaCa-Toj)— (Qij - pa-Ca-Toy) (5.74)

Eq. 5.74 being based on an energy balance through a finite volume (Datta et al., 2007), where Q ji isthe
volumetric flowrate of air into zone i from adjacent zones j (m®-s™), Q; ; is the volumetric flowrate out
of zone i to adjacent zones j (m*:s™), and Ty, ; and To; is the temperature of the air entering and exiting
the zone, respectively. To utilise this equation in a solver requires the prediction of the full set of Qij;
it is suggested that this could be accomplished quickly and simply through the use of a resistance

network (Smale, 2004). Adapting a resistance network to a zonal framework represents a significant

challenge, where geometric procedures will need to be developed that are capable of converting vent
and bulk air phase geometries into representative friction factors, so that a global set of Q; ; values can

be iteratively appropriated.
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5.5.7: Zone Solver

This zonal model was designed to have a ‘pre-processing’ stage, where the model is voxelised (section
5.5.4), zoned (section 5.5.5) and converted into intra- and inter-zonal properties via the zone builder
program (section 5.5.6). These processes only need to be executed once for a given geometry or zonal

resolution, and the set of stored IP; and IP;; are used as inputs to predict the flow of heat through the

zonal network. The numerical integration is done with a separate program, the ‘zone solver’.

The zone solver uses the generalised ODE for temperature change, Eq. 5.18, to predict the cooling rate
through the fruit, packaging and air phases (the bulk air phase is held at a constant temperature, T;.;

see section 6.3.5) in each zone. For fruit, the temperature change ODE is:

intra—zonal inter—zonal
dTs;  [Bus+ Pua + Guie] + Lo bijs (5.75)
dt Vs Cs " ps

| —
thermal mass

Where the fluxes ¢;; , and ¢, ; , are from Table 5.2 and Table 5.3; and the intra-zonal exchanges are:

¢ii'1 - heffconv,SﬁA,i ' Aeffcond,SﬁA,i ' (TA’i N Ts’i) (5-76)
¢ii'2 - heffext,5—>0,i .Aeffcond,5—>0,i ) (Tref B TS,i) (5-77)
¢ii'6 - heffcond,5—>P,i .Aeffcond,S%P,i ' (TP'i - TS’i) (5-78)

And the inter-zonal exchange:
¢ij'3 - heffcond,s,ij .Aeffcond,s,ij ' (TS,j B TS,i)

Which are specific forms of the generalised heat flux equation, Eq. 5.19. The properties h.sr and A, ¢
are given by the geometric procedures (section 5.5.6) and are stored in the IP; and IP;; vectors. For the

inter-zonal exchange, a sum over 6 is performed, as there are 6 possible adjacent zones, and the
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directional tag for zone j is replaced by numerals: «=1,-=2, ® =3, ® =4, T=5and | = 6. For the

air phase, the ODE for temperature change is:

dTa; [~ i1 + Piiz + Piia] + Y01 0ij2

(5.79)
dt Vai*Ca~pa
Where the intra-zonal exchanges are:
Piis = Neff conpanpi Aeff conanopi’ (o = Tas) (5.80)
Piia = herf a0 AerT cona a0 (Trer = Tai) (5.81)
And the inter-zonal exchange:
Pij2 = heff ongnis Aeff conaai” (Tay = Ta) (5.82)
And for the packaging phase:
dTp,; _ [~ i3 + Piis — Piis] + Xi=1 Pija (5.83)
dt Vp,i*Cp-pp
Where the intra-zonal exchange is:
Piis = herf o psoi Aet conapoi (Trer = Trt) (5.84)
And the inter-zonal exchange is:
bija = herf onapis Aetf conapiy (Tpd — Tri) (5.85)

The zone solver numerically integrates Eq. 5.75, Eq. 5.79 and Eq. 5.83 using the MATLAB function
‘odel5s’ — this solver performed significantly more efficiently than ode45 which is used previously as
it can handle stiff differential equations easier — with inputs pertaining to the initial temperature, T;,
starting time, t,, and finishing time, t;. Starting at time ¢ = 0 and zone i = 1 (according to the Coordinate

Matrix, section 5.5.5 and Eqg. 5.20), the zone solver predicts the heat transfer in, out and inside of the
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phases of the zone. It then advances to the next zone, zone i = 2, and the process is repeated. This
continues until i = Niytq;, Where Niyiqr 1S the number of zones in the network. The predicted
temperature change is applied across the zonal network over a small time step, At, and the ‘odel5s’

function advances time to ¢t = t + At and the process is repeated. This continues until t = t;.

An example of the zone solver in action is provided in Figure 5.44. The cooling rate through a geometry
with 100 zones, external heat transfer conditions of h,,, =5 W-m2-K™, initial temperature of T; = 20
°C and refrigeration temperature of T,.. = 0 °C (see section 6.3.5 for more details) was solved over 20

hours of simulated cooling time:

a.) 20 20 b.) 20
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\ —— Packaging
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2 a 2
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5 2 5
a E o
£ 2 E
(b} ! Q
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Figure 5.44: The zone solver, applied to a geometry divided into 100 zones: a.) temperature and time
versus solver iterations, and; b.) predicted time-temperature curve. Each line represents an individual
zone, and colours represent phases (magenta for fruit, cyan for air and orange for packaging).

Figure 5.44a shows results from the zone solver in terms of solver iterations, where each line represents
a different zone and colours represent different phases. As it numerically integrates Eq. 5.75, Eq. 5.79
and Eq. 5.83 for each of the 100 zones, a very small time step is chosen at the onset of the simulation,
signified by the black line representing the cooling time at each solver iteration. Rapid changes in
temperature inside some air zones at the surface of the polyliner before equilibrating with adjacent fruit
zones (due to the low thermal mass of the air phase) requires a very small time step to properly account

for this stiffness — which is similarly so for the packaging phase, which also has a low thermal mass.
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When the network reaches equilibrium and there are less aberrations detected in temperature changes
per iteration, the time step is increased to save on computational overhead; in this example, it took
approximately 50 solver iterations for the network to reach equilibrium, which is only 0.01 hours of

cooling time. The solver continues until ¢ = t, resulting in Figure 5.44b, the practical output of the

zonal modelling approach: predicted temperatures of each zone and phase over time.

The zone solver was exceptionally fast: the example given in this section (a single box geometry with
100 zones; see section 6.3.5) took under 1 second with an Intel® i7-4770 and 16GB of RAM, a
significant advantage over DNS (section 5.3) from a computational efficiency perspective with solution

times that ranged from 0.5-12 hours, depending on which mechanisms were included.

5.5.8: Overall Model Structure

The computational structure of this new interpretation of a zonal model described thus far is as follows
(Figure 5.45):
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Figure 5.45: The computational structure of this new interpretation of the zonal modelling approach
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The model was structured so that there was a significantly larger and more computationally intensive
pre-processing step. Calculations done in this part include voxelisation of the input geometry (section
5.5.4), dividing the geometry into zones (section 5.5.5), and converting the voxelised zonal set into a
set of representative zonal properties via the geometric procedures (section 5.5.6.1 and section 5.5.6.2),
which is exported from the zone builder upon completion. This process, depending on the number of
zones, can take 10-20 minutes to complete — however, the data exported from the zone builder at this
stage represents R;,;, the internal resistance to heat transfer (from Figure 1.8 in section 1.2.5.1), one
half of the overall heat transfer equation. This being a function of the bulk fruit, polyliner and packaging
geometry, as well as the thermophysical properties which are model inputs, this information only needs

to be appropriated once for a given input geometry.

In the second step, the zone solver uses the outputs from the zone builder and combines it with
information about the airflow pathway, which represents h,,; (see Figure 1.8 in section 1.2.5.1), the
remaining half of the overall heat transfer equation, and is being worked on separately to this thesis, to
predict the local and global temperature profile. This process is very computationally efficient, taking
under 1 second to produce a result for approximately 100 zones (see section 5.5.7). An optimization
loop is therefore possible with the model structured in this manner, with most of the computational
overhead shifted into the pre-processing stage to vastly accelerate the speed of each iteration. While the
heat transfer solution portion of the optimization loop is satisfactorily expeditious, the speed of the
overall loop is still also dependent on the efficiency of the airflow model — this is explored later in

section 7.3.1.

5.6: Conclusions

In conclusion, a new interpretation of the zonal modelling approach was developed. In line with this
thesis’ goals, the model was fast, with heat transfer solution times on the order of 1-2 seconds; flexible,
as the computational subroutines called ‘geometric procedures’ were designed to be universal, allowing
a wide variety of bulk fruit shapes to be valid model inputs; and automated, as the ‘zone builder’ pre-

processing step was capable of algorithmically generating the zonal network without manual

272



Chapter 5 — Model Development

intervention or decisions. These three features combined make this modelling approach a potentially
universal model for heat transfer problems in horticulture, greatly accelerating the rate at which
modelling can be used to solve real-world problems. The efficacy of the geometric procedures, the
ability for the zone builder to construct the zonal network and the accuracy of the solution produced by

the zone solver are all explored later in chapter 6.
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Chapter 6

Model Validation

6.1: Introduction

A fast, flexible and automated (i.e. algorithmically generated/configured) heat transfer model was
developed in chapter 5. In this section, the model and the assumptions used to construct it are validated,
both numerically and experimentally. In section 6.2, the average voxel distance calculator (AVDC) is
tested against a variety of objects; and a single box scale zonal network is validated against an equivalent
Direct Numerical Simulation geometry under the same simplified cooling conditions to confirm the
validity of the other geometric procedures. Finally, in section 6.3 the zonal model is compared at the
single box scale to experimental measurements taken in chapter 3; where in lieu of a simplified airflow

model, Computational Fluid Dynamics was used to provide airflow velocity information.

6.2: Numerical Validation

6.2.1: Introduction

The geometric procedures developed in section 5.5.5.6 — such as the AVDC, porous media modified
Rayleigh number correction of fluid conductivity, and the linear slice inter-zonal resistance procedure
— were designed to quickly and automatically construct a zonal model from a given geometry input
(which may have also been automatically generated, see section 4.4). Speed, flexibility and automation
concerns meant that accuracy was a necessary sacrifice, however the degree to how much additional
error has been introduced has not been determined. Therefore, the zonal approach and its associated
geometric procedures are tested against a more direct and detailed modelling methodology, namely a

DNS scheme.
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6.2.2: Validation of Intra-Zonal Geometric Procedures

A seminal element of the zonal models pre-calculation phase is the geometric procedures of section
5.5.5.6, a series of computational operations that were designed to convert individual zones into a small
set of zonal properties in an automated fashion. Though parts of the intra-zonal geometric procedures
were validated to some extent for simple objects (see section 5.5.6.1.3), it is pertinent to further test the
universality of the techniques developed and to demonstrate that a simplified lumped approach can
perform similarly to more detailed modelling methodologies, such as DNS schemes, when predicting

the rate of heat transfer.

The geometric procedures were validated by applying them to a wide variety of input shapes and then
using the small set of derived lumped properties to predict the time-temperature curve. The predicted
cooling rate was then compared to a finite element model with an equivalent geometry, thermal
properties and external cooling conditions. Each scenario represented a one phase system, with
conduction heat transfer within the interior of the object, and convective cooling on the surface of the

object. In accordance with Figures 5.25, the lumped approach can be described as an electrical analogue

in Figure 6.1:
T Rint Tsurf Rext Tref
Average Object \ f
External
Temperature Internal .
C ) Resistance
tot Resistance
Surface Ambient

Temperature  Temperature
Thermal
Mass

Figure 6.1: Electrical analogue for heat transfer between an object and refrigerated airflow using
lumped properties. Image derived from van der Sman (2003).
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The generalised ODE for the volume average temperature change — a simplified form of Eq. 5.18 — for

the lumped approach is (derived from Figure 6.1):

(6.1)

Where T is the volume average temperature of the object (K); Trer s the refrigeration (ambient)
temperature (K); A is the heat transfer surface area (m?); hesr is the effective heat transfer coefficient

(W-m2.K1); and C,,; is the thermal mass of the object (J-K1). The effective heat transfer coefficient is
the reciprocal sum of the internal and external resistances:

1

S (6.2)
Rint + Rext

hesr =

Where R;,; is the internal resistance to conductive heat transfer (m?-K-W1); and R, is the external
resistance to convective heat transfer (m2-K-W-1). Defined previously in section 5.5.6.1.3, the internal

resistance in the lumped approach is defined as:

_ din (6.3)

Where d,,,,, is the product of the AVDC (m), and is the average path of least resistance; and A is the
thermal conductivity of the object (W-m-K1). The external resistance is the reciprocal of the external

heat transfer coefficient:

1
Rext = 17—

(6.4)
hext

Where h,, is the external heat transfer coefficient (W-m2.K-1), which as described in section 5.5.6.1.5,
is used to describe the aggregate effect of a particular airflow velocity and pattern. The thermal mass

is:

CtOt = M : C (65)
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Where M is the mass (kg); and C is the specific heat capacity (J-kg*-K™*). Mass can also be determined

by the volume:

M=V-p (6.6)

Where V is the volume of the object (m?), and p the density (kg-m). Thus, expanding Eq. 6.1 gives:

> ’ A (T — Trer)
— min
d_T T + o (6.7)
dat V-p-C

Examining Eq. 6.7, the hypothesis to be tested in this section is that the geometric information of any
object can be condensed into just three lumped properties: the volume (V), heat transfer surface area
(4) and average path of least resistance (d,,,,). These are computed expeditiously and automatically
by the geometric procedures using methods outlined in sections 5.5.6.1.1, 5.5.6.1.2 and 5.5.6.1.3,
respectively; and assume that the input object has been voxelised, which is also a fast and automated
procedure (section 5.5.4). These coupled with the material properties — the specific heat capacity (C),
thermal conductivity (1) and density (p) — as well as external cooling conditions — the refrigeration
temperature (T,.r) and external heat transfer coefficient (h.,;) — and initial conditions — initial
temperature (T;) — allows Eq. 6.7 to be solved. Numerical integration of Eq. 6.7 was performed using a

Runge-Kutta method implemented in MATLAB as the ‘ode45’ function.

The resulting time-temperature profiles for the lumped approach (Eqg. 6.7) are compared with the finite
element approach with the same geometry and external cooling conditions, modelled using COMSOL
Multiphysics (version 5.2). Each object is meshed with a high resolution of tetrahedral finite elements.
Conduction within the object is modelled as:

oT
prCrar=V(A-VD) (6.8)

Where V the vector differential operator. External cooling was imposed as a Robin boundary condition

(Mercier et al, 2017a):
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—AVT - = Rgyr * (T — Trer) (at boundary Q) (6.9)
Where n is the normal vector and (Q is the entire external surface of the object.

All objects were given the same thermal properties as a kiwifruit — A = 0.542, ¢ = 3713 and p = 1037
(see section 5.4). Every scenario had an initial temperature of T; = 20°C and a refrigeration temperature
of T,..; = 0°C. To demonstrate the flexibility and automation of the lumped approach, each predicted
lumped temperature profile used the exact same MATLAB code, with the exception that a different

shaped object was imported at the beginning of the script.

The first set of objects were simple regular shapes (spheres, cubes, finite cylinders and cones;
Figure 6.2a - d, respectively). Each scenario had the same external cooling conditions of
hexr = 10 W-m2.K™1, while the size of the objects was changed so that the accuracy of the lumped
approach at different length scales could be investigated. Overall it appears that the lumped approach
was successful at predicting the cooling rate for the objects studied, successfully computing lumped
properties that were representative of the disparate geometries. The lumped approach was least accurate
for cubes, with a moderate degree of over prediction across all length scales. Furthermore, the lumped
approach performed poorly at larger length scales, with objects at 0.4m and 0.2m dimensions showing
larger differences between the simplified and detailed modelling methodologies. As analytical solutions
for volume and surface area are also available for each of these objects, comparing these to the
algorithms for appropriating ¥V and A from the voxelised geometries showed they were sufficiently
accurate — geometric procedures in section 5.5.6.1.1 and section 5.5.6.1.2 predicted a volume and area
to within 2% of the analytical solution. This led to the conclusion that at larger length scales the
relationship between the fully developed temperature gradient and the geometry of the object is no
longer sufficiently linear, so that d,,,,,,/ is not an acceptable approximation of the internal resistance.
Additionally, as seen for cubes, cylinders and cones at the 0.4 m length scale, the shape of the
temperature profiles deviated: the lumped approach and Eq. 6.7 can only predict a perfectly
exponentially decaying curve, while a finite element model with a high degree of volume discretization

is capable of providing more nuance in the temperature profile. In context with sections 5.5.5 and 5.5.6
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and the zonal modelling methodology, this is a favourable result: the lumped approach is more accurate
at the 0.1 — 0.025-meter length scale, which is the approximate size range of an individual zone, in the
intended examples. However, this gives an additional recommendation for the ideal zoning strategy and

zoning size (section 5.5.5), which is explored in further detail later (section 6.2.3.2).

Further testing of the geometric procedures was done on spheroids and cuboids at the recommended
small scale of 50 mm radii/lengths, in Figure 6.3. This exercise flattened (Figure 6.3a and c¢) and
stretched (Figure 6.3b and d) these objects into a number of ellipsoids/cuboids of diverse sizes/shapes
to demonstrate the flexibility of the simplified approach. Each scenario was cooled at
Rext = 10 W-m2-K, The lumped approach showed an agreement to the finite element approach in all
scenarios, but the ellipsoids (Figure 6.3a and b) showed a better prediction than the cuboids
(Figure 6.3a and b). Thus, it would appear that d,,,,,/A is a closer approximation of the internal

resistance when applied to rounded objects.

The universality of the geometric procedures were pushed to the extreme in Figure 6.4. 4 irregular
shapes were chosen, with a fixed scale and cooled at a variety of conditions, ranging from
hext = 2.5 to 40 W-m2-KL, First was a helix with 3 curls (Figure 6.4a), followed by a torus
(Figure 6.4b). These are objects where the ‘centre’ temperature is not at a single point, but is distributed
throughout the geometry. Despite this paradigm shift from previous comparisons, the lumped approach
still performed well compared with the more detailed finite element approach. Figure 6.4c applies the
geometric procedures to a shape relevant to this project: a kiwifruit shape, generated using the shape
equation of section 4.3. The fruit was an ‘averaged’ size count 36 Hayward kiwifruit. Across all cooling
conditions, the simplified lumped approach predicted the expected cooling curve well. Finally, the
object in Figure 6.4d was chosen for its recognisability but more importantly, extreme irregularity: a
bust of the Statue of Liberty (credit to jerry7171 who created the 3D model for the statue, taken from
https://www.thingiverse.com/thing:508637, accessed on July 1st 2017). Unlike the previous objects
which can be described in terms such as lengths, radius’, diameters and/or curls, the bust of the Statue
of Liberty has no definite dimensions (the ‘height’ is given to communicate the approximate scale of
the object).
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Figure 6.2: Simplified lumped approach (solid lines) versus the finite element approach (circles) for
simple objects: a.) spheres; b.) cubes; c.) finite cylinders, and; d) cones. Externally cooled at hy; = 10

W-m2.K™ in all scenarios. Length scales in meters.

280



Chapter 6 — Model Validation

) Ellipsoids (flatten)

— Lumped
O Finite Element

20

Volume Av. Temp. (°C)

Time (hours)

Cuboids (flatten)

@
R

— Lumped
O Finite Element

Volume Av. Temp. (°C)

Time (hours)

®)  Ellipsoids (stretch)

20 — Lumped
O Finite Element
o
o]
E 15
g
)
=
é 10
:
R
-
0
0 1 2 3 4 5 6
Time (hours)
d. -
) Cuboids (stretch)
20 — Lumped
O Finite Element
€ s L-*‘\‘r"'!*L?'TI—vL-‘L.
= 10 L;=50
=
:
CH]
-
s
0 1 2 3 4 5 6

Time (hours)

Figure 6.3: Simplified lumped approach (solid lines) versus the finite element approach (circles) for:
a.) flattened ellipsoids; b.) stretched ellipsoids; c.) flattened cuboids, and; d.) stretched cuboids.
Externally cooled at h,,; = 10 W-m2.K™ in all scenarios. Length scales in millimetres.
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Figure 6.4: Simplified lumped approach (solid lines) versus the finite element approach (circles) for:
a.) a helix; b.) a torus; c.) an average sized count 36 kiwifruit , and; d) an irregular shape, a bust of the
Statue of Liberty. Externally cooled at from h,,, = 2.5 — 40 W-m2.K™*. Length scales in millimetres.

Despite the bust containing many complex features combined into the one object — such as a crown
(consisting of thin pseudo-cylindrical appendages), face (approximately an ellipsoid but with facial
features like a brow, nose, mouth and hair) and base (with parts of Lady Liberty’s arms and chest, and
hints of her robe) — the hypothesis to be tested was that any object can be simplified adequately by just
3 lumped properties — A, V and d,,,,, — With no prior assumptions about the shape of the geometry, and
appropriated in a fashion that is easy, fast and automated. This is confirmed by Figure 6.4d, where the

simplified lumped properties predicted an average cooling rate close to the result of the finite element
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approach. Furthermore, producing the lumped approach temperature profiles were much easier than for
the finite element case, for these very complex shapes. For the finite element approach, the original
surface mesh had to be cleaned manually in Blender by inspecting individual vertices and removing
overlapping points and faces before it could be meshed properly in COMOL (Figure 6.5a); this is a
time-consuming and manual procedure that would be difficult to perform algorithmically. Figure 6.5a).
Alternatively, for the simplified approach, the original surface mesh was imported verbatim into the
voxeliser (section 5.5.4), where it was converted into a voxel grid expeditiously and automatically
(Figure 6.5b; 7 second voxelisation time) so that the lumped properties could be approximated using

the geometric procedures.

a.) Tetrahedral Finite Element Mesh b.) Voxelised Geometry

L4
™

\ O

Figure 6.5: Statue of Liberty geometry in both modelling approaches: a.) a tetrahedral finite element
mesh; b.) a voxelised geometry (0.25 mm? voxel size).

Having demonstrated the efficacy of the intra-zonal geometric procedures across a range of scales and
shapes, it is appropriate to conclude this section with an application to a highly relevant geometry: a
cuboid shaped zone. The sinuous geometry of individual phases inside of zones as a result of a cuboid
zonal shape was of great concern (see section 5.5.5) and was a primary motivator for the development
of the AVDC as a universal procedure to handle such complexities. Thus, the lumped approach was
applied to a cube-shaped zone, with 63mm length sides, excised from the centre of a CT scan of

kiwifruit (see section 4.2), and is shown in Figure 6.6a.
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Figure 6.6: a.) a cube shaped zone taken from the centre of a CT scan of fruit, with a complex intra-
zonal fruit geometry (length scales in millimetres); b.) predicted cooling curves of the fruit phase inside
of the cuboid zone using the simplified lumped approach (solid lines) and finite element approach
(circles) cooled on the fruit-air surface at h,,; = 2.5 - 40 W-m?%K™,

Figure 6.6a is typical of an intra-zonal geometry when zoning a box into cuboid shaped zones: each
zone will most likely contain several bisections from different fruits, with some parts connected and
others separated. For this demonstration, only the fruit phase is modelled. The air phase is instead
considered as some degree of convective cooling, h,, = 2.5 to 40 W-m2-K™, on all internal surfaces —
highlighted in blue in Figure 6.6a. As this is an investigation of the intra-zonal cooling rate, the surfaces
at the edge of the zone are modelled as insulated, as heat will flow through these 6 boundaries according
to the inter-zonal properties, which are separate heat fluxes (see section 5.5.6.2.2, Table 5.3). This
complex zonal shape was imported into COMSOL for a finite element comparison by converting the
voxelised CT scan data into a surface using the ‘isosurface” MATLAB function and exporting it as an
stl file. Again, like with the Statue of Liberty example, the shape data had to be extensively cleaned by
hand in Blender before COMSOL was able to mesh the geometry successfully. Conversely, the native
voxelised CT scan data was able to be used verbatim by the geometric procedures to appropriate the

lumped V, A and d,,,,,, metrics quickly and easily.

The results of the two approaches are compared in Figure 6.6b. The lumped approach follows the

cooling trends of the more detailed finite element approach across the different rates of external
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convection, but the agreement decreases as h.,; increases. However, considering a maximum difference
of 1.5°C over 6 hours of cooling for the most extreme example (h,,; = 40 W-m2-K™1, magenta lines
and circles), this difference could be considered well within the range of acceptability when considering
the lumped approach can be universally applied to any zonal geometry, is computationally efficient,
and is an automated procedure. Furthermore, a zone with this configuration of fruit is in the centre of
the box, which would under normal circumstances have a lower local air velocity, and therefore a lower

h.,: value, where the accuracy of the lumped approach is much higher.

While the shape of the zone tested in Figure 6.6 was a cube, there is no requirement that zones be
equidistant. Should it be desired that skewed — or cuboid shaped — zones be created, then the simplified
approach should be able to be applied verbatim without a decrease in accuracy. This is investigated in

Figure 6.7.

Figure 6.7a has the same intra-zonal geometry as Figure 6.6 but divided in half along one axis to create
a skewed zone. Figure 6.7b was another division along the same axis, creating an even more skewed
zonal shape. Comparing the resulting cooling profiles (Figure 6.7c and d) of the simplified approach
and the finite element approach, a similar trend as Figure 6.6 is revealed: while the overall accuracy of

the simplified approach is satisfactory, it decreases as h,,; increases.
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Figure 6.7: a.) a skewed zone taken from the centre of a CT scan of fruit; b.) an increasingly skewed
zone taken from the centre of a CT scan of fruit (length scales in millimetres); predicted cooling curves
of the fruit phase inside of the zone for the simplified lumped approach (solid lines) and finite element
approach (circles) for the c.) skewed zone, and d.) severely skewed zone.

In conclusion, the intra-zonal geometric procedures developed in section 5.5.6.1 are shown to be
sufficiently comparable to a more detailed modelling methodology; and also confirms that just three
lumped properties, d,,;n, V and A, can satisfactorily predict the cooling profile of a wide variety of

geometries, including a representation of an intra-zonal fruit geometry.
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6.2.3: Validation of Zonal Network

6.2.3.1: Introduction

Section 5.5.6 demonstrated the ability for this interpretation of the zonal modelling approach to generate
a self-forming zonal network as a function of a generic input geometry. Having validated some of the
geometric procedures, for zones in isolation (section 6.2.2 and Figure 6.6), the validation should be
expanded to a network of zones, the proper context in which a zonal model will be used. This will
demonstrate that the zonal properties appropriated via the automated zone builder (section 5.5.6) and
its associated geometric procedures are indeed representative; and when used with the zone solver
(section 5.5.7) and integrated numerically, the zones communicate with each correctly to produce the
expected time-temperature profile on both a local and global level. Numerical validation is performed
in this section by comparing the results derived from the zonal network with an equivalent finite element

model.

6.2.3.2: Validation of Single Box Zonal Network

The model geometry chosen for this validation exercise was identical to the fruit-polyliner geometry of
the previously used finite element model (section 5.2), which was constructed to mimic the geometry
of the manually stacked boxes used during experimental cooling trials (section 3.3 and section 3.4). An
important distinction between the two models was rather than applying the near-miss principle as was
done in the finite element case (Ferrua and Singh, 2009c), the overlap principle was applied instead: as
a small gap between fruit is interpreted by the geometric procedures (section 5.5.6.2.2) as an infinitely
high resistance, each fruit was increased in volume by a small percentage to encourage fruit to touch a
small amount. Each fruit volume was increased by 3% in Blender and the overlapping surfaces between
fruits removed. The polyliner was generated according to section 4.4.5, with identical settings
(Subdivide = 6, Offset = -0.00035 and Smooth = 5). The fruit and polyliner geometries were imported
into the Zone Builder as separate .stl files and voxelised to a 1mm? voxel resolution, an automated
process taking less than 60 seconds. The geometrical identicalness of the two approaches is made clear

Figure 6.8. After voxelisation, the fruit-polyliner geometry was divided into cuboid shaped zones
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(section 5.5.5). The chosen zonal resolution is likely to have an impact on model performance — a
smaller number of zones may be beneficial in terms of the efficiency of zone builder, and may also
increase the speed of the Zone Solver, but at the expense of a larger zone size which may compromise
the ability of the geometric procedures to function correctly, resulting in non-representative zonal
properties and a poor prediction of the cooling rate (section 6.2.2). Conversely, a more detailed zonal
resolution may improve the accuracy of heat transfer through each zone and by extension, the accuracy
of the global solution; but at the expense of a lengthier zone builder and Zone Solver. Investigating
changes to zonal resolution are also necessary for validating the geometric procedures ability to adapt
to any zone size or intra-zonal geometry. A variety of zonal resolutions were therefore tested, and are
shown in Figure 6.9. Zonal Network A divided the geometry into 3 zones along the X-axis, 3 along the
Y-axis and 2 along the Z-axis — Ny = 3, Ny = 3, N, = 2 —to create 18 zones (Figure 6.9a). Additional
zonal networks had Ny = 4, Ny = 4, N, = 3 for zonal network B, 48 zones (Figure 6.9b); Ny =5, Ny =
5, N, = 4 for zonal network C, 100 zones (Figure 6.9c); and Ny = 6, Ny = 6, N, = 5 for zonal network

D, 180 zones (Figure 6.9d).

a.) Finite Element Geometry b.) Voxelised Geometry

Figure 6.8: Model geometries for each modelling approach: a.) finite element model, meshed into
tetrahedral finite elements; b.) zonal model, voxelised into 1 mm? cubic voxels.
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a.) Zonal Network A, 18 Zones (3X3X2) b.) Zonal Network B, 48 Zones (4x4X3)
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Figure 6.9: Zonal resolutions used in this validation exercise: a.) zonal network A, with 18 zones; b.)
zonal network B, 48 zones; c.) zonal network C, 100 zones, and; d.) zonal network D, 180 zones.

As this project is concerned with the development of a heat transfer model, the primary matter is to
determine the efficacy of a zonal network to correctly predict the internal resistance to heat transfer.
Therefore, the same simplified external cooling conditions are imposed on the zonal network as was for
the finite element model, with an external heat transfer coefficient, h.., being applied uniformly across
the fruit-polyliner surface, to represent a specific refrigerated airflow velocity and pattern. This h,,; is
applied as a resistance to external heat transfer, R, = 1/hy¢, Uniformly across the phase Z = 0 (bulk
air phase, see section 5.5.6.1.5). The external convection rates explored in this exercise were h,,; = 5,
10, 20 and 40 W-m2-K (these approximately correspond to the expected heat transfer coefficients for
air flow rates ranging from nearly 0.2 m-s** to 6.0 m-s* (ASHRAE, 2010). Differences in h,,; from
zone to zone as a result of airflow patterns are ignored in this exercise, but are explored later during

experimental validation (see section 6.3).
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The finite element model in this exercise was identical to that of section 5.2 and section 5.3.2.2, with
conduction heat transfer through the fruit, and a combination of conduction and natural convection in
the polyliner air (with buoyancy induced motion through the air phase modelled explicitly). Respiration,
evaporation and thermal radiation were ignored (see section 5.3). The thermal properties were as

derived in section 5.4. The simulation predicted the temperature change over 20 hours of cooling.

For the zonal approach, the geometric procedures of the zone builder was applied to each of the zoning
strategies of Figure 6.9. Natural convection was incorporated through an effective thermal conductivity
for the polyliner air (derived in section 5.5.6.1.4), which was 4, . = 0.0393 W-m™-K"* (given that the
porous medium modified Rayleigh number was Ra* = 61.4 and Nu = Ra*/40 = 1.53, the effective
thermal conductivity was Nu = A4 ¢/ 44), otherwise the thermal properties were as derived in section
5.4. The Zone Solver was set up to predict the temperature change through each zonal network over a

20-hour time period.

The two approaches were first compared visually, to elucidate the nature of the solutions derived from
a zonal model. Fruit temperatures are visualised at different cooling times, with external cooling
conditions of h,,; =5 W-m?2-K, for the finite element model and all of the studied zonal networks, in
Figure 6.10. The finite element approach, being meshed to a high degree of detail, makes predictions
of fruit temperature gradients with a high fidelity. It can be seen clearly in Figure 6.10a that the fruit at
the edges of the stack are predicted to cool much faster, having direct contact or is in close proximity
to the external cooling air. This subsequently forms a warm core of fruit in the centre of the box that
are shielded from the effects of the external cooling. This approach is detailed enough to predict
gradients through individual fruits, but comes at the expense of having prohibitive solution times of
approximately 1 hour. Results from the zonal approach are presented by rendering in 3D the intra-zone
fruit geometry of each zone and colouring the result according to the predicted volume average fruit
temperature. Given that the zonal approach is a lumped approach, a single volume average fruit
temperature is predicted per zone. As a result, at low zonal resolutions such as zonal network A
(Figure 6.10Db), even though there is an overall change in temperature that appears to be on par with the
finite element model, the prediction of temperature gradients through the box is very poor and does not
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reflect the large levels of temperature heterogeneity that were observed in section 3.3 and predicted in
the finite element approach. However, as the zonal resolution increases and more temperature positions
are modelled, the expected heterogeneous temperature profiles begins to manifest, with there being the
distinctive cold ‘outer shell” of fruit zones, with a warmer core of fruit zones, as seen in Zonal Network
D (Figure 6.10d). This brings the zonal approach into closer agreement with the predictions of the finite
element approach, but at a significant savings in computational efficiency — the zone solver operated
on the order of seconds, taking approximately 0.3, 0.4, 0.6 and 1.4 seconds to solve the heat transfer
rates for 20 hours of simulated cooling through the entirety of zonal networks A, B, C and D,

respectively.

291



Chapter 6 — Model Validation

a.) Finite Element Approach

h 5h

I
~

20

(o \
Nt 2 ®

b.) Zonal Network A (18 Zones, Ny=3, Ny=3, N;=2)

Sh 10h

ol

c.) Zonal Network B (48 Zones, Ny=4, Ny=4, N;=3)
5h 10h

1
=
(D,) 2rmeradwa]

d.) Zonal Network C (100 Zones, Ny=5, Ny=5, N,=4)

5h 10h

e.) Zonal Network D (180 Zones, Ny=6, Ny=6, N;=5)

sh 10h Y 20h
- aegel
e

Figure 6.10: Visualisation of the predicted local temperature profile over 20 hours of cooling at
5 W-m2K™: a.) finite element model; zonal model, b.) network A (18 zones); b.) network B (48 zones);
c.) network C (100 zones); d.) network D (180 zones).

N

The quality of the predictions from the zonal approach were further examined through quantitative

comparisons of predicted global and local temperature profiles:

Comparisons from a global perspective were made by plotting the volume average time-temperature
profiles of all fruit for each modelling approach. Results are shown in Figure 6.11. Generally, it appears
that the zonal approach is similar, to the finite element, for predicting the internal response to changes
in external cooling conditions. At low zonal resolutions (zonal network A, 18 zones), the predicted

internal resistance was appreciably higher than that predicted by the finite element, indicating that the
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geometric procedures may function poorer at larger zone sizes — this observation aligns with previous
work (Figure 6.2a). Increasing the zonal resolution reduced individual zone size, improving the
accuracy of individual zonal properties and by extension, the prediction of the global transfer rate —
network B, with 48 zones, was potentially still in a range where zone size was too large, and only offered
a slight improvement from network A; whereas network C, with 100 zones, showed a very close
alignment with the finite element profile; and network D, with 180 zones, showed a negligible
difference compared with network C, indicating that zonal network C (Figure 6.9¢) was the ideal zonal
resolution. The shape of the curves produced by each approach were slightly divergent, with the finite
element approach predicting a faster cooling rate at the beginning of the cooling process and a slower
rate near the end compared with the zonal approach — an observation also seen in the single zone
investigation of cylinders (Figure 6.2c, red line). This is caused by the zonal approach being a simplified
approach with lumped properties, where a single zone in isolation is only capable of cooling in a
perfectly exponential manner. This is mitigated to an extent in a zonal network environment, where
through inter-zonal exchanges of heat there can be non-exponential cooling overall as the temperature
gradients in different directions are disparate (this behaviour is observed later when looking at
individual zone cooling rates); however, in an overall sense the zonal model follows a more closely
exponential cooling profile than the more detailed finite element model, which is capable of producing

more nuanced results.
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Figure 6.11: Comparison of volume average temperature profile predictions for the finite element
model (circles) and zonal approach (lines), over a variety of zonal resolutions and external cooling
conditions: a.) 5 W-m?%K?*; b.) 10 Wm2K?; ¢.) 20 W-m?.K?, and; d.) 40 W-mZK™.

The variation between finite element and zonal predictions was greatest at high external rates of heat
transfer, h,,; = 40 W-m2-K*, or Figure 6.11d, where the time-temperature curve of the zonal model
was colder for all zonal networks. This result is echoed in the previous work of Figure 6.6 and Figure
6.7, showing that a lumped approach produces a faster cooling profile than finite element modelling at
elevated external cooling rates. However, the maximum difference between network D and the finite
element model was 0.9°C over 20 hours of cooling, a degree of error that is probably well within
acceptable experimental limits, especially considering the ~1.4 second solution time of the zonal model

and the automated nature through which it was produced.

These results support this new interpretation of the zonal approach. It shows that the zone builder can

successfully generate a representative set of zonal properties from an input geometry to predict the
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global internal resistance to heat transfer in an automated fashion; and it also shows that the zone builder
is able to adapt to changes in the zonal resolution, zone size and intra-zonal shape. The zone solver also
appears to work successfully in communicating transfers of heat throughout the zonal network in an
expeditious manner, where increases to the number of zones did not add to the computational overhead

significantly.

Further validation of the zonal approach was done by comparing from a local perspective. Comparing
the temperature differences on a fruit-to-fruit basis is difficult due to the disparate nature of the data —
for example, each fruit is its own distinct object in the finite element model, but in the zonal approach
each zone contains excised pieces from a number of different fruits. It was therefore decided that
temperatures at specific positions be compared, these being the centre position of the same 12 fruit that
were chosen for instrumentation during experimentation (section 3.3 and section 3.4). The chosen 12
temperature positions are illustrated in Figure 6.12. The temperature at these 12 positions are plotted
over the 20 hour cooling period in Figure 6.13 for external conditions of h,,; =5 W-m2-K™ to provide
at least one detailed visual study of comparative local performance. The remaining external cooling
conditions, h.,; = 10, 20 and 40 W-m2-K™1, are compared using the Overall Heterogeneity Index, or
OHI, developed previously in section 3.2 as a quantitative metric that assesses total process

heterogeneity.

Bottom Layer

Figure 6.12: Fruit positions used to compare local temperature predictions and heterogeneity; identical
to positions used during experimentation (section 3.3).

While at a global level there is near parity between the two approaches (Figure 6.11a), Figure 6.13
reveals there are some notable differences at a local level. Generally speaking, while there is an

agreement at positions at the very top and bottom of the stack, such as temperature positions 2 and 11,
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the zonal approach under-predicts (relative to the finite element method) the cooling rate of fruit at the
edges, such as temperature positions 1, 3, 10 and 12; and over-predicts the cooling rate of fruit in the
centre of the stack, such as positions 5 and 8. As the zonal resolution increases, the differences between
the approaches typically shrinks — though there is some nuance to this statement, with network D
performing closer to the finite element method at the edges, but diverges more at the centre, when
compared with its alternatives. Some of the differences can be explained due to the differing nature of
the predictions. The time-temperature profiles from the finite element model represent point positions;
while conversely the zonal approach, being a lumped approach, represents the volume average

temperature of the zone nearest to the position.
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Figure 6.13:Comparison of local temperature profiles between the zonal and finite element models at
12 temperature positions (Figure 6.12) for external cooling conditions of hey = 5 W-m?-K™,

For cooling scenarios, the volume average temperature is normally cooler than the centre temperature
(Holman, 2010), which may explain some of the discrepancies (such as positions 5 and 8), but the
opposite is true in other locations (such as positions 1 and 3). The more persuasive explanation is that
the divergence is a consequence of volume averaging itself — fruit zones at the edges extend further
inside the polyliner than a single fruit would, and these fruit inside of the polyliner are warmer due to

being further away from the effects of the refrigerated air. Generating an average temperature for the
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entire zone results in an overall temperature that is warmer than would be expected if gradients
throughout the geometry were modelled explicitly, as is done in the finite element model. Similarly,
zones in the centre of the box include sections of fruit that are closer to the edges, which are cooler from
closer proximity to the external air, resulting in a volume average temperature that is cooler than the
finite element method. Overall, this results in, from a volume average perspective, a seemingly less

heterogeneous cooling profile.

Computing the OHI from these 12 temperature positions revealed that the zonal approach predicted an
absolute process heterogeneity of approximately half of that of the finite element model: with OHI =
0.115 from the finite element model, and OHI = 0.0532, 0.0592, 0.0622 and 0.0573 for networks A, B,
C and D, respectively (note: 20 hours of cooling at h,,; =5 W-m2-K was not enough time for the box
to reach the seven eights cooling time, or when the average fractional unaccomplished temperature
change reaches Y = 0.125, which is the recommended process end time with which the OHI is
calculated. Therefore, the process end time was re-defined for this exercise as ¥ = 0.182 as this is was
average fractional unaccomplished temperature change for the slowest cooling box at 20 hours of
cooling). The error is much less significant when viewing the OHI for the other cooling conditions,
such as Figure 6.14 which plots OHI versus h,,; for the finite element model and all of the zonal
networks. It can be seen that as the external rate of heat transfer increases, the cooling rate becomes
more variable and the OHI increases. Although the absolute OHI was much lower for the zonal model,
the relative change in OHI matches that of the finite element approach. Therefore, if using the zonal
model as it is intended — in an optimization loop, investigating many package designs/cooling
conditions — so long as the same zonal network is used, the relative heterogeneity can be reported with

authority and used as a design optimization metric.
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Figure 6.14: Comparison of overall process heterogeneity (OHI) for the finite element model (circles)
and the zonal model (squares, lines) over each cooling condition, heyy = 5 — 40 W-m-2:K-1. OHI was
computed with a modified process end time of Y = 0.182.

In conclusion, this new interpretation of a zonal modelling approach was shown to be comparable to
the much more detailed finite element approach. Small differences at the global level and more
substantial differences at the local level were deemed acceptable considering that each zonal model in
this exercise was automatically constructed with the zone builder program, and solved in under 2
seconds — in comparison to the laborious meshing process and ~1-hour solution times of the finite
element approach. This result validates the geometric procedures of the natural convection correlation
(section 5.5.6.1.4) and the inter-zonal linear slice algorithm (section 5.5.6.2.2), each scaling

appropriately to different zone sizes and intra-zonal geometries.
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6.3: Experimental Validation

6.3.1: Introduction

Finally, the zonal approach was validated with respect to experimentally observed cooling rates and
levels of cooling heterogeneity, collected previously in section 3.4. Information pertaining to the pattern
and velocity of airflow through the interior of the box was required. Collecting this information could
be through empirical means, such as in Tanner et al. (2002a) or Smale (2004), where the velocity of air
was measured in vital locations via anemometry; or it could be derived from an airflow model of some
description. Both of these options represent a problem from the perspective of the limitations imposed
on this project: using experimentally determined airflow information places a prohibitive limit on the
number of package designs which can be tested, as each will need to be fabricated and measured, a clear
violation of the flexibility principle; and alternatively, using established models for airflow prediction,
such as Computational Fluid Dynamics (CFD), has potential to be more flexible, but is prohibitively

computationally intensive.

It was ultimately decided that the airflow model route would be taken, with care to incorporate the
airflow model into this zonal heat transfer model in such a fashion that future work can improve upon
the speed and universality of velocity and pressure prediction with minimal to no amendments to the
core functionality of the zone solver. This was accomplished by retaining the use of an external heat
transfer coefficient, h,,., in the bulk air phase of the zonal model, where each zone is capable of having
aunique h,,; which reflects the airflow pattern through the interior of the box as a result of the package
ventilation and location of the zone, denoted as h,,.; Where i denotes a specific zone. hg,.; will be
predicted as a function of the velocity of the air flowing through that zone, u; —as well as other variables
such as the geometry of the bulk air phase inside of the zone — with the velocity through each zone
predicted using CFD. Developed in this manner, it would be trivial for the CFD part of the model,
undeniably the most time consuming and rigid aspect, to be replaced with an alternative simplified
approach — such as a resistance network model (Smale, 2004). This simplified airflow model is being

actively pursued by different researchers in the CPRR.
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The CFD airflow model was developed in COMSOL, the development process and results given in
section 6.3.2. The correlation between u; and h,, ; is explored in section 6.3.3, which also compares

the results from the zonal model to experimental data.
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6.3.2: Airflow Model (Computational Fluid Dynamics)

The CFD airflow model was developed in COMSOL Multiphysics v.5.2. The fruit and polyliner
geometry from section 5.2 were placed inside of packaging with the same outer and inner dimensions,

vent number and vent positions as a real modular bulk package. The model geometry is shown in Figure

6.15:
.§ """
-
196 mm height }
i4 N1 th:ck(s:deé) |‘»]
i l'

400 mm length

Figure 6.15: COMSOL model geometry of a modular bulk package, 100 count 36 kiwifruit and polyliner
for the CFD airflow model.

The intention of this model was to replicate the experimental wind tunnel in which the cooling rate of
boxes were empirically measured in section 3.4 (see Figure 3.28). As such, a 200 mm long channel
before and 1000 mm long channel after the box was added in Figure 6.16. As described in section 3.4,
6 boxes were cooled simultaneously, each stacked on top of each other. Rather than develop a model
for this entire geometry, symmetry and other boundary conditions were exploited to reduce the size of
the model geometry to a single box (summarised in Figure 6.17). The packaging, fruit and air inside the

polyliner were all considered as solids, while the remaining geometry was considered dry air (Ferrua
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and Singh, 2009a). The measured pressure drops across the 4 experimental trials — 15, 32, 65 and 118
Pa — were imposed onto the model by applying the same back pressure to the ‘Outlet’ surface as

—APyq11¢, While the ‘Inlet” surface was defined as 0 Pa (see Figure 6.17).

1000 mm

Figure 6.16: Geometry of numerical wind tunnel for the CFD airflow model.
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Outlet Pressure

= _APpallet

Inlet
Pressure =0 Pa

Figure 6.17: Boundary conditions of the CFD airflow model.

Ferrua and Singh (2009c) showed that in scenarios with forced-air cooling through horticulture
packaging, the heat and momentum equations for airflow can be decoupled. This enables two important
simplifications: first, an airflow solution can be computed independently of considerations pertaining
to temperature; and second, a steady-state airflow solution can be computed, which has a significantly
lower computational overhead than a time-dependent solution. The derived airflow pattern will remain
unchanged if used as an input to a separate time-dependent heat transfer model, the consequence for the
zonal model being that u; remains constant throughout all time steps of the Zone Solver, and by

extension, h,,.; for each zone remains unchanging over time.
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The geometry was meshed into 384295 finite elements. Airflow was modelled as laminar flow

according to Eq. 6.10 and Eqg. 6.11:

pa(u-VYu=V-[—pl + u(Vu+ (Vu)7)] (6.10)

P,V (W) =0 (6.11)

Each simulation was primed with an initial air velocity of 0.5-3 m-s™ in the direction toward the ‘Outlet’
(Figure 6.17). The GMRES solver then iteratively solved Eqg. 6.10 and Eq. 6.11 until the residual error
was below a prescribed level, or 200 iterations had been performed. The appropriateness of each steady-
state solution is demonstrated by probing the velocity at the inlet of the left vent as the solver iterates

towards convergence. This is shown in Figure 6.18.

5
E4
o
°3
[a T8
=, |
2" V=
21 f
g —1]15Pa ——32Pa 62 Pa 118 Pa
0 1 1 1
0 50 100 150 200

GREMS Solver Iterations

Figure 6.18: Convergence of the CFD airflow simulation: a.) probe location at the centre of the inlet
to the left vent; b.) the measured velocity at the probe over GREMS solver iterations.

A velocity plateau is observed across all 4 investigated pressure drops, indicating that each solution has
likely converged correctly. In some cases, the simulation was halted before 200 iterations as the residual
error was below the prescribed amount, such as the 62 and 118 Pa. In the case of 118 Pa there is a slight
increase in the velocity at the probe just convergence; however, moving from 4.23 to
4.30 m-st is a 1.7% increase and so can be considered negligible, and the steady-state solution

appropriate.

Results of each simulation through the entire wind tunnel are visualised in Figure 6.19 and Figure 6.20:
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Cut Plane 2

Figure 6.19: Cut planes through model geometry to visualise predicted airflow pattern (Figure 6.20).

Figure 6.20 shows a predicted airflow field that is to be expected: with ventilation at the top of the
package and the gap between the top of the box and polyliner forming a fairly large headspace, a
majority of the air flows through this region and the velocity of air is at its highest. A minority of the
air flows through the sides of the box due to the increased resistance through the narrower channels
caused by the presence of fruit and the polyliner; and on the bottom of the box is negligible net flow;
and there is no airflow through the air between fruits as the polyliner acts as a barrier. As the pressure
drop increases, the relative velocity in each region accelerates — such as comparing the inlet-to-vent
velocity of the AP,q;ec = 15 Pa result of ~1.5 m-s™* with the AP, = 118 Pa result of ~4 m-s™ —
however the general distribution (or airflow pattern) remains the same, following the aforementioned

trends. Carrying this information over to the heat transfer model should result in a higher degree of
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external heat transfer due to airflow in zones at the top of the packaging when compared to zones at the

sides and bottom, due to the large differences in predicted airflow velocity.

a.) AP, qyer = 118 Pa

(s/ur) K320[0A 11y

0

Figure 6.20: Predicted airflow fields at two positions (Figure 6.19) through a single modular bulk
package of polylined kiwifruit using CFD at AP,y Of: @.) 118 Pa; b.) 65 Pa; c.) 32 Pa, and; d.) 15
Pa.
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This process for predicting airflow was not efficient, taking approximately 35 minutes to reach
convergence for each of the 4 AP, ,;; Values. Should a zonal model be sought after with a new bulk
fruit geometry or new package design, the airflow field would need to be re-calculated. Incorporating
this into an optimization routine, each loop would take ~35 minutes, clearly a violation of the
computational efficiency principle. Ideally, it can be replaced at a later date with an airflow model that
is similarly fast, flexible and automated as the heat transfer zonal model, a task being actively pursued

separately to this thesis.

The next consideration was how to use the CFD airflow information to appropriate the velocity through
each zone of the zonal heat transfer model. A technique was developed to acquire this information in a
fashion that is flexible to changes in zone size and/or zonal resolution: the ‘central position’ of the bulk
air phase inside of each zone was identified by applying a distance transform to the bulk air phase to
determine the position that was ‘furthest away’ from all other surfaces — fruit, packaging, polyliner or

the edges of the zone (Figure 6.21).
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Figure 6.21: Geometric procedure for determining the ‘central position’ of the bulk air phase: a.) a
zone on the corner of the geometry with a bulk air phase; b.) a cutplane of the bulk air phase with the

distance transform applied, the largest relative distance from all surfaces being the ‘centre’ of the
phase.
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This position is where one would expect an anemometer probe to be placed, if airflow information was
collected experimentally. Inserting this procedure into the zone builder was trivial and did not have an
impact on computational efficiency. The geometric procedure collates a list of positions that correspond
to the centre of each zone through which there is refrigerated airflow, which is then easily imported into
COMSOL as a list of positions, with the ‘Cut Point 3D’ tool used to appropriate the velocity at each of

the specified positions, demonstrated in Figure 6.22 and Figure 6.23:

Centre Positions of Bulk
Air Phase per Zone

a.) Zoned Voxelised Geometry b.)

Figure 6.22: a.) list of ‘central positions’ exported from the zone builder; b.) list imported into
COMSOL to generate the velocity at each position, to represent the airflow through each applicable
zone.
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Figure 6.23: Bulk air velocity through each zone, u;, appropriated from the CFD airflow model using
positions derived from the ‘central position’ geometric procedure; blue, red, green and yellow circles
represent APy = 15, 32, 62 and 118 Pa, respectively.

Figure 6.23 shows the bulk air velocity through each zone, u;, derived in an automated fashion from
the CFD model for each value of AP, 4. Not all zones have airflow, which is why gaps appear in
Figure 6.23, representing zones that do not have a bulk air phase (zones in the middle of the package).
Zones 1-25 represent zones on the bottom of the box, and have a very low velocity due to the higher
resistance to airflow due to the fruit and polyliner stack. Zones 76-100 represent zones on the top of the
box, nearest to the vent openings, and so in general have a higher velocity. The differences in velocity
are caused by the airflow pattern, which is a result of the pressure drop as well as the geometry of the

fruit, polyliner and box. This information will be used to derive a unique h,,.; for each zone (section

6.3.3).

6.3.3: External Heat Transfer Coefficient Correlation

With a zonal heat transfer model (section 5.5.6) and an airflow model capable of predicting the velocity
through each zone (section 6.3.2), combining these into a unified predictive model for fruit inside of

horticultural packaging and validating it on a global and local level with empirical cooling data (section
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3.4) requires that the velocity information per zone, u;, is related to an external heat transfer coefficient,

hexe i, through an appropriate correlation.

By way of a theoretical examination of the fluid boundary layer (Pohlhausen's Method in Kakag et al,

2014), the relationship between h,,; and u; is typically given through a Nu = f(Pr, Re) correlation:

_ hexe " L
u= 7 (6.12)
C .
pr=-AF (6.13)
A4
Re= = Pa’” (6.14)
U
Nu = a-Pr? - Re¢ (6.15)

Where Nu, Pr and Re are the dimensionless Nusselt, Prandtl and Reynolds numbers. These are related
through coefficients a, b and c in Eq. 6.15, and are either derived analytically, such as Eqg. 6.16 (derived

by Pohlhausen, taken from Kakag et al, 2014) for convection over a flat plate:

1 1
Nu = 0.332 - Pr3 - Re2z (6.16)

Or they are empirically determined, such as Eq. 6.17 which describes cooling through smooth pipes

(Dittus and Boelter, 1930):

Nu = 0.023 - Pr%3 - Re®8 (6.17)

Producing a general relationship between u; and h,, ; can therefore be achieved by using Eq. 6.15 and
determining representative a, b and ¢ coefficients. Deriving these through analytical means was not
feasible, given the reduced focus of this thesis on the details of airflow and also the significant
undertaking that derivation of an analytical solution represents. Airflow through the interior of the box
could be considered ‘pipe like’, especially in the headspace region where there is a substantially large
channel created between the top of the box and the top of the polyliner. As such,

Eq. 6.17 may be suitable for this project. In the event that it is inadequate, a new correlation could be
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empirically developed through an iterative routine to produce a, b and ¢ coefficients with the smallest
difference between simulated and measured cooling rates. The short solution times of the zonal model
(0.6 seconds for a model with 100 zones, see section 6.2.3.2) facilitates such an iterative approach.

These are explored later (section 6.3.6.2).

6.3.4: Characteristic Dimension of Bulk Air Phase

Use of a Nu = f(Pr, Re) airflow correlation requires a Reynolds number. According to Eq. 6.14, the
velocity through zones, u, is given by the CFD airflow model of section 6.3.2; and p4 and p are physical
properties of the fluid (p, = 1.205 kg-m= and u = 1.72x10° Pa-s). The remaining unknown is L, the
‘length’ or characteristic dimension of the system under study. The definition of a characteristic length
changes depending on the system: for example, it is the diameter of a pipe, or it the length of a flat
plate. In the current scenario, defining a characteristic length for an intra-zonal bulk air phase geometry
was more challenging, it being highly irregular. In many applications, L is defined as the hydraulic
diameter (ASHRAE, 2013), L = 4 - A/P, where A is the cross sectional area perpendicular to direction
of fluid flow (m?) and P is the total wetted perimeter (m). Such a definition is difficult to implement in
the current model as flow occurs in a multitude of directions (the direction at any point is information
that is not known), and a wetted perimeter is difficult to derive from a convoluted bulk air phase
geometry. An alternative technique was settled upon, which was to compute an effective characteristic
length, L.s, as the ratio between the volume of the bulk air phase and the surface area of airflow
interaction (Eq. 6.18 and Figure 6.24):

Vo,i

eff,cond,S—0,i + Aeff,cond,P—»O,i + Aeff,cond,A—>0,i

Leff,i = 4 (618)
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Figure 6.24: Geometric procedure for appropriating the effective characteristic length for use in
Reynolds number calculations, Legf, by dividing the volume of the bulk air phase by the surface area of
airflow interaction.

As each term in Eqg. 6.18 has been computed previously by another geometric procedure, (section
5.5.6.1), inserting the derivation of L. into the zone builder was trivial.”

6.3.5: Experimental Validation Model Set-Up

This iteration of the zonal model aimed to compare predicted cooling rates with empirical cooling data
(section 3.4) and to investigate the performance of Nu = f(Pr, Re) correlations (section 6.3.3). As such,
the fruit and polyliner geometry from the previous iteration (section 6.2.3.2) were used again, being
analogous to the fruit stacking pattern imposed experimentally. The packaging phase (Z = P) was
added for this iteration with the same dimensions as a modular bulk package (Figure 6.25a). The new
geometry was voxelised to a 1mm?q resolution (Figure 6.25b) and zoned into 100 zones, an appropriate

zonal resolution given the results of section 6.2.3.2 (Figure 6.25c).

The voxelised and zoned geometry was passed through the zone builder (section 5.5.6) to automatically

construct the zonal network. The boundary conditions of the network were amended to simplify the

* Note: in a case where there is a zone filled entirely with the bulk air phase, the surface area of airflow interaction will be 0,
so the effective length will be L,f = oo, the consequence being h,,; = o, which is an obvious error. However, given that h,;
is restricted to being an intra-zonal phenomenon (section 5.5.6.1.5), this infinite level of external heat transfer is not applied
to any other phases and so has no impact on the cooling results.
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model and ensure that it was a close representative of the experimental set up. The surface of selected
boundaries were defined as Q with the subscripts T,!,<,—,©®, and ® to represent each of the 6

boundaries of the box (Figure 6.26a).
Packaging Fruit

voxels voxels Polyliner

voxels

a)

196 mm

Voxels, Z-direction

By =0, 0.08, 0.16, 0.24, 0.32, 0.4]
By =0, 0.06, 0.12, 0.18, 0.24, 0.3]
B, =10, 0.048, 0.097, 0.146, 0.196]

Figure 6.25: Experimental validation zonal model set-up: a.) model geometry of a modular bulk
package filled with 100 count 36 kiwifruit, wrapped in a polyliner; b.) the model geometry voxelised to
1 mm?; ¢.) the voxelised model geometry zoned into a zonal network with Ny =5, Ny =5 and N, = 4
(Ntota1 = 100 zones).
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= lyer

Figure 6.26: Boundary conditions for the zonal model.

The sides of the box (Q. and Q_,) in the experimental set up were insulated with thick slabs of
polystyrene; therefore from a heat transfer perspective there is no heat flux through these boundaries,
or dT/dt|g_ = 0 and dT /dt|g_ = 0 (see Figure 6.26b). 6 boxes were stacked on top of one another
in the experiment, with the 3 centre boxes instrumented with temperature logging equipment. Rather
than create a zonal model comprising of 6 boxes stacked on top of one another, adding a periodic
boundary condition connecting the top and bottom surfaces (Q; and Q,, respectively) allows the
geometry to be simplified to a single box, the intention being that this box represents the ‘average’ box
that sits in the centre of a pallet: T'|o, = T|g, and T|g, = T|q,. Finally, the front and back surfaces (Q¢
and Qg, respectively) are exposed to the cooling airflow directly, thus it is presumed that the velocity
and tortuosity of this airflow is sufficient across all experimental pressure drops to assume a constant
refrigeration temperature on these surfaces, or T|q, =Ty and Tlq, = Trer. These boundary
conditions were imposed on the Zone Solver through amendments to the Connectivity Matrix (see

section 5.5.5).

The airflow model was integrated with the zone solver thusly: the combination of convective heat
transfers via the flow of refrigerated air and conductive heat transfer through the packaging, fruit and
polyliner air is described as an intra-zonal effective heat transfer coefficient in each zone with a bulk

air phase:
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1
heff conv,$—0,i —
,conv,S—-0, 1 6.19
Rcond,S—>0,i +— ( )
ext,i
L 1
eff.conv,A-0,i = 1 6.20
Rcond,A—>0,i +— ( )
ext,i
1
heff,conv,P—»o,i = 1 (6.21)
Rcond,P—>O,i + o

ext,i

Rcona,s—0,ir Reonaa»o0i @d Reong p—o,; are computed via the AVDC of section 5.5.6.1.3. hgy; IS
related to the physical properties of the fluid, the velocity of refrigerated airflow (via the CFD model,
section 6.3.2) and the effective length of the bulk air phase (section 6.3.4) by means of a rearranged

Nu = f(Pr, Re) correlation:

Cou1? 1w 0s-Ler1S [ 2
hoxei = @ [ A .U] [ i Pa eff,t] [ A ] (6.22)
Aa U Legri

The bulk air phase, Z = 0, is not modelled in the same way as its counterparts. During the execution
of the zone solver, fruit, air inside of the polyliner and packaging change temperature in proportion to
the magnitude of heat flux and their thermal mass over each time step; the bulk air phase, however, is
kept at a constant refrigeration temperature, T,..5, over all time steps. In reality, the cold air will leave
the package at an elevated temperature as it has absorbed heat from the hot fruit. Temperature change
in the bulk air phase is not included in this iteration of the model as more information would need to be
known about airflow in order to properly describe the inter-zonal hat exchanges through the air —
specifically, Q; ;» the matrix of volumetric flow rates from zone-to-zone (see section 5.5.6). Instead, it
is assumed at there is a sufficient degree of air replacement through the box for the bulk air phase to
practically always be at T,.¢. This assumption seems appropriate at a single box scale, where air travels
a small distance and is then expelled into the environment; however, at larger more industrially relevant
scales, such as the pallet scale, this assumption will introduce an unacceptable level of error. The air
being warmer at the back of the pallet due to absorbing heat from the front of the pallet is the reason

why boxes at the rear of a pallet cool slower — see O’Sullivan (2016) for a practical example of this.
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When integrating this zonal heat transfer model with an equivalently simplified airflow model, the

warming of refrigerated air will need to be incorporated.

The fruit, packaging and air inside of the polyliner are all set to the initial temperature, T;,at time t = 0;
and the bulk air phase is set to a constant refrigeration temperature, T,.r. These are taken from the
measured values from the experiment, with T; being the average fruit temperature before the experiment
begins, and T, the average measured air temperature at the inlet to all three boxes (Table 6.1 and

section 3.4):

AP papier (P) 15 32 65| 118
T; (°C) 22.03 | 20.68 | 21.58 | 21.09
T, er (°C) 0.05| 0.05| 0.03| 0.14

Table 6.1: Measured initial temperatures and refrigeration temperatures

6.3.6: Results and Discussion

6.3.6.1: Preliminary Nu = f(Pr, Re) correlation

The zone solver was executed for each of the four sets of velocity information derived from the airflow
model of section 6.3.2 corresponding to the experimentally observed pressure drops of AP,q;.; = 15,
32, 65 and 118 Pa (Figure 6.23). The Nu = f(Pr, Re) correlation that was tried initially was that of
Dittus and Boelter (1930), derived empirically for flow through smooth pipes (Eg. 6.17). It is
acknowledged that the suitability of this correlation is debatable given the current scenario involves air
flowing through horticultural packaging; as well as that the correlation being originally derived using a
different definition of the Reynolds number, with Dittus and Boelter using the pipe diameter, while in
the current case the effective length L., was used. Eq. 6.17 and the corresponding a = 0.023, b = 0.3
and ¢ = 0.8 coefficients are therefore treated as a starting position to test the need for a more

representative correlation.

Preliminary results are presented for global comparisons in Figure 6.29, and for local comparisons in
Figure 6.27 and Figure 6.28. For local comparisons, each experiment had 3 replicates of single boxes,
where fruit were stacked into the same repeatable pattern so that thermocouples could be inserted into
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the same 12 positions across all trials (positions are given in Figure 6.12). Empirical local cooling rates
are presented as the average of the recorded temperatures at each temperature position, with the
associated error bars representing the standard deviation in the 3 measurements over time. Empirical
cooling rates are compared with results from the zonal model, where in a similar fashion to section
6.2.3.2, the volume averaged fruit temperature of the zone closest to each of the 12 temperature
positions are plotted. For global comparisons, the average temperature across all 3 replicates (36
temperature positions) are plotted, with the error bars being the 95% confidence interval. This is
compared with the zonal model, where the average temperature of the 12 zones closest to the 12 selected

temperature positions are plotted.

318



Chapter 6 — Model Validation
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Figure 6.27: Preliminary empirical validation of zonal model, comparing simulation results at the local
level, for APpap¢¢ Of @) 15 Pa and; b.) 32 Pa. Circles are the zonal model, lines empirical data, error
bars are the standard deviation.
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Figure 6.28: Preliminary empirical validation of zonal model, comparing simulation results at the local
level, for APp,y1¢¢ Of @.) 65 Pa and; b.) 118 Pa. Circles are the zonal model, lines empirical data, error
bars are the standard deviation.

Figure 6.27 and Figure 6.28 shows that assuming air flowing through a horticultural package has similar
heat transfer properties as pipe flow was moderately successful. Though there were some notable
locations where the differences between the model and experimental temperature profiles were large
enough to be outside the bounds of experimental error — such as the bottom layers (fruits 1, 2 and 3);
and the centre of the package (fruit 5) — the overall fit across the 4 experiments could be considered
satisfactory. Some of the agreement may be partially due to the large degree of experimental error (see
section 3.4 for a discussion on potential causes), such as fruit 12 where the model consistently predicts
a faster cooling rate than the average measured rate, but (due to the large experimental uncertainty at

this position) lies within the experimental data. A similar analysis can be applied to fruits 8 and 11,
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which have a slower predicted rate than the average measured rate but are still within the relatively

large bounds of variability.
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Figure 6.29: Preliminary empirical validation of zonal model, comparing simulation results at the
global level, for APp e Of @) 15 Pa; b.) 32 Pa; c.) 65 Pa, and; d.) 118 Pa. Solid lines are empirical
data where error bars are the 95% confidence interval, and dashed lines are the zonal model.

Figure 6.29 clarifies the deficiencies of using a pipe flow correlation, showing this preliminary model
universally under-predicts the experimentally observed cooling rate, and the degree of under-
performance is significant enough for the predicted rate to fall outside of the margin of experimental
error in all cases. This coupled with several local positions predicting the true rate poorly leads to the
conclusion that the airflow correlation requires more representative a, b and c coefficients that are

representative not of pipe flow, but of airflow through a horticultural package.
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6.3.6.2: Derivation of New Airflow Correlation

Having concluded previously in section 6.3.6.1 that the initial airflow correlation Eg. 6.17 is not
sufficient for use in airflow through horticultural packaging, the need for a new, more representative
correlation became apparent. This section aims to develop this new correlation, taking advantage of the
speed of the zonal model to iteratively test many combinations of a, b and ¢ coefficients for the
generalised Eq. 6.15 (Nu = a - Pr? - Re) until the differences between the model and experiment are

minimised.

This exercise begins with determining the definition of the residual, or error, a metric that represents
the overall difference between the model and experiment, which is to be minimised through changes to
the a, b and c coefficients. It was decided that optimization would be done with respect to local rates
of heat transfer, as this gives more optimization points to minimise than a single average cooling curve.
Therefore, the total residual was taken as the sum of differences in temperature over the entire cooling

period, or Figure 6.30 and Eq. 6.23:
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Figure 6.30: Definition of a residual for one temperature position, the total temperature difference
between the experiment and model prediction over all times.

tr
E, = z |Texptp = Tmod.tp (6.23)

t=t;
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Where Tgy, ¢ IS the experimental temperature of position p at time t; and Ty,q,¢p IS the temperature
predicted by the model at position p and time ¢; ¢; is the starting time (¢; = 0 hours) and ¢ is the process
end time (t; = 18 hours); and E,, is the residual of position p, which has the units of degree hours (°C-h;

the red shaded area of Figure 6.30).
This process is repeated for all 12 positions and all 4 experiments, to give the total residual, E;p¢q;:

4 12 tr

Erotar = Z Z Z |TExp,t,p,e - TMod,t,p,e| (6-24)

e=1p=1t=t;
Where e is the number of experiments, which in this case is 4.

With E;,:q representing the cost function, an optimization routine can be constructed around its

minimisation. The overall structure of the routine that was developed is presented in Figure 6.31:

Airflow
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Figure 6.31: Structure of the optimization routine designed to derive a more representative airflow
correlation.

This routine relied on inputs from the airflow model (to provide u;, section 6.3.2), zone builder (to

provide the zonal properties, section 5.5.6) and experimental data (section 3.4). The results from the
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Zone Solver was then used to compute the total residual, E;,:4;, OF a specific set of a, b and ¢
coefficients. A new set of a, b or ¢ coefficients were then inserted into the beginning of the routine —
these being small adjustments to the previously used numbers — and their impact scored as having a
positive or negative impact on E;,;,;. The speed of the zone solver was exploited, as with a ~1 second
solution time, this process could be repeated hundreds of times in only a few minutes, until a set of a,

b and ¢ values were found that minimised E;,;,; as much as possible.

The routine was coded in MATLAB, with the function ‘Isqnonlin’ controlling the changes to a, b and
c per iteration to minimise E;,.4;. The starting position were the coefficients used during the preliminary
experimental validation: that is a = 0.023, b = 0.3 and ¢ = 0.8. The routine was restricted to values
between 0 and 1 only. The results of the optimization and derivation of a new airflow-heat transfer

correlation are given in Figure 6.32.
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Figure 6.32: Results of the iterative optimization routine, tracking the chosen coefficients a, b and ¢
and the residual over each iteration.

The residual is given in relative terms, Which is E¢rq1/Etotar0, Where Eroeq 0 IS the residual computed
after the first iteration. Overall, the routine took 70 iterations to reduce E;,;q; t0 its minimum, a process
that only took under 2 minutes due to the computational efficiency of the zonal model. The routine

returned a new airflow correlation of:

Nu = 0.102 - Pr027 - Re%57 (6.25)

The efficacy of the new correlation was demonstrated through the same global and local comparisons

as previously (section 6.3.6.1) in Figure 6.33, Figure 6.34 and Figure 6.35:
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Figure 6.33: Empirical validation of zonal model with the new airflow correlation, comparing
simulation results at the global level, for AP .;¢; 0f a.) 15 Pa; b.) 32 Pa; c.) 65 Pa, and; d.) 118 Pa.
Solid lines are empirical data, error bars are the 95% confidence interval, and dashed lines are the
zonal model.

It is clear from Figure 6.33 that the new correlation is more suitable, with the predicted and measured
rates being much closer than in the preliminary case (Figure 6.29). AP,q;¢: = 15 Pa shows the closest
agreement (Figure 6.29a) with minimal over-prediction at the beginning and end of the cooling process.
AP, 110 = 32 and 65 Pa were less accurate (Figure 6.29b and c), with a slight degree of under-prediction
across the entire cooling process — however, this was within the bounds of experimental uncertainty.
The least accurate was APy, g, = 118 Pa (Figure 6.29d), where the under-prediction was large enough
to be on the edge of the upper-bound of experimental uncertainty. Loss of accuracy at very high pressure

drops is not a major concern, considering the difference in predicting cooling rates is a maximum of
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0.9 °C over 18 hours of cooling and that typically pre-coolers operate at a pallet scale pressure drop of
~100 Pa (Shim et al., 2016), so that the pressure drop through single boxes is on the order of ~25 Pa
(through the 4 boxes stacked in the middle of the pallet, assuming an equal pressure drop through each

box in series) where the model performs satisfactorily.
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Figure 6.34: Empirical validation of zonal model with the new airflow correlation, comparing
simulation results at the local level, for AP,y 0f a.) 15 Paand b.) 32 Pa. Circles are the zonal model,
lines empirical data, error bars are the standard deviation.
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Figure 6.35: Empirical validation of zonal model with the new airflow correlation, comparing
simulation results at the local level, for APy Of @.) 65 Pa and b.) 118 Pa. Circles are the zonal
model, lines empirical data, error bars are the standard deviation.

The prediction is notable improved on a local level compared with the preliminary case, with the errors
on the bottom of the package (section 6.3.6.1) vanishing. A single position performs poorly, which is
fruit 5, the fruit at the centre of the package (see Figure 6.12); in AP,q;,; = 65 and 118, the model
under-predicts the rate to a degree where it is outside the bounds of experimental error. This could be
problematic, considering the thermal centre is an important location for determining system
performance in some industrial practices. However, this inaccuracy does not occur at lower airflow
rates, which is the expected industrial range (Shim et al., 2016; Figure 6.34); and the OHI was

developed (section 3.2) specifically as a more powerful tool for measuring and reporting process
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heterogeneity than a simplistic single point analysis, a key feature of the OHI being the incorporation
of all data points into a single metric so that this single position of inaccuracy has a minimal impact on

the measured vs. predicted level of heterogeneity.

The new airflow correlation (Eq. 6.25) could be used for future work involving airflow through
polylined horticultural packaging, as is done later in section 7.3.1. To develop an even stronger
correlation, it is suggested that the heat transfer coefficient at several locations inside of a box is
measured empirically, rather than derived through modelling as was done in this section. Smale (2004)
developed a thermistor anemometry system, of which a similar system could be adapted for this task.

A more robust Nu = a - Pr? - Re€ expression could potentially be derived from this exercise.

6.3.7: Zonal Resolution

The techniques developed in this section to combine the airflow information with the zonal heat transfer
model were formulated to be automated as well as flexible to changes in the zonal resolution. It was
pertinent to demonstrate this flexibility by repeating the processes of sections 6.3.2: to 6.3.5: for higher

zonal resolutions, to directly test the scalability of the approach.

For this exercise, the original Zonal Network of 100 zones (Ny =5, Ny =5, N, = 4) is compared with
a 180 (Ny =6, Ny =6, N, =5) and 245 (Ny =7, Ny =7, N, = 5) zonal network. These are presented in

Figure 6.36:
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B, = [0, 0.048, 0.097, 0.146, 0.196] By = [0, 0.038, 0.077, 0.117, 0.156, 0.196]

c.)
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Figure 6.36: Zonal resolutions used to validate the flexibility of the zonal approach: a.) 100 zones
(Nx =5, Ny =5, Nz = 4); b.) 180 zones (Nx = 6, Ny = 6, Nz = 5), and; c.) 245 zones (Nx =7, Ny =
7, NZ = 5)

The zone builder was used to automatically appropriate the zonal properties for heat transfer for each
of these zonal resolutions (section 5.5.5 and section 5.5.6). This section puts to the test the flexibility of
the additional geometric procedures developed in chapter 6 for generating the velocity of air through
each zone, u;, and if they scale appropriately for different zone sizes and geometries, specifically: the
calculation of the centroid position of each zone with a bulk air phase (section 6.3.2, Figure 6.21); the

effective length of the bulk air phase (L.f,;, section 6.3.4, Figure 6.24); and the use of the new airflow

correlation (Eqg. 6.25, section 6.3.6.2) to calculate h, ;.

Appropriating zonal airflow velocities was performed by collating a list of centroid positions (see

section 6.3.2) and importing it into the COMSOL airflow model. The list was automatically generated
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via the zone builder and therefore this process was trivial to enact for the higher zonal resolutions. The

resulting set of zonal airflow velocities are presented in Figure 6.37:
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Figure 6.37: Centroid positions representing each zone and airflow velocities representing the velocity
of air through each zone for three zonal resolutions: a.) 100 zones (Nx =5, Ny =5, N; = 4); b.) 180
zones (Nx =6, Ny = 6, Nz =5) and; c.) 245 zones (Nx = 7, Ny =7, Nz =5).

Each zonal network was set up identically to section 6.3.5, with the same boundary conditions, initial

and refrigeration temperatures (Table 6.1), and with h,,,; per zone determined from the new airflow
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correlation, Eq. 6.25. Each network was solved with the zone solver for each AP,q;.; value

investigated, with the predicted volume average temperature profiles compared in Figure 6.38:
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Figure 6.38: Validation of model flexibility, comparing predicted cooling rates of three separate zonal
networks across four different airflow rates/pressure drops

For each value of AP, ., there was a practically identical cooling profile between zonal resolutions,
with a maximum difference of 0.5 °C over 18 hours across all comparisons. Even though the zone
builder generated a unique set of heat transfer (P; and IP;;) and airflow properties (u; and h,y. ;) for
each zonal network, when combined they resulted in the same or similar predicted cooling profiles.
This adds weight to the robustness of the model, and implies that the methods developed in chapter 6

to appropriate u;, Les5; and hey; are flexible and representative of the true cooling rate.
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6.3.8: Conclusions

The accuracy of the heat transfer zonal model was demonstrated in this section on the single box scale
through comparisons with empirical cooling data. The model relied on inputs from a laminar flow (see
below for discussion about turbulence options) CFD airflow model, which —in the absence of a similarly
simplified, fast and flexible airflow model — provided the velocity of refrigerated air through each zone,
which was converted into an external heat transfer coefficient using a dimensionless correlation.
Assuming airflow through horticultural packaging had similar heat transfer properties as pipe flow was
not sufficiently accurate. By taking advantage of the speed of the zonal approach, a new airflow
correlation was derived through an iterative optimization routine, resulting in Nu = 0.102 - Pr%27 -
Re%>7. It is recommended that this new correlation be used in future work where there is airflow through

polylined horticultural packaging.

The differences between the average cooling rates predicted by the zonal model and observed
experimentally were only a maximum of 0.9 °C over 18 hours of cooling, a level of error that is more
than acceptable considering the zonal model was automatically constructed via the zone builder, and
had solution times on the order of 1-2 seconds. Moreover, changing the zonal resolution had a negligible
impact on the predicted rate, showing that the assortment of geometric procedures is indeed flexible,

and scale appropriately to changes in zone size and intra-zonal geometry.

The level of experimental error was large, and could have had an impact on the model performance,
where predicted local cooling rates differed substantially from the mean, but not outside of the sizable
error bars. More experimental replicates may be necessary to properly ascertain the true cooling rate at

each of the 12 measured positions.

One possible area for improvement is the inclusion of turbulence. Turbulence is likely occurring within
the package, especially at the vent inlet and outlet due to the rapid contraction of air through a small
channel, and is more likely to occur at higher flow rates/pressure drops. Incorporating turbulence into

the zonal heat transfer model is still possible through the simplification of airflow information into a
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zonal h,,, ;, however the presence of turbulence will increase the apparent external heat transfer rate.

Alvarez et al. (2003) recommends the following correlation:

Nu=a-Pr?-Re‘- (1+d-Tu) (6.26)

Where Tu is the turbulence intensity, or Tu = v2 - TKE /u and TKE is the turbulent kinetic energy
(m?/s?); and d is an additional empirical coefficient.
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Chapter 7

Discussion and Conclusions

7.1: Conclusions

This project has developed and validated a numerical model capable of predicting the cooling rate and
levels of cooling heterogeneity inside of boxes of polylined kiwifruit undergoing the forced-air cooling
process. The model is a new interpretation of the zonal modelling approach and was fast, flexible and

automated.

A random stacking model was developed and validated which, when coupled with a shape equation for
kiwifruit and an input weight distribution, added even more flexibility to the approach by automatically

generating the internal bulk fruit geometry.

As cooling heterogeneity was identified as a vital metric for determining a systems performance, a new

heterogeneity index was developed: the overall heterogeneity index, or OHI.

Now that this suite of tools has been developed, a number of things are achievable: the zone builder
program, being capable of taking any input geometry and self-forming a zonal network and all of the
zonal properties, allows the rapid construction of heat transfer models for a wide variety of products
and cooling scenarios, greatly accelerating the rate at which modelling can be used to solve real-world
horticultural refrigeration problems; the zone solver, with solution times on the order of 1-2 seconds,
facilitates the creation of iterative optimization routines, where a large number of package designs can
be tested in a short period of time; and the random stacking model, capable of automatically generating
a realistic fruit bulk geometry inside of any package shape and/or size, opens up the design space

considerably. These are explored in section 7.3.
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7.2: Research Outputs

7.2.1: New Heterogeneity Index

The new heterogeneity index (section 3.2) allows the variability of cooling rates throughout an entire
cooling process to be collapsed into one quantitative, dimensionless number: the overall heterogeneity
index, or OHI. The OHI is significantly more powerful than the previously used relative standard
deviation, as it is mathematically stable, is not unit specific, and can reveal the minutiae of how a
temperature distribution changes over the cooling process. It is hoped that the OHI becomes the new
standard for reporting process heterogeneity in postharvest cooling operations (and potentially other
batch operations, such as thawing and drying), and is currently being adopted in the literature

(Mercier et al., 2017b; Han et al., 2017; Defraeye et al., 2017).

The new heterogeneity index was bundled into a piece of software called ‘Varicool’ which processes
input raw time-temperature data into all of the relevant heterogeneity information automatically —
including heterogeneity plots and maps, the OHT of the system, and the shape of the temperature profile
at specific characteristic times. Therefore, the new heterogeneity index is a deliverable output of this
project, with industrial partners and interested 3™ parties having access to the ‘Varicool’ software

through inquiry.

7.2.2: New Interpretation of a Zonal Modelling Approach

This project was completed at a time when DNS studies (finite element modelling and computational
fluid dynamics modelling) were becoming increasingly popular (Han et al., 2017, Berry et al., 2017,
Gruyters et al., 2018). This project represents a shift away from this trend, resurrecting an older and
seldom used methodology (pioneered by Tanner et al., 2002a), updating it and bringing it into the
modern era. While DNS models are superb at producing highly detailed predictions and are typically
very accurate, their practicality as a design tool is limited due to large computational resource
requirements, a lengthy, complex and highly manual geometry creation process, and long solution
times. DNS models also often make some simplifications for complex geometries in order to produce
reasonable geometry meshes. It is hoped that with this new zonal model, industry and academia will
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recognise the utility of models that focus on speed and universality, and are thus easy to set up and
capable of predicting the performance of many package designs expeditiously. It is especially useful as
a preliminary tool, where a broad set of designs can be tested numerically and narrowed down to a few
key options quickly, and further refinement can be done experimentally or with a detailed model. This
is particularly important in the field of postharvest technology, where being able to identify new and
improved package designs has a real tangible benefit to the economy and environment. Application of

the zonal model as a design tool is explored later in section 7.3.1.

The zonal model developed in this thesis represents a tangible, deliverable output, as it is contained
within the ‘zone builder’ and ‘zone solver’ MATLAB scripts. With sufficient training, the zonal model
could be transferred to industrial partners for use — however, the model still requires an equally
simplified airflow model, which is being actively worked on separately within the larger packaging

project at the CPRR (section 1.2.5.1).

7.2.3: Random Stacking Model

A major obstacle to model creation is the production of the bulk fruit geometry inside of a package. The
random stacking model can produce this geometry automatically and expeditiously (~2.5-minute
computation time), representing a significant opening of the design space, where a package of any size
and shape can now be investigated. The model also facilitates the rapid creation of models for new
product types, as the stacking model is agnostic to the shape and size of individual fruits. Beyond use
as a geometry generator for heat transfer modelling, the random stacking model has potential as a tool

to investigate the volumetric efficiency of new package designs before they are fabricated.

The random stacking model was created in Blender, a free and open source software program, available
online at www.blender.org. Blender accepts Python scripts, which can drive the software through a text-
editor, making the model automated once information about the size distribution of the fruit in inputted,
along with some configuration settings. Therefore, the random stacking model can be transferred to

industrial partners and interested 3" parties, making it a deliverable output of this project.
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7.3: Potential Model Applications

The models developed in this project have potential for a variety of applications. Some pertinent
examples of model applications are explored here, to give a framework for what is achievable now that

this modelling work is concluded.

7.3.1: Iterative Vent Optimization

A major motivation for developing this suite of modelling methodologies was to advance toward having
an iterative optimization routine that can inform of the ideal package design. Unfortunately, without a
pallet scale airflow model (see section 1.2.5.1, section 6.3.1 and section 6.3.2), this cannot be
accomplished with the model in its current form. Nonetheless, it was deemed pertinent to provide at
least an exploratory exercise in package optimization using the tools developed in this thesis to give a
framework for how such an optimization routine could be performed, and how results should be

interpreted.

Section 3.3 showed that packages with 3 vents were superior in terms of cooling uniformity, with only
a small penalty to the cooling rate (when compared with a current modular bulk package). This result
is carried through to this exercise, where a package with the same outer and inner dimensions of a
modular bulk package but with 3 vents is explored. Rather than make educated guesses on what the best
combination of vent sizes and vent positions are, these packaging features were turned into variables
that can be altered within an iterative loop. Thus, the ventilation of the package is controlled by the
variables L,, L, and Ls; H,, H, and Hs; and P;, P, and P5; which are the length, height and position of

vent 1 (left), 2 (middle) and 3 (right), respectively (see Figure 7.1 ().

This exercise also provided an opportunity to demonstrate the capability of the random stacking model
to rapidly generate the model geometry. A cavity with the same inner dimensions of a modular bulk
package was filled with digital kiwifruit analogues using the methodology prescribed in section 4.4.
The distribution of fruit sizes was that of the 2016 industry distribution (Figure 4.23), and resulted in
100 kiwifruits after overfills were eliminated. The polyliner was generated according to the
methodology of section 4.4.5 (with the settings of Subdivide = 6, Offset = -0.00035 and Smooth = 5).
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This whole process was fully automated and took ~2.5 minutes, resulting in the geometry presented in
Figure 7.1 (b). Concurrently, this offered a chance to demonstrate the flexibility and universality of the
zone builder by applying it to the new fruit geometry to establish that the geometric procedures within
are capable of self-forming the zonal network and zonal properties of any input model geometry.

a.) Package Geometry b.) Fruit and Polyliner

Geometry
Fruit  Polyliner

Figure 7.1: a.) Model geometry of a modular bulk package with 3 vents, the size, shape and position of
which are controlled by optimization variables L;, L, and L3; H,, H, and Hs; and P;, P, and P;; which
are the length, height and position of vent 1 (left), 2 (middle) and 3 (right), respectively; b.) Model
geometry of fruit and polyliner, computationally generated with the random stacking model.
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The overall optimization routine structure was as presented in Figure 7.2.

Optimization Variables

Vent
Position

Pla PZa P.‘S

H

Airflow g
Model 5
N
=
y 'g ’
Zonal' Zone Solver —
Properties 3
+—1 ©

Cost Functions

Figure 7.2: Monte-Carlo optimization routine structure.

At the start of each iteration, a new and unique package design was generated through random selection
of Ly, L,, L3, Hy, H,, H3, Py, P, and P; values, each within a certain range as given in Table 7.1. This
makes this optimization routine a Monte-Carlo routine. Any number of unique package designs are able
to be generated in this manner, with four examples shown in Figure 7.3. The airflow through each
package design was then predicted using COMSOL. The airflow model had identical boundary
conditions and GMRES solver settings as section 6.3.2. For this exercise, the pressure drop across the

single package was APy q;.¢ = 15 Pa. Examples of the diversity of airflow fields generated through this

process is demonstrated in Figure 7.4.

P, |P. |Ps |Hi |H, |Hs i L |Ls
Minimum | 0.065 | 0.18 | 0.295 | 0.005 | 0.005 | 0.005 | 0.005 | 0.005 | 0.005
Maximum | 0.105 | 0.22 | 0.335| 0.05 [0.05 |0.05 |0.1 0.1 0.1
Table 7.1: Limits imposed on the random selection of vent size, shape and position variables within the
Monte-Carlo loop.
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a.) Random Design 1 b.) Random Design 2

c.) Random Design 3 d) Random Design 4

Figure 7.3: 4 examples of randomly generated package designs, the result of random selection of vent
size, shape and position.

As in section 6.3.2, the CFD airflow model provides the zonal heat transfer model with wu; for each zone
where there is a bulk air phase, which is converted into an external heat transfer coefficient per zone,
Rexeis through the airflow correlation Nu = 0.102 - Pr%27 - Re®57 (derived in section 6.3.6.2;
Eq. 6.25). Each package design has a unique airflow pattern and therefore unique distribution of A, ;;
however the zonal properties — the internal resistances as predicted from the zone builder — are the same
for each iteration as the fruit geometry is not changing. Therefore, the fruit, packaging and polyliner
geometries only need to be passed through the zone builder once. The fruit and polyliner geometry was
voxelised to a Imm?3 resolution (Figure 7.5 (a)) and passed through the zone builder with a 100 zone

resolution (Figure 7.5 (b)), automatically constructing the zonal network for the zone solver to use.
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a) Random Design 1 b.) Random Design 2

(s/w) A100JeA 11V

Figure 7.4: Predicted airflow velocities at APy, = 15 Pa through 4 randomly generated package
designs, using COMSOL.

The zone solver was then used to predict the cooling rate of each package design using an initial
temperature of T; = 20 °C, refrigeration temperature of T,.., = 0 °C and the same boundary conditions
as section 6.2.3.2. The performance of each package was determined through two quantitative metrics:
the SECT to quantify the rate of cooling; and the OHI (see section 3.2) to quantify the uniformity of

cooling.
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a.) Voxelised Geometry b.) Zonal Network

By =0, 0.08, 0.16, 0.24, 0.32, 0.4]
By =0, 0.06, 0.12, 0.18, 0.24, 0.3]
By = [0, 0.048, 0.097, 0.146, 0.196]

Figure 7.5: a.) Voxelised fruit and polyliner geometry (Imm3 voxel size); b.) the model geometry
divided into a zonal network of 100 zones.

This optimization routine was automated and could be repeated any number of times without
supervision, until the performance of a wide distribution of package designs have been studied. The
major bottleneck of any iterative loop is the computational efficiency, where the faster each component
is, the more designs can be investigated per unit of real time. The zonal model was developed with this
goal in mind and succeeded in this pursuit, taking only 1-2 seconds per iteration. The CFD airflow
model, however, was not efficient, taking between 30-60 minutes to reach convergence per iteration.
This time constraint meant that the routine in its current form could only be repeated a moderate number
of times: the COMSOL airflow model was permitted to continue cycling through random designs until
the airflow pathway of 70 designs was produced, an exercise that took approximately 72 hours (using

an Intel® i7-4770 with 16GB of RAM).

A Monte-Carlo optimization routine is useful for ‘casting a wide net’ over a design space, which if
interpreted correctly can generate useful generalizations for package designers. The relative
performance of the randomly generated designs are compared to each other in Figure 7.6, where there
are two performance metrics: the box average cooling rate, determined by the SECT (h); and the cooling
uniformity, determined by the OHI (-). By plotting the new designs (yellow circles, numbers indicating
the iteration number) versus the status quo of the modular bulk package, with 2 vents and a 7.5% TOA

(blue circle), revealing the distribution of performance gains/losses that can be achieved through
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package design changes: the majority of the randomised designs cluster around the status quo,
indicating that the current package is already moderately optimized; that it is easier to make a package
worse than better; and that while a majority of the new packages perform on par with the modular bulk
package in terms of cooling rate, there is a much greater variability in predicted cooling uniformities
due to package design changes. The plot also reveals that there is a fairly strong correlation between
cooling rate and cooling uniformity, a finding that was similar to what was experimentally observed in
section 3.3: a more ventilated box promotes the outer layer of fruit to cool very quickly, while the core

lags behind due to the polyliner shielding the fruit from the effects of the refrigerated airflow.

Continued analysis plotted performance metrics (SECT or OHI) versus design parameters to determine

if correlations can be derived. First, total vent opening area is explored in Figure 7.7.

Optimization
56 Routine
50 f
® Modular Bulk
40 36
52 29
= 23 oY ?6
g di 27 gﬁ 68"
QO 11:72 48 ;
7 2
= 4,24 BTy 1%8451 43,59
24 1L 4355
20 =
10 |
O L 1 1 1 1 L
0 0.5 ] 1.5 2 25 3
3
OHI (-) x10

Figure 7.6: Packaging performance plot, comparing the performance of each randomly generated
package design in terms of cooling rate (SECT, Y-axis) and cooling uniformity (OHI,
X-axis). The package optimization direction is as indicated by the arrow.
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a.) Vent Opening vs Cooling Rate b.) Vent Opening vs Heterogeneity
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Figure 7.7: Design parameter ‘total vent opening area’ versus a.) SECT, and b.) OHI.

A relatively strong negative correlation between the SECT and TOA is revealed, where generally
speaking the larger the total vent holes, the faster the package cools (a lower SECT). The relationship
appears to be non-linear, curving toward a plateau SECT of roughly 20 hours, beginning at
approximately 7% TOA. This is the maximum TOA discussed previously in section 1.2.3.2. As this is
unique for each system (Pathare et al., 2012), the zonal model could be used as a fast way for package
designers to determine this important parameter for new package shapes and sizes or new products. A
weak but visible correlation exists between the TOA and the cooling uniformity, where higher vent
openings appear to promote a less uniform cooling profile. The relationship is scattered, however, and

does not have a threshold like the SECT.

Observing the impact of individual vent size on performance (Figure 7.8) shows that the general trend
of larger vents promoting faster cooling rates is repeated, but the correlation is weaker, with no singular
vent having a greater influence on the cooling rate. Individual vent impact on cooling uniformity was
more meaningful: a larger vent 3 showed a strong correlation to a less uniform cooling profile, while a

smaller vent 1 showed a weak correlation to a more uniform profile.

345



Chapter 7 — Discussion and Conclusions

a) Vent 1 Opening Area vs Cooling Rate b.) Vent 2 Opening Area vs Cooling Rate c.) Vent 3 Opening Area vs Cooling Rate
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Figure 7.8: Design parameter ‘individual vent size’ versus SECT and OHI.

Although this appears to show that package design changes have a much greater impact on cooling
uniformity than cooling rate, it is in fact the opposite that is true: these differences in OHI are primarily
due to the fruit and polyliner geometry, specifically the randomness of the stack, which is not a
controllable feature in an industrial setting. Looking at the headspace geometry at the top of the package
(Figure 7.1 (b)), the fruit are stacked in a way that produces more direct fruit-to-polyliner contact area
on the right side of the package; and the fruit are stacked higher in the box on this side, creating a
shallower headspace cavity and therefore a higher air velocity, translating to a higher external rate of

heat transfer.

Figure 7.9 investigates if the position of individual vents has an impact on package performance, where
it is revealed that — on a single box scale at least — there is no correlation, or that vent size is much more

important.
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a.) Vent 1 Position vs Cooling Rate b) Vent 2 Position vs Cooling Rate c) Vent 3 Position vs Cooling Rate
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Figure 7.9: Design parameter ‘vent position’ versus SECT and OHI.

Specific packages that performed exceptionally well (or poorly) are inspected in Figure 7.10. The ‘best’
package design, with the lowest combination of SECT and OHI, was design 50 (Figure 7.10 (a); see
Figure 7.6). The first (Ieft most) vent was large compared to the others, reducing airflow over the right-
hand side of the headspace and the preferential stacking pattern of fruit on this side of the box, while
still maintaining a large 6.7% TOA, which is near the maximum vent opening area, maximising the
cooling rate. Interestingly, the least uniform design, with the highest OHI, was design 59 (Figure 7.10
(b); see Figure 7.6) which is essentially the horizontal mirror image to design 50 — a 6.6% TOA but
with the third (right most) vent the largest. This conforms to Figure 7.8 (), and the right-hand side of
the fruit bulk cools disproportionately quickly while the core fruit are shielded from the effects of
cooling air, resulting in a very uneven cooling profile. Design 36 (Figure 7.10 (c)) had a preferential
airflow through the left-hand side of the box and a long cooling time (37.9 h from a small 3.1% TOA),
combining to give the most uniform cooling profile of all randomly generated designs. The slowest

design, design 56 (Figure 7.10 (d)) was due to it having the smallest TOA, only 1.1%.
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5 hours cooling time

a.) Best Design (50)
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d.) Slowest (56)

A, =0.00020 m% A, =0.00058 m> SECT=513h
A;=0.00005 m> TOA=1.1%  OHI=9.43 X10*

Figure 7.10: Notable randomly generated package designs: a.) the ‘best’ design, having the most
improved combined cooling rate and cooling uniformity; b.) the least uniform design, with the highest
OHI; c.) the most uniform design, with the smallest OHI; d.) the slowest design, with the longest SECT.
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In conclusion, this exercise provides a worked example for how a fast and flexible zonal model can be
used to quickly learn about the performance implications of package design. Using an interative Monte-
Carlo loop, a great number of new designs were randomly generated and tested in a short period of
time, generating a distribution of performance results that revealed a maximum TOA of 7% and that
the uniformity of cooling is determined more by the randomness of the fruit stacking than by package
design, meaning — on a single box scale — heterogeneity is not a controllable feature. While a Monte-
Carlo simulation is good for exploring a design space to rapidly determine what is possible, a more
‘driven’ iterative optimization routine could be useful. For example, a genetic algorithm (East et al.,
2009) would function similarly to Figure 7.2, but with the new vent variables at each iteration chosen
as small adjustments to the previous set, discarding changes that worsen the SECT and OHI and keeping
changes that minimize these performance metrics; and over several dozen iterations, the optimal

package design would be revealed.

A similar iterative routine will be much more powerful at a pallet scale, where variables like vent
position, height and length will become very important as the air flows between packages connected to
one another by touching vents, delivering cold/hot air to different regions of the pallet, impacting
cooling rates significantly. However, without a simplified pallet airflow model, this cannot be achieved

at this time.
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7.3.2: Rapid Model Development

The bulk fruit geometry is significantly complex, even in scenarios where the package shape is
relatively simple, such as the current case where a modular bulk package is a basic cuboid. Constructing
the model geometry manually for this primitive shape was a substantial challenge, as outlined in section
5.2. If the performance of more complex package designs is to be explored in the digital space via
modelling, the construction of the bulk fruit geometry is the major bottleneck that prevents such

solutions from being investigated.

One of the major motivations for developing the random stacking model of section 4.4 was to mitigate
this problem by accelerating and simplifying the model construction process. This was demonstrated in
section 4.4.3 for larger and smaller packages (Figure 4.37). It was pertinent to further demonstrate the
models usefulness by applying it to new and novel package designs to showcase its potential as a tool

to facilitate design.

The new packages in this exercise were designed around the idea that if incoming refrigerated air could
be redirected toward the centre of the pallet and insulated from interacting with the warm fruit, this may
promote a faster and more uniform cooling rate throughout the pallet. This manifested as ‘airflow
bypass vents’, new packaging features erected at the bottom of the box to provide new channels for
airflow. Two variants of this concept are tested in this exercise, with a single bypass vent at the centre
of one package (Figure 7.11a), and another package design with two bypass vents at each corner (Figure

7.11b):
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a.) b.)

— | . /
\ Airflow ‘ g Aitflow

Bypass Vent Bypass Vents

Figure 7.11: Hypothetical new package designs with bypass airflow vents: a.) a single central bypass
vent, and; b.) two corner bypass vents.

Populating these new designs with fruit represents a significant challenge. Placing fruit by hand into
these digital enclosures would not only be arduous and time consuming, but also runs a significant risk
of producing inaccurate stacking pattern that have fewer fruit than the maximum possible, a different
degree of fruit-to-packaging contact area — especially for fruit in contact with the airflow bypass vents
that may have a high degree of external heat transfer due to high velocities of refrigerated airflow — and
an unrealistic headspace size and/or shape. Failing to produce a bulk fruit geometry that correctly
incorporates these features would result in a heat transfer model that is incorrect: a wrongful prediction
of performance losses representing a lost opportunity for system optimization; or conversely a wrongful
prediction of performance gains representing a loss of time and money when validating the design

experimentally or industrially.

These concerns are mitigated through the use of the random stacking model. Incorporating the new
vents into the model was a simple process of adding new passive walls that represent the bypass
ventilation for which the fruit can collide with. The stacking process was automated and expeditious,
with just 2.5 minutes of processing time to produce realistic bulk fruit geometries for each package, the

result of which is shown in Figure 7.12:
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Figure 7.12: Results of the random stacking model, applied to the new bypass vent package designs.
The internal geometry was automatically generated for each case in just 2.5 minutes.

The stacking model also provides an opportunity to explore the variability in cooling rates and
uniformity as a result of random stacking processes. With everything else held equal — the same sized
box with vents of the same size and in the same position — many different random stacks of fruit could
be generated quickly, and using the numerical heat transfer model, the variability in performance
guantified. This is much closer to an industrial setting where it is not feasible to impose an ordered

stacking pattern on boxes of fruit.
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7.3.3: Package Design

The random stacking model (section 4.4) has potential to be useful beyond facilitating the construction
of heat transfer models. Package designers could also use the model to investigate the shipping

efficiency consequences of new package designs.

An example of how the model can be used to inform designers of volumetric efficiency penalties or
benefits is performed here. This exercise compares a pallet of fruit made of modular bulk packages
(Figure 7.13 (a)) with an alternative design that has a wider footprint and is shallower (Figure 7.13 (b)).
The new package, a “Bulk Tray” package, is a design that may conform better to shelving in Asian

grocery stores.

a.) Modular Bulk b.) Bulk Tray
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Figure 7.13: a.) the current package design, a modular bulk package, versus; b.) a new, wider and
shallower design, dubbed the “Bulk Tray” package.

10 modular bulk packages can fit into a pallet layer according to the orientation of Figure 7.14 (a), and
pallets are stacked 10 boxes high (Figure 7.14 (c)). With the target weight of 10.3 kg of count 36
kiwifruit per box, the total weight per pallet is 1030 kg. The bulk tray package has a larger footprint, so
only 8 packages can fit per pallet layer (Figure 7.14 (b)). Each package is shallower than a modular
bulk package, so that a pallet made of bulk trays is 12 packages tall (Figure 7.14 (d)). The question that
can be answered through use of the random stacking model is: can a pallet of bulk tray packages ship

more fruit per pallet, and by how much?
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Plan View
a.) Modular Bulk b)) Bulk Tray
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Figure 7.14: Package layer orientation and height for a.) and c.) modular bulk packages; and b.) and

d.) Bulk Tray packages.
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The stacking model was used to predict the bulk fruit weight that can fit inside of the bulk tray package.
The model was amended so that the space to be filled had the same dimensions as the inner dimensions
of the bulk tray - 472x392x152 mm. Packages were filled with 150 randomly generated count 36
kiwifruits (using the 2016 industry distribution, see section 4.3.3) and the overfill was eliminated after
settling had finished. The weight of fruit inside the box was measured by multiplying the final fruit
volume by the fruit density (pg = 1037 kg-m3, see section 5.4). Fruit size variability and the chaotic
nature of the stacking process means that each stack produced is unique, which in turn means the
predicted number of fruit and predicted box weight varied. For a more holistic solution it is necessary
to repeat the stacking model a moderate number of times and observe the population of answers
produced. 50 boxes of the new design were digitally stacked, the resulting distribution of predicted box

weights and number of fruits per box presented in Figure 7.15:

a.) Weight Distribution (N=50) b.) Count Distribution (N=50)
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Figure 7.15: Distribution of a.) bulk fruit weight, and b.) number of kiwifruit inside a box over 50
iterations of the random stacking model.

The stacking model predicted box weights ranging from 10.14 to 11.75 kg, with an average of 10.9 kg
per box. Extrapolating the predicted box weights from each simulation to the pallet scale — with 8 boxes
per layer and 12 layers per pallet — gave pallet weights ranging from 973 to 1128 kg. Though the model
predicted both gains and losses, the distribution fell slightly in favour of a higher fruit yield per pallet:
with reference to Figure 7.16, of the 50 simulations, 33 produced a pallet weight higher than the status

quo (from 0 to 9.6% w/w), while 17 produced a worse pallet weight (from 0 to -5.5% w/w).
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In conclusion, this application of the random stacking model informs package designers that this new
design is tenable, and may improve the profitability of exports. This conclusion is able to be reached
with no material cost investment and in a relatively short time period (50 applications of the stacking
model took just over 2 hours to complete). Similar studies could be performed to create customized

packages for each individual market.
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Figure 7.16: Weight of a pallet of Bulk Tray packages for each iteration of the predicted box weight;
compared to a modular bulk pallet, 33 simulations showed an improved volumetric efficiency, while
only 17 showed a worsened efficiency.
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7.4: Challenges and Data Sets Required

Writing code was a significant challenge and required learning two languages to a high proficiency:
MATLAB and Python. The number and variety of scripts produced for this project was vast, and
consumed a majority of the project time. Particularly challenging was producing efficient code, which
added a new layer of complexity and required significant rewrites of the zone builder and zone solver
to take advantage of the speed at which MATLAB processes vectors over loops. If there had been more
time, it would have been preferable to expand the coding work even further to produce stand alone
software packages with graphical user interfaces, so that industrial partners could easily use the models,

or so that the models could be sold to interested 3" parties.

Laboratory work was also challenging as there was a limited time period every year when fruit was
available. The pallet scale experiments were performed over a 2-year period, and the single box
experiments a year later. Experiments were labour and time intensive, taking approximately 40 hours
of labour (approximately one full work week) to complete one trial. If the seasonal availability of fruit
were longer, it would have been preferable to examine medium and high flowrates (245 Pa and 335 Pa,
respectively) through the different package designs at the pallet scale (section 3.3); as well as measuring
the performance of the different packaging designs at the single box scale (section 3.4), so that the zonal

model could be validated against package design changes as well as flowrates.

The key data sets required for this project were measurements of the fruit and air temperature, as well
as the pressure drop across the pallet/box. The kiwifruit in the model are generated with a shape
equation, so the average length and diameter of the fruit are necessary inputs; and if it is desired that a
realistic population of fruit shapes and sizes is generated, a fruit weight distribution of the specific count
size is also needed. CT scan data was also a required data set to validate the shapes produced by the
random stacking model. Another vital data set was refrigerated airflow velocities per zone inside of a
box. This project did not develop an equivalently simplified and flexible airflow model, so this
information is provided to the model via CFD (section 6.3.2). An alternative method for appropriating

this key data set could be with empirical measurement, such as Tanner et al. (2002b), where an
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anemometer measured certain key locations (e.g. vent inlet, centre of packaging, vent outlet) and used

extrapolation to estimate airflow velocities for each zone.
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7.5: Recommendations

The level of experimental error and was relatively high, on both the pallet (section 3.3) and single box
scales (section 3.4). Conducting replicate experiments on the pallet scale is recommended to ascertain
the variability in expected results. Reducing error could be done by using ‘fruit simulators’ to
standardise the shape, thermal properties, location of thermocouples and stacking pattern of fruit
(Redding et al., 2016; Defraeye et al., 2017). This would also allow experimental work outside of the
seasonal availability window. Another possible source of error is sample size and sample location. The
performance metrics of SECT and OHT derived from the 12% and 16% samples sizes (section 3.3) may
not reflect the ‘true’ cooling rate or cooling uniformity if all the fruit were measured. As measuring all
fruitin a pallet is impractical, the ideal sample size and sampling location could be determined by using
the validated numerical model. Apparent SECT and OHI values from different sample sizes can then

be compared to the ‘true’ value, and the sampling error quantified.

This interpretation of the zonal model was designed to be a universal model; however, it was not
validated outside of the primary context of polylined count 36 kiwifruit inside a modular bulk package.
It is therefore recommended that this zonal model be further validated through comparisons with other
fruit and packaging systems, the priority being the industrially relevant pallet scale (see section 3.3).
This would require the development of a pallet scale airflow model, where the exchanges of air between
boxes through touching vents is vital for model validation. It is recommended that a simplified, flexible
and time efficient approach is taken, such as a resistance network (Smale, 2004). Resistance networks
operate by having two nodes where the pressure is known and a network of nodes in-between that are
unknown. With the resistance to airflow between nodes as a model input, the pressure at each node can
be iteratively solved through a series of mass flow balances. Resistances in this case could be from
vents or from the headspace — the relationship between vent size and the headspace geometry to airflow
resistance will need to be investigated in detail. The number of nodes would likely be far fewer than the
number of zones, possibly having only one node to represent one box, and the connections to other
nodes being the air entering/exiting through connected ventilation; the output would be a collection of

volumetric flow rates through and between boxes on the pallet scale. Another important system to
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expand the model towards is non-polylined systems. Such a model will require the development of new
geometric procedures for moisture transfer and an investigation into the heat transfer effects of airflow
through the bulk of fruit. With a polyliner, it was shown that airflow through the head space is similar
to pipe flow (section 6.3.6.1), but to improve the predictive power of the zonal model further, new

correlations would be necessary for different regions.

The random stacking model (section 4.4) would have more clout if the shape equation for kiwifruit
(section 4.3) were replaced with a more universal alternative — for example, the Fourier series method
of Rogge et al. (2015). As part of the random stacking model, a technique was developed to
automatically generate a polyliner geometry around a bulk of digital fruit. The shape of this polyliner
and the resulting fruit-polyliner contact area and volume inside the polyliner was not experimentally
confirmed. Measuring the exact shape of a real-world fruit-polyliner geometry inside of a box and
comparing it to the computationally generated version would afford authority to the routine. Attempts
to collect this information were made with CT scans, however the thickness was below the 0.8 mm
maximum resolution (section 4.2). A possible solution is by using a 3D scanner (Campanelli et al.,

2016) to measure the surface topography directly.

The stacking model assumed a rigid body system, an acceptable assumption based on the firmness of
kiwifruit at the time of picking (section 4.4.3). A consequence of this is that the stacking model cannot
be used to investigate mechanical damage as a result of the stacking process, a potentially important
area for optimization. The random stacking model could be upgraded by converting it into a soft body
model. The conversion process would be relatively simple, as soft body problems are incorporated into
Blender’s bullet physics platform (Coumans, 2012), but requires the elastic and friction properties of

fruit (see section 4.4.3).
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Appendix A — Experimental Cooling Results

A.1: Introduction

Appendix A

Experimental Cooling Results

Section 3.2 involved the collection of pallet scale cooling data for a wide variety of package designs

and operational conditions, reiterated in Table A.1:

Case Study: | Label: | Number of Vents: | Total Opening Area: | Pressure Drop:
Baseline
Current Package | CP1 | 2 | 7.5% | 130 Pa
Changes to Pressure Drop
Medium Flowrate CP2 2 7.5% 245 Pa
High Flowrate CP3 2 7.5% 335 Pa
Increase in Vent Size
Larger Vents, 1 LV1 2 8.9% 130 Pa
Larger Vents, 2 LV2 2 13.1% 130 Pa
Decrease in Vent Size
Smaller Vents, 1 SV1 2 3.4% 130 Pa
Smaller Vents, 2 SV2 2 4.5% 130 Pa
Changes to Vent Number
Vent Number, 1 VN1 3 7.0% 130 Pa
Vent Number, 2 VN2 1 7.0% 130 Pa

Table A.1: Vent number, ventilation total opening area and pressure drop of each experiment.

The remaining results are presented in this appendix. Section A.2 contains the raw cooling profiles for

each pallet layer; section A.3 the experimental heterogeneity plots; section A.4 the experimental

heterogeneity maps; and section A.5 shows the comparison between the empirical dimensionless

temperature distribution and the representative skew-normal distribution for each pallet at a number of

process progression indexes.
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A.2: Cooling Profiles
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Figure A.1: Empirical cooling curve for pallet CP2: 2 vents, 7.5% TOA, 245 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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Figure A.2: Empirical cooling curve for pallet CP3: 2 vents, 7.5% TOA, 335 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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Figure A.3: Empirical cooling curve for pallet SV1: 2 vents, 3.4% TOA, 130 Pa pressure drop. a.) Layer
B, and b.) Layer D.
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Figure A.4: Empirical cooling curve for pallet SV2: 2 vents, 4.5% TOA, 130 Pa pressure drop. a.) Layer
B, and b.) Layer D.
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Figure A.5: Empirical cooling curve for pallet LV1: 2 vents, 8.9% TOA, 130 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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Figure A.6: Empirical cooling curve for pallet LV2: 2 vents, 13.1% TOA, 130 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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Figure A.7: Empirical cooling curve for pallet VN1: 3 vents, 7.0% TOA, 130 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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Figure A.8: Empirical cooling curve for pallet VN1: 1 vents, 7.0% TOA, 130 Pa pressure drop. a.)
Layer B, and b.) Layer D.
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A.3: Heterogeneity Plots
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Figure A.9: Experimental heterogeneity plots for pallets SV1 and SV2.
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Figure A.10: Experimental heterogeneity plots for pallets LV1 and LV2.
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Figure A.11: Experimental heterogeneity plots for pallets VN1 and VN2.
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A.4: Heterogeneity Maps
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Figure A.13: Experimental heterogeneity maps for pallets SV1 and SV2.
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Figure A.15: Experimental heterogeneity maps for pallets VN1 and VN2.
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A.5: Validation of Representative Skew-Normal Distributions
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Figure A.16: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet CP1,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p
= p-value, a = shape, § = location and w = scale.
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Figure A.17: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet CP2,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p
= p-value, a = shape, & = location and w = scale.
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Figure A.18: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet CP3,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y =1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p
= p-value, a = shape, § = location and w = scale.
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Figure A.19: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet SV1,
with fitted Skew-Normal distributions (dashed red lines) at 8 cooling stages: Y = 1, 0.875, 0.75, 0.625,
0.5, 0.375,0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p = p-value, a = shape, § = location
and w = scale. Layer B has been omitted due to a high level of experimental error.
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Figure A.20: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet SV2,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p

= p-value, a = shape, & = location and w = scale.
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Figure A.21: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet LV1,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p
= p-value, a = shape, § = location and w = scale.
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Figure A.22: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet LV2,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p
= p-value, a = shape, & = location and w = scale.
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Figure A.23: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet VN1,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. D = Kolmogorov-Smirnov test statistic, p

= p-value, a = shape, & = location and w = scale.

394



Appendix A — Experimental Cooling Results

a.) VN2 B e Empitical == == = Model
1
Y=1 Y = 0875 Y = 0.75 Y = 0625
D=0 D =0.085 D = 0.056 D =0.056
075 |p=1 p=0.839 p =0.996 p=0.995
o
A 05
Iz,
0.25 a=0 o = -9.49 o =-7.49 o =-5.83
£=0 £=0.11 £=017 £=02
0 w=0 il w=0.13 - w=0.21 w =0.26
04 02 0 02 04 04 H2 0 02 04 L4 L2 0 02 04 04 H2 0 02 04
AY AY AY AY

b 0.5 Y 0375 Y 0.2 ¥ DAGT4
D =0.046 =0.045 D =0.06 D =0.057
075 |p=1 p=1 p=089 p = 0.995
w
E_. 0.5
0.25 a =-3.74 a=-15 a =0.95 o =19.17
£=02 £=014 £=-0.00 £=0.11
w =027 w =021 - w =015 w =015
04 0D2 0 02 04 D4 02 0 0z 04 04 02 0 0z 04 04 02 0 02 04
A¥Y AY AY AY
b)) VN2 D
1
Y=1 Y = 0875 Y = 0.75 ¥ = 0.625
D=0 D=0.08 D =0.051 D =0.052
0.75 |p=1 p=0878 p =0.999 p=0.999
e
= 05
fz,
0.25 a=0 a =717 o =-T o =552
£=0 £=01 £=0.15 £=018
. w=0 Al w=0.11 - w =018 w=0.23
04 0.2 0 02 04 04 02 0 02 04 04 D2 0 02 04 04 D2 i 02 04
AV AY AY
Y = 0375 Y = 0.25 ¥ = 0.1553
D=0.05 D =0.041 D =0.06
p=0.5999 p=1 p=0.99
o =-3.37 o =-1.48 o =033
£=0.16 £=0.09 £=-002
w =021 w=0.14 » w = 0.07
04 02 0 02 04 04 02 0 02 04 04 02 0 02 04 04 02 0 02 04
A¥Y AY AY AY

Figure A.24: Experimental cumulative distribution of AY (solid blue lines) for cooling of pallet VN2,
with fitted Skew-Normal distributions (dashed red lines) for a.) layer B, and b.) layer D at 8 cooling
stages: a.) Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.1674 and b.) Y = 1, 0.875, 0.75, 0.625, 0.5,
0.375, 0.25 and 0.1553. The SECT is not analysed as the VN2 pallet did not reach the SECT. D =
Kolmogorov-Smirnov test statistic, p = p-value, a = shape, & = location and w = scale.
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Appendix B

Additional Heat and Mass Transfer Mechanisms

B.1: Introduction

Some heat and mass transfer mechanisms were excluded from the modelling work of this thesis, as they
were determined to be insignificant to the current scenario of pre-cooling polylined kiwifruit in a
modular bulk package (see section 5.3). In the interests of completeness, it is pertinent to offer some
suggestions for how these additional heat and mass transfer mechanisms could be included with a zonal

model, for alternative systems where they play a more significant role.

B.2: Formulation of Mass Transfer Equations

Formulating the moisture transfer governing equation is done similarly as heat transfer, with a mass

balance within and across zone i, also expressed as a verbal equation in Eq. B.1:

change in the volume all exchanges of moisture
all exchanges of moisture
average moisture between phase Z and
= between phase Z and other + (B.1)
content of phase Z in phases in  adjacent
phases inside of zone i
zone i zones j

In a fashion synonymous with the previous heat transfer discussion, m was chosen as the symbol for a
moisture flux, with units kg water-s™. The same notation for intra- and inter-zonal exchanges was used:

Y. miy;  and Y1, Which gives Eq. B.2:

dMy, , :
?'l = 2 M + Z Mj ke (B.2)

Where % is the mass average moisture change of phase Z within zone i (kg water-s?).

Mass transfers are denoted as the generalised Eq. B.3:

Where K, ¢ is the effective mass transfer coefficient (kg water-m?-s*-Pa'), A, is the effective mass
transfer surface area (m?), and - Ap is the volume averaged water partial pressure difference (Pa).
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B.3 Intra-Zonal Radiation

Radiation is distinct from the other mechanisms because the temperature difference is considered to be

between surfaces, and the temperature gradient is to the fourth power:

_ . . 4 4
¢ii,9 - heffrad,zaazﬁ,i Aeffrad,ZanB,i (Tsurf,Za—>Z‘3,i Tsurf,ZBeZa,i ) (B.4)
Where h,,qq is the effective radiative heat transfer coefficient (W-m?2-K™); A.fs rqq the effective
surface area or view factor (m?); and Ty, the surface temperature; with subscripts Z, — Z; denoting

a specific phase-pair and i the zone under study (see Table 5.2).

Computing the view factor, Acffradza—zgi in an expeditious and automated fashion poses a

significant coding challenge due to the sinuous potential surface shapes in each individual zone.
Solutions could come in the form of an efficient ray tracing algorithm similar to Patil and Ravi (2005),
which could search for unobstructed faces in the second phase from each face in the first. A variety of

methods are given by Gupta et al., 2017 in a review of methods for evaluating the radiation view factor.

The effective radiative heat transfer coefficient is:

heffrad,ZaaZB,i = Oraa " € (B.5)
Where o,.,4 is the Stefan-Boltzmann constant (5.67x10% W.m2.K*); and € is the emissivity of the

surfaces (-). It is recommended that an emissivity of 0.9 is used for fruit (taken from Huang et al., 2017).

Determining the surface temperature of the two phases through which there is thermal radiative
exchange is more challenging, as the surface temperature is not modelled explicitly in the zonal
approach, rather the lumped — or volume averaged — temperature. The approach could be modified to
track this temperature, or it could be estimated as a function of the conductive resistances, as it was in

section 5.5.6.1.3.
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B.4: Intra-Zonal Evaporation

Moisture transfers should be modelled in a fashion analogous to heat transfers, namely via lumped
properties. An electrical analogue for moisture transfers between fruit and polyliner air inside of a zone
is given in Figure B.1. Moisture partial pressures form the gradient for mass transfers; and moisture

transfer resistances are related to the permeability of moisture through the fruit and air:

Ds,i Ropins—ai  Psurf,s—ai Reonva-s,i Daj

(& % —

NN 7

Average . 4 i
moisn;re partial Resistance to A‘rre'ralge mmsmref
: . artial pressure o
£ moisture Resistance to © P
pressure o . phase A
phase S transfer through | moisture transfer
fruit skin through phase A

Surface moisture
partial pressure

Figure B.1: Electrical analogue for evaporation moisture transfer between the fruit and air, using
lumped properties. Image based on van der Sman (2003).

Kiwifruit are moisture rich, with a water content of approx. 80% (Zespri® International, 2011), which
is typical for fruit in general. The moisture content inside of a fruit can therefore be considered constant
and the surface as fully saturated. Thus, there is no ‘internal resistance’ to moisture transfer through the
flesh of the fruit, and instead the resistance to moisture transfer from the fruit is entirely contingent on
the skin permeance, Dg;, (kg water-s*-m=2-Pa?). Typically, D, is difficult to predict/model, so is
empirically determined as a physical constant intrinsic to the fruit and cultivar (Maguire et al., 2010;

Banks et al., 1995). The moisture transfer resistance from the fruit is therefore:

1
Rskin,S—»A,i = Do (B-6)
SKn
Moisture transfer resistance through the air is:
dA—)S i
R s = (B.7)
conv,A-S,1 KA R FN.C
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Where d,_,s; is the ‘characteristic length’ of air inside of zone i (it is recommended that the AVDC
method is used; see section 5.5.6.1.3; m); K, is the moisture diffusion coefficient, or permeability,
through the air (kg water-s*-m™.Pa?) and Fy . is a correction factor due to natural convection — this
may or may not be the same proportionality constant as is used for heat transfer, see section 5.5.6.1.4.

Thus, the effective mass transfer coefficient between fruit and polyliner air is:

1 1

D = =
effconv,S—>A,1 Rskin,S—>A,i + Rconv,A—>S,i 1 + dA—>5,i (8'8)
Dskin ~ Ka*Fnec.

Evaporation involves both heat and mass transfer. Mass transfers are controlled by Eq. B.3, the

generalised ODE for mass transfer; and evaporative heat transfer from the fruit is modelled as:

Giy; =m- Lvap (B.9)
Where i is the mass transfer rate of water, determined by Eq. B.3 (kg water-s™), and L,,, is the latent

heat of vaporisation, which is a constant 2260 kJ-kg water? (taken from Serway and Jewett, 2013).

In a scenario where there isn’t a polyliner, bulk air flows directly over the fruit, evaporating moisture
from the fruit surface and evacuating the moisture from the system. In this case the moisture transfer
resistance in the bulk air phase (Z = 0) will be dependent on the air velocity through the zone. The
forced-air moisture transfer resistance can be determined through a dimensionless correlation (Becker

and Frike, 1996):

Sh = f(Re, Sc) (B.10)
Where the Sherwood number is:
I
Sh = Rext,A—>S,i eff (B.ll)
Ky

The Reynolds number, Re, and the effective length, L.ff, is as described in section 6.3.4; and the

Schmidt number is:

Sc (B.12)

_PA'KA
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So that the effective mass transfer coefficient between the fruit and the bulk airflow is:

1

Deffconv,S—>A,i = 1 LR (B.13)
Dskin ext,A-S,i

Becker and Frike (1996) suggest Eq. B.14 for spherical fruits or vegetables:

Sh = 2.0 + 0.552 - Re®53 - ¢33 (B.14)

However, its efficacy to the current scenario is not explored in this thesis.

B.5: Intra-Zonal Diffusion

Diffusion is also ignored from this zonal model as its impact is negligible over the relatively short time
period of the pre-cooling process (0). If the mechanism were to be included, the same electrical analogue

as Figure B.1 can be drawn in this scenario, replacing the air components with packaging components:

1
Deffdiff,s—»ai T N dpos,i (B.15)
Dskin KP

Where dp_,s ; is the ‘characteristic length’ to the surface formed between fruit and packaging (m), and
Kp is the moisture permeability of the packaging material (kg water-s*-m?-Pa?), which should be

empirically measured (Tanner et al., 2002c).

400



Appendix B — Additional Heat and Mass Transfer Mechanisms

B.6: Inter-Zonal Diffusion

Transfers of moisture between zones should be handled in much the same fashion as the linear slice
geometric procedure of section 5.5.6.2.2, but with the thermal conductivity replaced with the moisture
permeability:

dt *Astice * (pslice n—-1 — 2Dsticen T Pslice n+1) (B-16)

Mslice n_ KZ/
dslice
After setting an initial water partial pressure, p;, and setting the first slice as p,, the set of ODEs are
solved in a similar fashion as was done in the heat transfer case, and the lumped moisture transfer
resistance in a particular is derived from the result via:
dM, B 1 A
dt  Raifrzi O diffzi

(o — P2) (B.17)

Aeffdifflzli “(po — Pz) - dt

Raiffzij = a0 (B.18)
So that the effective mass transfer coefficient in a particular direction is:
D = ! (B.19)
ITaiff 2 " Ryig 71 + Raifs z,ji '

Inter-zonal moisture transfers between fruits should be ignored even if mass transfers are incorporated
into the zonal model, as the fruit is considered fully wetted. For packaging, Z = P, the approach above
is sufficient; however for air, Z = A, the permeability of moisture through air, K, should be K4 ¢rf =
K, - Fy c. where Fy . is the natural convection correction factor. It may be the same as that derived in

section 5.5.6.1.4, but this should be verified.
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B.7: Inter-Zonal Radiation

The energy transfer through this mechanism is:

_ . . 4 4
Pijie = heffraa,z-2505 Aol f rad,ze-zpi) (Tourza-2p" = Tours.2g-201")
(B.20)
For k =10, 11 or 12 (see Table 5.3). The effective heat transfer coefficient in the case of radiative heat

transfer is a constant:

heffrad,ZaaZB,ij = Oraa " € (B.21)
The temperature difference between surfaces, Tsurf zq~2p, j4 - Tsurflzﬁ_,zwi“, is determined over time

through numerical integration, making the primary challenge of incorporating radiation into a zonal
model the development of a fast and automated geometric procedure that can produce the inter-zonal

radiative view factors, A _. While zones are limited in other mechanisms to exchanges in

eff rad,zg—~2p,ij
a maximum of 6 directions, this limitation does not exist for radiation heat transfer. It is possible for a
single zone to exchange thermal radiation with every other zone in the network, given that A,z is
greater than O for a given combination of zone i and zone j, adding significantly to the number of
calculations that must be performed by this theoretical geometric procedure. A ray tracing algorithm,
such as the one suggested previously (Patil and Ravi, 2005), would need to be able to detect obstructions
between the two zones being studied: for example, a zone in the centre of the package would likely

have an A.sy = 0 with a zone at the edge because of interference by the zones in between.
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Heterogeneity, a distribution of rates and achieved temperatures, during bulk chilling, drying and
freezing processes can be a leading cause of losses and quality decline in the food manufacturing in-
dustry. Assessing or comparing system performance would benefit from a set of robust tools to report,
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approach to evaluating innovations.
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1. Introduction

Batch chilling, freezing and drying operations are common op-
erations in food processing (Petrova et al., 2015; Singh and
Heldman, 2009a; O'Sullivan et al., 2014). Reducing the tempera-
ture or moisture content of fresh food products can significantly
decelerate natural degradation and halt microbial action, thus
maintaining product quality during transport from farm to con-
sumer and extending shelf life.

Many cooling and drying operations are based on the heat or
moisture exchange between a food product and a constant supply
of airflow through the system (O'Sullivan et al., 2014), so that the
surface velocity, distribution, temperature and moisture content of
the transfer fluid ultimately determines the rate, uniformity and
efficiency of these batch operations. For example, forced-air cooling
is widely used in the horticulture industry to quickly and efficiently
bring freshly picked produce down to storage temperature. Large
batches of produce are packed into boxes, stacked into pallets and
placed into a refrigerated room. A fan is then used to create a
pressure drop across the pallet, forcing cold air to penetrate
through the pallet structure and exchange heat convectively with

* Corresponding author.
E-mail address: ].Olatunji@massey.ac.nz (J.R. Olatunji).

http://dx.doi.org/10.1016/j.jfoodeng.2016.10.004
0260-8774/© 2016 Elsevier Ltd. All rights reserved.

the product inside (O'Sullivan et al., 2014; Pathare et al., 2012).
Many drying processes are similarly designed around the supply of
dry air to treat a product, such as in the case of dry-cured hams.
Large quantities of ham are placed into a drying chamber that is
flooded with a constant supply of dry air, circulated around the
chamber using fans (Bantle et al., 2015; Petrova et al., 2015).
Moisture is driven from the meat due to the moisture gradient
between the surface of the hams and the low humidity air. Thus the
rate of heat or moisture transfer can be dependent on the ‘venti-
lation efficiency’, or how evenly airflow is delivered throughout a
space, and how quickly the space is replaced with fresh air — a
notion that is used frequently in building and room sciences and
summarised by the mean age of air concept (or MAA), generally
defined as the average time for air to travel from a supply inlet area
to any location in a ventilated room (Chanteloup and Mirade, 2009).
Batch systems can suffer from heterogeneity as a result of poor
ventilation, where the rate of heat or moisture transfer for indi-
vidual products varies significantly with location due to there being
suboptimal (or over-optimal) interaction with the supply of air
(Delele et al., 2013; Defraeye et al., 2014; Ferrua and Singh, 2009a).
For example, in chilling and freezing operations, there may be re-
gions within a system that are shielded from the effects of refrig-
erated airflow. This can negatively impact the performance of the
process, as these products may experience a shortened shelf life
compared to other products from the same batch, due to extended
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periods of time at elevated temperatures — apples, for example,
respire twice as quickly at 4 °C as at 0 °C, and six times as fast at
15 °C (Morris and Brady, 2005); and one additional hour at elevated
temperatures corresponds to a shortening in shelf-life of one day
(Yahia and Elansari, 2011). Conversely, a system may have regions
that are positioned closely to the inlet supply of refrigerated air, so
that products in these positions cool disproportionately quickly
compared to the average cooling rate. This also can negatively
impact the performance, as these products have a higher risk of
suffering from chilling injury, where cold shock can impact the
texture, taste and shelf life of food products (Zhao et al., 2014;
Defraeye et al., 2016). For drying processes, under-dried products
risk mould and bacterial growth, while over-dried product repre-
sents product sale weight loss.

When exploring the feasibility of upgrading existing facilities, or
designing new and improved batch processes, engineers and
technologists must be able to fairly compare and contrast differ-
ences between systems in a quantifiable manner. The MAA concept
and its related performance metrics can be used to compare the
quality of ventilation between two or more batch processes from an
airflow-side perspective; however, it is also important to have
performance metrics from a product-side perspective. For example,
comparing chilling operations is commonly achieved by reporting
the average cooling rate — such as the half-cooling time (HCT) or
seven-eighths-cooling time (SECT). While the average rate of
removal is important, when reported in isolation it ignores other
factors that impact performance, such as heterogeneity. Previously,
temperature variability has been reported as the relative standard
deviation (Eq. (1)).

1 1 & =2
HI == mz(nﬁr) (1)

n=

where T, is the temperature of product n out of a total m number of
products, and T is the average temperature (Dehghannya et al.,
2011; Han et al, 2015; Defraeye et al., 2015; Lu et al, 2014;
Barbin et al., 2012). Reporting heterogeneity this way has signifi-
cant shortcomings, such as:

e Only being applicable at single points of time. Although a time
series of HI values can be plotted to indicate changes in het-
erogeneity over time, it would be preferable to have a single
value that represents total process heterogeneity over the entire
processing time;

Eliminates information concerning whether a product is hotter
or colder than the average temperature, and does not provide
information pertaining to the shape of the temperature or
moisture distribution, or how the shape of the distribution
changes over time. The performance may be different
comparing a batch cooling process that is dominated by colder
than average temperatures (more products susceptible to
chilling injury) to a process that favours warmer than average
temperatures (higher rates of senescence). For example, kiwi-
fruit quality declines more rapidly due to chilling injury than
from senescence (Zhao et al., 2014). Similarly, a drying process
dominated by over-dried products will be inefficient in terms of
loss of saleable weight, but the consequences of this are far
different compared to a system where under-drying has resul-
ted in rotting and total loss of sale. Therefore, it would be
preferable to have a heterogeneity index that includes tools to
compare the shape of temperature or moisture distributions;
Becomes mathematically unstable when the refrigeration tem-
perature approaches zero, or is less than zero. As T is the de-
nominator in Eq. (1), and many cooling operations are

conducted near or below 0 °C, the HI approaches infinity or
becomes negative. As suggested by Defraeye et al. (2015), this
problem can be addressed by using an appropriate offset,
namely the Kelvin temperature scale (K). Although this solves
one issue, others then arise: T, — T remains the same when
using °C or K, but T is much larger when using K, resulting in
disparate HI values from the same set of data, where only the
units of temperature have been changed. It would be preferable
to have a heterogeneity index that is dimensionless so that a
wide number of systems can be fairly compared.

Therefore, in assessing performance of batch operations from a
product-side perspective, in addition to the average rate of removal,
a robust heterogeneity index is required to quantify the variability
in a given process, and hence fairly compare different systems. In
this paper, a new heterogeneity index is presented. It was devel-
oped and applied to forced-air cooling of fresh horticultural pro-
duce, and as a result the language used throughout this paper is
appropriate for a chilling scenario (i.e. temperature and cooling,
rather than moisture and drying). However, application of the
heterogeneity index to other batch operations — such as heating,
drying, freezing and thawing — is possible. The aim was to develop
a suite of tools that can be used to model, visualise and quantify the
levels of process heterogeneity over the entire process time for a
batch process. Section two gives details of a laboratory scale forced-
air cooling experiment of two pallets of polylined Hayward kiwi-
fruit, each weighing 500 kg and subjected to different airflow rates
of 0.38 and 0.77 m> s, respectively. Section two also explains the
development of the new tools used to describe heterogeneity:
detailing how to process raw temperature and time data into
dimensionless equivalents for fair comparisons between systems,
and offers suggestions for how to process data from alternative
batch operations, such as drying and freezing; it also includes
methods to describe temperature distributions at specific points in
time, and how to compare two or more distributions; how het-
erogeneity over the entire process is visualised using the hetero-
geneity plot; and introduces the Overall Heterogeneity Index (OHI),
a continuous, quantitative metric for total process heterogeneity
that is dimensionless in terms of temperature and time. Finally,
section three presents results from the forced-air cooling experi-
ments, and applies the new methods and tools to give a total
description of process heterogeneity, and how changes in impor-
tant operational settings — in this case, the airflow rate — impacts
the total process heterogeneity, and how heterogeneity changes
over time.

2. Methods and materials
2.1. Laboratory scale forced-air cooling of kiwifruit pallets

Forced-air cooling is the most commonly used batch precooling
process in the horticulture industry (Opara and Zou, 2007), so it
was fitting to demonstrate the new heterogeneity index based on
this popular application. A laboratory scale forced-air cooling trial
was performed, where one hundred (100) boxes of average weight
100 g Hayward kiwifruit (Actinidia deliciosa) weighing approxi-
mately 10 kg per box (i.e. 100 kiwifruit per box), were supplied by
Zespri International Ltd. These were stacked into two pallets of 50
boxes each (10 boxes per layer, 5 layers per pallet, Fig. 1c), weighing
500 kg each — half the size of an industry standard pallet, which
typically has 10 layers (O'Sullivan et al., 2016). Polystyrene and
aluminium foil insulation was attached to the top and sides of each
pallet so the predominant mode of heat transfer was convection
with the bulk flow of refrigerated air through the pallet, rather than
convection or thermal radiation between the pallet and the cold
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a,) Ventilation Fibreboard
Packaging
\

Kiwifruit

C.) Insulation

Layer E

Layer D

Layer C

— L

Layer B

Layer A

Hayward Polyethylene b.)
Polyliner

Instrumented
Fruit (red)

Variable Speed
Drive Fan

Pallet Base

Fig. 1. Details of the experimental forced-air cooling setup for pallets of polylined kiwifruit. a.) a modular bulk package of Hayward kiwifruit, containing approx. 10 kg of fruit (100
per box), with package and ventilation dimensions. b.) ordered stacking pattern of kiwifruit within instrumented boxes, with thermocouples inserted into the centre of fruit
highlighted in red. c). experimental forced-air cooling set up: 50 boxes of kiwifruit stacked into a pallet, connected to a VSD fan. 14 boxes were instrumented: 7 in layer B
(highlighted in red) and 7 in layer D (highlighted in green) for a total of 168 temperature positions. (For interpretation of the references to colour in this figure legend, the reader is

referred to the web version of this article.)

room (Fig. 1c). In practice, pallets are cooled in large row batches, so
interaction with the air pulled through the pallet is the only
available heat transfer mechanism for the majority of pallets
(O'Sullivan et al., 2014). The boxes were made from corrugated
fibreboard, with a total front ventilation opening area of 7.5% and
side ventilation opening area of 2% (Fig. 1a). The kiwifruit were
wrapped in a polyethylene liner to prevent moisture loss and
product shrivelling (Fig. 1a). Within the polyliner, kiwifruit were

stacked into 4 ordered rows (Fig. 1b), so that the impact on the
cooling rate and heterogeneity is due to differences in operational
settings between pallets, rather than an artefact of different
random stacking patterns between boxes. 14 boxes were selected to
be instrumented: 7 in row B (highlighted in red, Fig. 1c) and 7 in
row D (highlighted in green, Fig. 1c). Type-T thermocouples were
inserted into the centre of 12 kiwifruit per selected box (high-
lighted in red, Fig. 1b) and connected to 64-channel data-loggers



84 J.R. Olatunji et al. / Journal of Food Engineering 196 (2017) 81-93

(1000 Series Squirrel Meter/Logger, Eltek Ltd. Cambridge, UK).
These boxes and fruit were selected to give a wide spatial sample of
168 temperature positions throughout the pallet. Kiwifruit were
equilibrated to 20 °C for 48 h for a uniform initial temperature.
Pallets were connected to a variable speed drive (VSD) fan
(AP0502AA5/16, Fantech, Wellington, New Zealand; Fig. 1c), where
each pallet was subjected to a different airflow rate. For the first
pallet, the VSD was set to 22 rotations per second (RPS). This setup
resulted in a pressure drop across the pallet (measured using a
Honeywell SSCDRRNOO5ND2AS5, USA barometer) of 130 Pa, and a
volumetric flow rate of 0.38 m® s™! (0.76 L s~! kg product™!). For
the second pallet the airflow rate was approximately doubled, with
a VSD setting of 35 RPS, corresponding to a pressure drop of 335 Pa
across the pallet, with a volumetric flowrate of 0.77 m> s~ or
1.54 L s~! kg product™. Pallets were cooled separately inside of a
refrigerated room situated at the laboratories of the Centre for
Postharvest and Refrigeration Research, with a refrigeration tem-
perature of 0 °C. Although a typical forced-air cooling process is
halted at the SECT (typically a time period of ~12 h, O'Sullivan et al.,
2016), each pallet was cooled for a 24-h period to ensure cooling
had reached completion. All temperatures were recorded at one
minute intervals. It was hypothesised that a doubling of the airflow
rate through the second pallet of kiwifruit would result in an
elevated overall cooling rate, as well as a more uniform cooling
profile. It was thought that at this elevated airflow rate, the overall
MAA would be improved, as air is replaced more rapidly with fresh
refrigerated air. As a result, a high temperature gradient between
the fruit and air will be better maintained, and the higher pressure
drop will ensure that cold air is delivered to previously hard to
reach locations within the pallet structure.

2.2. Development of new heterogeneity index

2.2.1. Dimensionless units

Collected temperature and time data must be non-
dimensionalised so that different systems can be fairly compared
(Brosnan and Sun, 2001). Suggestions for how to achieve this for
chilling, freezing and drying operations are provided in this section.
For clarity, a chilling process is defined as one where the refriger-
ation temperature, Trep, is greater than the product freezing point,
Ts, typically >0 °C. A freezing process is where the refrigeration
temperature is less than the product freezing point, <0 °C; and a
drying process is one focused on mass transfer — namely moisture
— rather than heat transfer.

2.2.1.1. Dimensionless quantity change. In the case of a chilling
processes, the Fractional Unaccomplished Temperature Change
(FUTC) is a parameter commonly used (Brosnan and Sun, 2001):

Ten — Ty
Yin =75 2
O )
Adjustments are made to Eq. (2) to incorporate drying and
freezing operations. For drying, temperature is substituted for the
partial pressure of water vapour in the product, P (Pa):

Pen — Py

Vin = b 3)

During the latent phase of a freezing process, there may be
temperature uniformity between proximate products; however,
some products will be further along in freezing than others.
Therefore, in a freezing scenario, the enthalpy method is used (Hu
and Argyropoulos, 1996), where temperature is replaced by
enthalpy, E (J.kg™1):

Een — Eq
Yin=—- (4)
‘T Ein—Eg
Eq. (5) summarises the changes to Eq. (2):
Xen — X
Yy, — b (5)
X,tn Xi«,n *Xﬂ

where Y is the fractional unaccomplished change of the quantity X,
where X is temperature (T), enthalpy (E), or vapour pressure (P).
Subscripts t is time; n is an individual product out of a total number
of recorded products, m; and i is initial quantity.

For chilling, Ty is the refrigeration temperature, T = Tre.

For drying, Py is the partial pressure of water in the incoming air.
For air (at 101.3 kPa or standard atmosphere), this is (Maguire et al.,
2010):

Tref RH
Pg =611-exp {17.27 <m>} 100 (6)

where RH is the relative humidity of the air.
For a freezing process, Eg = 0. The initial enthalpy, E;, is the sum
of the three stages of freezing:

Ei = Ecool + Efusion + Efreeze (7)

where Ecyq is the pre-cooling phase (T, > T), estimated by:
Ecool = Cp,cool' (Ti - Tfr) (8)

where G 001 is the specific heat capacity of the product above the
freezing point (J.kg™! K™1); Efusion is the latent phase (T, = Tp):

Efusion = qusion (9)

where Lgysion is the latent heat of fusion (Jkeg™1); and Efreeze is the
subcooling phase (T, < Tf), which can be estimated by:

Efreeze = Cpfreeze' (Tfr - Tref ) (]0)

where G freeze is the specific heat capacity of the product below the
freezing point (J.kg~! K~1). For the latent heat of fusion and freezing
temperatures for a wide variety of food products and methods to
estimate these values, see ASHRAE (2010).

Although not considered here, heating and thawing processes
can be approached in a similar manner to cooling and freezing,
respectively.

2.2.1.2. Characteristic index of process progression.
Temperature distributions should not be compared at absolute
times (seconds, minutes, hours etc.), as this introduces bias. To
illustrate, take two hypothetical chilling processes, where system A
has a HCT of 150 min, and system B has a HCT of just 50 min. A
comparison at 150 min of absolute process time would see system
A at the HCT, when temperature variability is expected to be near its
maximum. At this same absolute time, system B is near the SECT,
when temperature variability is expected to be low, as cooling is
near commercial completion. As a result, the faster system appears
to be more uniform, a clear bias that is an artefact of the cooling
rate. Hence, it would seem that a more appropriate comparison of
two systems would be at the same characteristic time, such as at
the HCT of each operation, (150 and 50 min for system A and B,
respectively) or the SECT (450 and 150 min for system A and B,
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respectively). This can be achieved by creating a dimensionless
time scale, a characteristic index of process progression.

The average fractional unaccomplished quantity change is one
option to accomplish this:

m
Yxi= Z Yx tn/m (11)
n=1

Using Y ensures each system is continuously compared at the
same average cooling state. Every system will begin at Y = 1, and as
cooling progresses, Y will tend towards 0. For a chilling process, the
HCT occurs at Y = 0.5; and the SECT at Y = 0.125.

While it is recommended that Y is used wherever possible, there
may be scenarios where it's not appropriate. For example, short
operational changes are often made to a batch chilling process, such
as ceasing cooling momentarily to rotate the pallet and change the
direction of airflow (Ferrua and Singh, 2009b); or an intermediary
warming period. These scenarios would cause a discontinuity on
the progression of the process, and interferes with further analysis.
An alternative is to use the fractional unaccomplished cooling
completion time, 7:

TX,t:1 —[’/tf

Calculating 7 requires a consistent definition of ¢ the time at
which the process ends. For example ceasing precooling operations
at the SECT is often recommended; therefore t; would be the SECT
for each system under study. In this scenario, each system will
begin at 7 = 1, and will cease at 7 = 0. For a chilling process, the HCT
occurs at 7 = 0.66; and the SECT at 7 = 0.

It should be stressed that a system analysed using Y cannot be
compared to a system analysed using 7; comparisons can only be
made between systems analysed using the same methodology.
Both process progression indexes are discussed further in section
2.2.3.1.

(12)

2.2.2. Heterogeneity at single time points

Throughout most batch chilling processes, a majority of the
products cool at near the average rate. However, there will be other
products that cool quickly, and others that cool slowly, giving a
multitude of hot and cold spots. The number and magnitude of
these positions is expressed by the dimensionless temperature
difference, AY:

AYxin=Yxen— Yxi (13)

When AY is plotted as a histogram, the distribution of temper-
atures at a given point in time will form a bell curve (Fig. 2a),
although potentially skewed in either direction. By definition, the
mean value of the AY bell curve is 0. Positive numbers represent
products warmer than the average and hence cooling slowly (hot
spots); while negative numbers represent products colder than the
average, and hence cooling faster (cold spots). For a low variation in
temperatures, the AY bell curve is tall and narrow; while a AY bell
curve indicating high levels of variability is short and wide.

Temperature variability at a given point in time can therefore be
modelled as a population bell curve with a mean of zero, and a
standard deviation representing the standard deviation of AY. This
bell curve is described using a Gaussian function (Terrell and
Fomby, 2006):

1
In(AY) = amfxp(

where fy(AY) is the frequency of a given value of AY, u is the mean of
AY (n = 0), and ¢ is the standard deviation of AY.

Equation (14) and Fig. 2a assumes a normally distributed AY bell
curve. However, there are many reasons for a non-normal distri-
bution to occur. Products in preferential locations with respect to
the cold airflow may cool disproportionately quickly compared to
the average rate, while other products may be shielded from the
refrigerated air and cool disproportionately slowly. Differences in
product size, thermal properties, a poor selection of sample tem-
perature positions, or equipment error could also contribute to a
skewed temperature distribution. Regardless of the cause, these
effects need to be accounted for mathematically for the heteroge-
neity index to be robust. The skew-normal (SN) distribution
(O'Hagan and Leonard, 1976; Terrell and Fomby, 2006) extends the
normal Gaussian distribution (Eq. (14)) to incorporate skewness
through the use of ¢, a shape factor. When « = 0, skewness vanishes
and the distribution reverts back to normality. When « > 0, the
distribution is skewed to the right, representing a temperature
profile that has a higher proportion of warmer temperatures; and
when « < 0 the distribution is skewed to the left, a temperature
profile with a higher magnitude of colder temperatures (Fig. 2b).
The SN density function is (Terrell and Fomby, 2006):

(14)
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Fig. 2. a.) Potential heterogeneity at a single point of time modelled using a normal Gaussian distribution; b.) Potential heterogeneity at a single point of time modelled using a

Skew-Normal distribution, to account for non-normal distributions of AY.
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Fig. 3. Idealised heterogeneity plots, plotting AY for each individual product against Y,
for four theoretical systems: a.) System A, with a normal distribution of hot and cold
spots, and a high level of heterogeneity; b.) System B, with a normal distribution of hot
and cold spots, and a lower level of heterogeneity; c.) System C, with skewness-over-

time behaviour, and; d.) System D with a short intermediary warming period, making
Y an inappropriate process progression index.

fn(AY) = 26 (Mw‘ g>¢ (a ar- E) (15)

where ¢ is the standard normal distribution and @ is the standard
normal cumulative distribution. The two additional terms: &,
defined as location; and w, defined as scale; are the SN analogues to
the mean (1) and standard deviation (), respectively. The SN cu-
mulative density function is (Terrell and Fomby, 2006):

Fsn(AY) = @ (Awa 5) — 2Towen (AYT”g a) (16)

where Towen is Owen's T function (Owen, 1956). Hence, a temper-
ature distribution at a given point in time can be summarised
quantitatively using just three parameters: «, £ and .

2.2.3. Heterogeneity over time

Analysis of the distribution of AY only offers information at
single stages of the process. There must also be methods to visu-
alise and quantify heterogeneity over the entire bulk chilling
process.

2.2.3.1. Visualising heterogeneity over time. Plotting AY (Y-axis)
against Y or 7 (X-axis) produces a variability over time plot that's
dimensionless in terms of both temperature and time. Named the
heterogeneity plot, it provides engineers and technologists with a
useful visual tool to compare the variability of two or more systems
over the entire processing time. To introduce the heterogeneity
plot, theoretical heterogeneity plots are presented in Figs. 3 and 4
(empirical heterogeneity plots given later, see Fig. 9a and b).
These plots represent hypothetical chilling operations that follow
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Fig. 4. Idealised heterogeneity plots, plotting AY for each individual product against 7
for four theoretical systems: a.) System A, with a normal distribution of hot and cold
spots, and a high level of heterogeneity; b.) System B, with a normal distribution of hot
and cold spots, and a low level of heterogeneity; c.) System C, with skewness-over-
time behaviour, and; d.) System D, with a short intermediary warming period, mak-
ing 7 the appropriate process progression index.

expected heterogeneity trends, with temperature uniformity at the
beginning of the process, maximum heterogeneity at the HCT, and
temperature uniformity again when t — o and all products are at
the storage temperature. Each was constructed to show how the
heterogeneity plot is interpreted and how to visually identify dif-
ferences between systems. Lines are the AY of individual products
over time; thus, Figs. 3 and 4 show a representative sample of 11
temperature positions from four hypothetical operations, using
both process progression indexes, Y and 7. A larger proportion of
products have AY close to 0 at all times, as they are cooling similarly
to the average cooling rate. Hence, lines on the heterogeneity plot
are denser nearby AY = 0. The proportion of products hotter and
colder than the average diminishes away from AY = 0, so that the
lines of the heterogeneity plot separate toward highly positive or
negative values of AY. This gives all heterogeneity plots a charac-
teristic ‘eye’ shape, where it is tapered at both ends, as heteroge-
neity is low at the beginning and end of a bulk chilling process; and
a bulge at approximately the HCT, where variability is highest.
System A (Figs. 3a and 4a) shows a system with a normal dis-
tribution of hot and cold spots, with a high level of total process
heterogeneity. System B (Figs. 3b and 4b) is again normally
distributed, but represents a system with low total process het-
erogeneity. System C (Figs. 3c and 4c) shows a system that has
skewness over time behaviour. System D (Figs. 3d and 4d) shows a
process with a short intermediary warming period. Visually
comparing system A to B, it is readily apparent that system B has a
lower spread of temperatures over time; thus system B would be
considered superior in terms of homogeneity. Comparing system B
to C makes the presence of skewness visually evident; System C
clearly showing a higher proportion of cold spots at the beginning
of the chilling process, and a higher proportion of hot spots toward
the end. System D illustrates a scenario where Y is an inappropriate
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Fig. 5. Idealised heterogeneity maps. 3-D heterogeneity maps (a and c) plot AY on the Z-axis, while 2-D heterogeneity maps (b and d) displays AY as a colour spectrum. a and b use Y
as the process progression index, ¢ and d use 7. (For interpretation of the references to colour in this figure legend, the reader is referred to the web version of this article.)

process progression index. Because of the short warming period, Y
increases for a short period, causing the heterogeneity plot to go
backwards on the X-axis. This inconsistency is solved by using 7
instead of Y.

2.2.3.2. Quantifying heterogeneity over time. While a heterogeneity
plot is a useful visual tool, a quantitative metric for heterogeneity
over time is necessary. The heterogeneity map was developed for
this purpose, shown for idealised systems in Fig. 5. It is a 3-D plot
with the dimensionless temperature difference (AY) on the Z-axis,
the chosen process progression index — Y or 7 — on the X-axis, and
the cumulative distribution of AY on the Y-axis (F(AY)) (Fig. 5a).
Alternatively, for a 2-D heterogeneity map, the Z-axis can be
replaced by contours or a colour spectrum across the AY range
(Fig. 5b). From this data plot, the Overall Heterogeneity Index (OHI)
is derived: a single, continuous and quantitative metric for total
process heterogeneity that is dimensionless in terms of tempera-
ture and time.

The theoretical best case scenario in terms of temperature
uniformity is represented by a heterogeneity map with a perfectly
flat plane at AY = 0 (Fig. 6a). This scenario has an OHI = 0, as it is not
possible to have a more homogenous system. Systems with some
level of heterogeneity will have curvature: products that cool faster
than the average rate will drop below, and products that cool
slower than the average rate will rise above the Z-axis origin. De-
viation from the best case scenario will have an OHI > 0; and by
extension, the higher the OHI, the higher the total process hetero-
geneity. Individual products that are at or near to the average
temperature contribute minimally to the OHI, while products that

are significantly hotter or colder than the average temperature
contribute greatly to the OHI. Therefore the OHI is equal to the
volume that the surface of the heterogeneity map encompasses
above and below the Z-axis origin — as represented by the magenta
coloured volume in Fig. 6b and c. This volume (the OHI) can be
determined by:

1 T start
OHI — /

0 TN

|AY|dF(AY)d.7 (17)

where OHI is the Overall Heterogeneity Index, |AY| is the absolute
dimensionless temperature difference for all temperature positions

1
and times, / dF(AY) is the integral along the Y-axis, and
0

T START
/ d.7 is the integral along the process progression index, X-
7 END

axis (either Y or 7) of the heterogeneity map.
When using Y, .7 starr = 1 and .7 gyp = 0.125:
11

OHI; = /
0 0.125

|AY|dF(AY)dY (18)

When using 7, .7 syarr = 1 and 7 gyp = 0:

11

OHI, = |AY|dF(AY)dr (19)
/]



88 J.R. Olatunji et al. / Journal of Food Engineering 196 (2017) 81-93

a.) OHI =0 b.) OHI = 0.05 c:)

05
F(AY)

F(4Y) 10

=i

0 )% F(AY) 10 Y

Fig. 6. Idealised heterogeneity maps of three hypothetical systems with varying levels of process heterogeneity: a.) A system with perfect temperature uniformity, and an OHI = 0;
b.) A system with a low level of heterogeneity, OHI = 0.05, and; c.) A system with a high level of heterogeneity, OHI = 0.1.

The OHI is robust to comparisons between systems where a
different number of temperature positions are used, as the integral
along the Y-axis is consistently 0 — 1 in all cases, so that the OHI
scales appropriately. The OHI is also not overly sensitive to mea-
surement error, such as thermocouple failure (elimination of a
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temperature position) or rogue data points; as the OHI incorporates
the AYof each individual product, one or two outliers has a minimal
impact on the overall value.

Again it should be emphasised that an OHI derived using Y is not
comparable to an OHI derived using 7. A shortcoming of the OHI is
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Eig. 7. Experimental kiwifruit forced-air cooling profiles for a.) the first pallet, with an airflow rate of Q = 0.38 m> s~! and; b.) the second pallet, with an airflow rate of
Q =0.77 m*> s~ . Individual fruit temperatures marked as solid lines, pallet average temperatures marked as dashed lines; air temperatures marked as a light blue lines. Dotted blue

lines mark important process times for each pallet: OECT = One-Eighths Cooling Time, Y = 0.875; HCT = Half-Cooling Time, Y = 0.5; and SECT = Seven-Eighths Cooling Time,
Y = 0.125. c.) heterogeneity analysis of both pallets using the relative standard deviation over time (Eq. (1)), using °C (dashed lines, triangles) and K (solid lines, squares) as
temperature units. The heterogeneity trends are not accurate due to mathematical instability in the case of °C, and artefacts of the differences in overall cooling rate between pallets
in the case of K. (For interpretation of the references to colour in this figure legend, the reader is referred to the web version of this article.)



J.R. Olatunji et al. / Journal of Food Engineering 196 (2017) 81-93 89

a) | b) c.)
¥=05
0.25 Wosgmss1 = 0.99
- Posgmas1 = 0.14
2 0.2 Wo77m3s1 = 0.99
] Po.77m3s-1 = 0.10
g
= 0.15
X _
0.1 Y=0875 ¥=0.125
Wo.sgmss1 = 0.91 Wi 3smss1 = 0.96
0.05 | Possmss1 = 4.4E-7 Po.3gm3s-1 = 0.5E-4
Wo.77m3s1 = 0.95 Wo77m3s.1 = 0.95
Po.77m3s1 = 1.1E-4 Po.77m3s1 = 6.9E-5

0 02 04 06 08 1 0 02 04 06 08 1 0 02 04 06 08 1
Fractional Unaccomplished Temperature Change , Y (-)

Fig. 8. Temperature distributions from pallet one (Q = 0.38 m> s~', blue) and two (Q = 0.77 m> s~ !, orange) at a.) Y = 0.875 (OECT), b.) Y = 0.5 (HCT) and c.) Y = 0.125 (SECT). W =
Shapiro-Wilks test statistic; p = p-value. (For interpretation of the references to colour in this figure legend, the reader is referred to the web version of this article.)
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Fig. 9. Experimental heterogeneity plots for the forced-air cooling of kiwifruit, plotting the AY of individual fruits against Y, the chosen process progression index for a.) pallet one,
Q =0.38m?s ! and b.) pallet two, Q = 0.77 m> s~ ' ¢.) Shape (red circles), scale (green squares) and location (blue diamonds) values for representative Skew-Normal distributions at
Y =1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125 for pallet one (solid lines) and pallet two (dashed lines). (For interpretation of the references to colour in this figure legend, the
reader is referred to the web version of this article.)
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that in isolation it does not indicate the extent to which it is
dominated by products hotter or colder over time. However, as
F(AY) in Eqgs (17)—(19) can be modelled as a SN distribution (Eq.
(16)), representative «, £ and w can be assigned at various process
times and reported in conjunction with the OHI to give a total
description of process heterogeneity over time.

3. Results and discussion
3.1. Experimental results

Experimental cooling curves for both pallets of kiwifruit are
shown in Fig. 7. The first pallet — with a flowrate of Q = 0.38 m> s~
— is shown in Fig. 7a, and the second pallet — with a flowrate of
0 = 0.77 m® s~! — in Fig. 7b. Individual product temperatures are
plotted over the 24 h cooling period, displayed as solid lines. The
average fruit temperature (dashed lines) and refrigerated air tem-
perature (light blue line) are overlaid. Important temperature
milestones — the 1/8th cooling time (OECT), Y = 0.875; half-cooling
time (HCT), Y = 0.5; and 7/8th cooling time (SECT), Y = 0.125 — are
marked with dotted blue lines. At the beginning of the cooling
process (t = 0 h), the individual fruits were at a similar initial
temperature of 20 °C, so that there was near temperature unifor-
mity. As cooling progressed, individual fruits experienced disparate
cooling rates, so that at the HCT there was a high level of hetero-
geneity in each system. As the second pallet was cooled with
approximately double the airflow rate, this pallet experienced an
overall accelerated cooling rate, where the HCT was reached after
t =31 hfor Q = 0.77 m> s~ (Fig. 7b) compared with t = 4.0 h for
Q = 0.38 m® s~! (Fig. 7a). As the fruit continued to cool, the fruit
began to approach the refrigeration temperature of approximately
0 °C. Therefore, at the SECT — when the forced-air cooling process is
typically halted, and the pallets are moved into cold storage;
t = 13.8 h for the first pallet (Fig. 7a) and t = 10.4 h for the second
(Fig, 7b) — there was a narrower separation of temperatures, so that
heterogeneity was again low. This separation in temperatures
continued to narrow as each pallet continued to be cooled over the
whole 24-h period.

Using Celsius (°C) as the temperature scale, the expected het-
erogeneity trends are not reflected by the relative standard devia-
tion (Eq. (1); Fig. 7c). Rather, the heterogeneity is shown to
constantly increase, with a greater apparent level of heterogeneity
at the SECT when compared to the HCT for both systems. This is a
product of mathematical instability, where as T approaches the
refrigeration temperature of approximately 0 °C, the HI is artificially
inflated; and becomes negative in the case of the second pallet at
t = 19.8 h, as the average pallet temperature has fallen slightly
below 0 °C. These problems were addressed by using an appro-
priate offset, namely the Kelvin temperature scale (K), as suggested
by Defraeye et al. (2015; Fig. 7c). It would seem that the second
pallet is superior in terms of heterogeneity, displaying lower values
of HI at the same absolute times. This is not accurate, and — in
relation to the discussion pertaining to the necessity of a dimen-
sionless process progression index for fair comparisons (section
2.2.1.2) — is an artefact of the second pallet having an accelerated
overall cooling rate.

Additionally, important information pertaining to the shape of
the temperature distributions was masked by only using the rela-
tive standard deviation. A closer examination of the temperature
profiles at the important process milestones are shown in Fig. 8. It
was observed that at the OECT (Fig. 8a), the temperature profile was
heavily skewed to the left, as a significant proportion of fruit have
cooled disproportionately faster than the average rate, most likely
from being in preferential locations with respect to the incoming
cold airflow — such as fruit in contact with the polyliner. At the HCT

(Fig. 8b), this level of skewness seemed to have reduced so that
there was a more even spread of hot and cold temperatures around
the average fruit temperature. At the SECT (Fig. 8c), a level of
skewness had returned, but was instead skewed to the right, as a
large proportion of fruit had lagged behind the average cooling rate
due to being shielded from the forced air — such as fruit stacked
near the centre of a box. These observations were further supported
by Shapiro-Wilks tests (Shapiro and Wilk, 1965), where only the
distributions at the HCT can be considered to be normally distrib-
uted (Fig. 8b, p > 0.05). It is important to again emphasise that a
typical forced-air cooling process is halted at the SECT. The tem-
perature distributions shown in Fig. 8c are likely to persist for a long
period of time after the pallet is moved into cold-storage, as the
primary mode of heat transfer is shifted from forced-convection to
natural convection, conduction and radiation with a cold room,
heat transfer mechanisms that are substantially slower (Singh and
Heldman, 2009b). Therefore, quantifying, comparing and con-
trasting the temperature distributions at the process end time of-
fers an additional pathway toward optimization, information that is
otherwise ignored if only the relative standard deviation is used.

3.2. Application of the new heterogeneity index

The new heterogeneity index was then applied. Recorded tem-
perature data from each pallet was non-dimensionalised using Eq.
(2).Y (Eq. (11)) was deemed an appropriate dimensionless process
progression index as cold air was constantly supplied to each sys-
tem throughout the 24 h of cooling. Experimental heterogeneity
plots for each system are shown in Fig. 9a and b. These empirical
heterogeneity plots correctly reflect the expected heterogeneity
behaviour over time from the theoretical plots displayed previ-
ously: the characteristic ‘eye’ shape is distinct, and the skewness
over time behaviour is visually conspicuous by the absence of
longitudinal symmetry — similar to the hypothetical system C from
Fig. 3c, where colder than average temperatures are favoured at the
beginning of the cooling process, and then hotter than average
temperatures toward the end. Empirical heterogeneity maps for
each system are shown in Fig. 10, where OHIg 35351 = 0.0817 and
OHL; 4 77,351 = 0.0845 were derived. Thus, a doubling of the
airflow rate has resulted in a small 3.4% increase in total process
heterogeneity. More details about how the temperature distribu-
tion within each system changed over the processing time were
derived by using the skew-normal distribution. SN distributions
(Eq. (16)) were fitted to empirical temperature distributions at 8
stages of the cooling process (Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375,
0.25 and 0.125) using non-linear regression. Shape, scale and
location («, w and &) values were derived from the fitted model
distributions, which can be considered representative as the
application of the one-sample Kolmogorov-Smirnov test (Pons,
2014) was p>>0.05 in all cases (Fig. 11). These representative «, w
and ¢ values are summarised in Fig. 9c, providing a quantitative
review of system performance from a heterogeneity perspective.
Temperature uniformity at the process start time was confirmed for
both systems, with scale values — the SN equivalent to standard
deviation, ¢ — of wg 3gm3s-1 = 0 and wg 77m3s-1 = 0 when Y = 1. This
increased over process time for both systems so that there was a
considerably higher level of temperature variability at the HCT,
with wg3gmss—1 = 0.22 and wg 77m3s-1 = 0.25 at Y = 0.5. The scale
values of each system then decreased again as it began to approach
the process end time: at the SECT, or Y = 0.125, wg 3gm3s-1 = 0.12 and
wo.77m3s-1 = 0.14. The skewness over time behaviour is quantified
with shape values of o 3gy3s 1+ = —4.77 and ag 77m3s 1+ = —1.94 near
the start of the cooling process (Y = 0.875); and ag 3gm3s1 = 2.86
and «g 77m3s1 = 5.27 at the process end time (Y = 0.125). This in-
dicates that despite an elevated overall cooling rate, the second
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Fig. 10. Experimental heterogeneity maps for the forced-air cooling of kiwifruit, using Y as the process progression index. a.) 3-D heterogeneity map for pallet one; b.) 2-D

heterogeneity map for pallet one. OHI;

) Y.0.38m3s!
OHlg 7735+ = 0.0845 was derived.

pallet will enter the cold chain with a higher proportion of warm
fruit when compared to the first pallet, despite an almost doubling
of the airflow rate. Location values — the SN equivalent of the mean,
u — followed disparate trends, with the first pallet favouring posi-
tive values of ¢ for a majority of the cooling process, while the
second pallet favoured negative values. Although the average AY
was always 0 (Eq. (13)), this did not necessarily mean that the
distribution was centred at 0. For example, Fig. 8b shows the
temperature distributions for both pallets at the same average
temperature, Y = 0.5. The second pallet, with its accelerated airflow
rate, was shifted significantly to the left — and hence colder tem-
peratures — compared to the first pallet. These differences at the
HCT are reflected in the representative location values of
50.381-“3571 = 0.15 and 50477m3571 = -0.17.

Following the application of the new heterogeneity index, it
would seem that the forced-air cooling of kiwifruit wrapped in
polyliner bags is a highly variable process with many opportunities
for optimization. The hypothesis that increasing the airflow rate
would result in a more homogenous cooling profile was proven
false — rather, an almost doubling of airflow resulted in a small
increase in total process heterogeneity of 3.4%. OHI; values of
0.0817 and 0.0845 for the low and high airflow rates, respectively,
indicates the total process heterogeneity of both systems is com-
parable to the theoretical system presented in Fig. 6¢, which was
constructed as a hypothetical example of a highly inefficient pro-
cess; and both pallets are very far away from the theoretically
perfect system of Fig. 6a. Increasing the airflow rate also resulted in

= 0.0817 was derived. c.) 3-D heterogeneity map for pallet two; d.) 2-D heterogeneity map for pallet two.

a slightly higher degree of temperature variability at the SECT —
when the pallet would normally enter cold storage — and a higher
level of skewness favouring warmer than average temperatures.
Thus, it was concluded that an increase in the airflow rate did not
contribute toward optimization of the forced-air cooling system
from a heterogeneity perspective; instead, other operational set-
tings should be investigated. In the future, the new tools developed
in this paper will be used to investigate the effects of package
design (vent size and vent number) on the heterogeneity of the
forced-air cooling process, as this is more likely to impact the
airflow pathway to one that results in a more equitable cooling
process — similar to that previously conducted by Defraeye et al.,
2014. An improvement of the forced-air cooling of kiwifruit could
be confirmed if an OHI; <0.0817 is achieved; and as the SECT is
considered the process end time, minimising the values of repre-
sentative & and w at Y = 0.125 would also be considered an opti-
mization (w < 0.12 and « < 2.86).

3.3. VariCool software

A MATLAB software package was developed to assist new users
of the heterogeneity index, called ‘VariCool'. Designed for batch
chilling operations such as forced-air cooling, VariCool is capable of
quickly processing raw temperature data into all of the relevant
heterogeneity metrics discussed in this paper, in an automated
fashion. VariCool uses raw fruit and refrigeration air temperatures
as an input, and after a short processing time, outputs the



92 J.R. Olatunji et al. / Journal of Food Engineering 196 (2017) 81-93

Q=038 a)| @=038 b)| @=0.77 ] i)l ¢=0.77 )
0.75|Y=1 Y=0875 Y=1 I Y=0875
D=0 a=0]D=0.050 a=-477| D=0 i a=0] D=0.060 a=-194
05ip=1 E=04p=0.99 E=009fp=1 1 &E=0) p=09s5 £=0.07
w=0 w=0.11 . w=0 w=0.10
0.25 g
= \leasured s Measured j === Measured e=m \Measured|
————— ~~°  Mode == Modell Model Model
110= 0= )=0.77 ) =
Q=038 c) Q=038 Q=0 k) Q=077
0.75 | ¥=0.75 Y=075 Y=0625
D=0.035 a=-3.50 D=10.066 a=-0.69 | D=0.051
0.5 |p=099 §=016p=0.99 p=0.89 E=007§p=099
w=0.20 w=0.15
0.25
~ e \easured = \feasured e \easured e \Measured|
2 0 == Model == Model Model P Model
— 1 o
<5 Q=038
0.75|Y=05 Y=0375
D=0.041 a=2382
=0.99 &=-0.18
0.5 P w=025
0.25

e \feasured) e \easured e \feasured

0 =='  Model| == Model Model
11¢= | 9=038 [ =

Q=038 ; Q=0. h) 3 @=0.77 p.)

0.75 | Y=025 ¥=0.125 i
D=10.035 D=10.049 ;l = g-ig ‘fa = ;ﬁ
=0.99 =0.99 =-0. =-0.
05|P P w=012 w=0.14
0.25
e \easured e \feasured e \easured| @ \feasured
0 == Model} == Model Model Model
0402 0 02 04 0402 0 02 04 0402 0 02 04 04-02 0 02 04

AY

Fig. 11. Experimental cumulative distributions of AY for pallet one (solid blue lines) and pallet two (solid green lines) with fitted representative Skew-Normal distributions (dashed
red and yellow lines, respectively) at 8 cooling stages: Y = 1, 0.875, 0.75, 0.625, 0.5, 0.375, 0.25 and 0.125. Q = airflow rate (m>. s°!), D = Kolmogorov-Smirnov test statistic, p = p-
value, « = shape, £ = location and w = scale. (For interpretation of the references to colour in this figure legend, the reader is referred to the web version of this article.)

experimental cooling curve (Fig. 7a and b), heterogeneity plot
(Fig. 9a and b), heterogeneity map and OHI (Fig. 10). It also fits a
representative SN distribution to measured distributions at speci-
fied times using non-linear regression, so that representative «,
and & values can be derived (Figs. 9c and 11). Access to VariCool v1.0
can be negotiated by contacting the Centre for Postharvest and
Refrigeration Research, at info.CPRR@massey.ac.nz; or alternatively,
contacting the corresponding author.

4. Conclusions

New methods have been developed to robustly model, visualise
and quantify the levels of heterogeneity within bulk cooling,
freezing and drying operations. The new heterogeneity index de-
scribes temperature or moisture distributions at specific times as a
Skew-Normal distribution; visualises heterogeneity over time
through the use of the heterogeneity plot; and quantifies total
process heterogeneity over time through the Overall Heterogeneity
Index (OHI), derived from the heterogeneity map. The new

methods were applied to the forced-air cooling of kiwifruit,
wrapped in a polyliner bag, where the impact of increasing the air
flowrate on process heterogeneity was investigated. A near
doubling of the airflow rate from 0.38 to 0.77 m> s~! resulted in a
small 3.4% increase in the total process heterogeneity, where
OHI; 35,351 = 0.0817 and OHI; -, 5., = 0.0845 were derived. A
higher airflow rate also resulted in a slightly higher temperature
variability at the process end time (Y = 0.125), with a scale value of
wo.77m3s-1 = 0.14 compared to wg3gm3s = 0.12; and resulted in a
more positive skew factor of ag77m3s1 = 5.27 compared with
0o 3gm3s1 = 2.86, indicating a higher proportion of fruit will enter
the cold chain with a warmer than average temperature if subjected
to a higher airflow rate. The new methods developed in this paper
can be applied to sequences of batch processing experiments to
evaluate how operating conditions effect the heterogeneity during
the process. While the new heterogeneity index was developed and
applied to a cooling process, it has potential to also be applicable to
other batch operations, such as drying and freezing operations. It
could also be applied to heating and thawing operations, or other
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processes where heterogeneity of treatment to individual product
units in a batch can be measured. The authors have made a software
package available to assist users of the new heterogeneity index,
called ‘VariCool'. Access to the software can be negotiated by con-
tacting the Centre for Postharvest and Refrigeration Research.
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Nomenclature

Cp: specific heat capacity (J kg~! K1)

E: enthalpy (J kg™ 1)

f(4Y): frequency of AY

F(4Y): cumulative frequency of AY

HI: relative standard deviation, used previously as a heterogeneity metric (—)
Lyusion: latent heat of fusion (J kg™1)

m: total number of recorded temperature positions

n: individual recorded temperature position

OHI: Overall Heterogeneity Index (—)

P: partial pressure (Pa)

Q: Volumetric flowrate (m?® s 1)

RH: relative humidity

T: temperature (°C)

T: average temperature (°C)

X: quantity: temperature, partial pressure or enthalpy
Y: fractional unaccomplished quantity change ()

Y: average unaccomplished quantity change (—)

4Y: dimensionless quantity difference (—)

Greek symbols

«: shape (S-N)

W: mean

&: location (S-N)

7: fractional unaccomplished cooling completion time (—)
¢: standard deviation

¢: standard normal distribution

®: standard normal cumulative distribution

w: scale (S-N)

.7 : process progression index, Y or 7

Subscripts

t: absolute time (seconds)

i: initial

fl: fluid

ref: refrigeration temperature
fr: freezing temperature

cool: pre-cooling phase
fusion: latent phase

freeze: subcooling phase

N: normal distribution

SN: skew-normal distribution
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ABSTRACT

Forced-air cooling is a commonly used pre-cooling process that forces refrigerated air through a stacked
pallet of produce, rapidly removing the field heat in preparation for storage and transport. Cooling rates can
vary spatially throughout the pallet due to uneven airflow distribution and the relative proximity to the inlet
of refrigerated air. This heterogeneity in pre-cooling processes may result in significant differences in quality
and shelf life at the end of the cold chain. Therefore in assessing pre-cooling performance, in addition to
assessing average cooling rate (through 1/2 cooling or 7/8 cooling time), a robust heterogeneity metric is
required to quantify the variability in a cooling process, and hence compare different systems. The aim of
this work is to develop this heterogeneity index. The new method is illustrated through application to
polylined kiwifruit inside of a modular bulk package.

1.  INTRODUCTION

The forced-air cooling process is the most common and efficient method of pre-cooling used by the
horticulture industry (de Castro et al., 2005). It is a postharvest operation that is designed to quickly and
efficiently lower the temperature of freshly picked produce from their field to storage temperature. This
reduces the rate at which the produce degrades, maintaining the quality of the product as it moves through
the supply chain. The process operates by creating a pressure drop across a stacked pallet of produce, forcing
refrigerated air to penetrate into the packaging and exchange heat with the product inside (O’Sullivan et al,
2015). Due to the complex airflow pattern through the pallet, the cooling rates of individual products can
vary significantly with location, leading to cooling heterogeneity (Defraeye et al., 2014). While the average
cooling rate — measured via the half-cooling time (HCT) or seven-eighths-cooling time (SECT) — is an
important measure of system performance, the uniformity of individual product temperatures must also be
taken into account. For example, rates of cooling have been associated with the development of chilling
injuries in Kiwifruit (Zhao et al., 2015). Additionally, any variability that exists at the completion of
commercial cooling may remain within the pallet for some time during subsequent storage and transport,
resulting in product variability. The variation in temperatures or cooling can be described via a heterogeneity
index. To the author’s knowledge, the only heterogeneity index so far published that quantifies temperature
variability during the forced-air cooling process is that provided by Dehghannya et al. (2011):

—\2
(T, - T
HI=(pT?p)x100 (1)

p
Where

T,, = product temperature of a specific fruit (location within the system) at a specific time, and T—p = average
product temperature at a specific time. This heterogeneity index has some significant shortcomings,
including:
e Dbeing unable to describe the heterogeneity of the entire system;
e eliminating information concerning whether a temperature position is hotter or colder than the
average;
e Dbecoming mathematically unstable when the refrigeration temperature approaches 0 °C, as the
heterogeneity index approaches infinity.
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Therefore there is a need for a robust heterogeneity index that can be used to quantify the variation in
temperatures of the entire system, either at a given time, or over the entire cooling process; and can be used
to compare the performance of two or more systems with respect to cooling uniformity. In this work, the
development of a new heterogeneity index is explored. The proposed new heterogeneity index is applied to
the forced-air cooling of kiwifruit, with the objective of determining whether or not an increase in airflow
rate had a significant effect on cooling heterogeneity.

2. METHOD

2.1. Experimental

Kiwifruit were stacked into three half-pallets, each consisting of 50 boxes (10 kg per box). The kiwifruit
inside of each box was wrapped in a polyethylene polyliner to prevent moisture loss and product shrivelling
(O’Sullivan et al., 2013). Thermocouples were placed into the centre of Kiwifruit located in a variety of
locations throughout each monitored box, so that a wide spatial sample of cooling rates was collected (Figure
1). A total of 14 boxes were recorded, with each box having 12 fruit temperatures recorded. Inside of the
chosen 14 boxes, the kiwifruit were stacked into an ordered arrangement to eliminate packing variability. A
total of 168 positions were recorded per pallet, although the true sample size was below this due to
occasional data loss. Each half pallet used the same: package design (6% total opening area; O’Sullivan et
al., 2013); initial temperature (20 °C); refrigeration temperature (0 °C); and processing time (cooled for 20
hours). Cooling of the pallets differed by the airflow rate through the pallet: 0.38, 0.58 or 0.77 m®/s.

Layer E

Layer D

Layer C

Layer B

Layer A

Figure 1. Experimental set up and recorded temperature positions. Locations of recorded fruit and boxes are
marked in red.

2.2. Heterogeneity Index

At the beginning of the forced-air cooling process, all of the fruit has a similar initial temperature. Therefore
at time = 0, the variation in temperature is low. As the process continues, there are several positions that have
preferential cooling conditions (such as exposure to incoming cooling air, Defraeye et al, 2014), resulting in
them cooling rapidly. Meanwhile, others will be in positions insulated from the effects of the cooling air,
resulting in them cooling slowly. Therefore at time > 0, the variation in temperatures will be enlarged. At the
completion of cooling (given infinite time), all the fruit will reach the same refrigeration temperature.
Therefore at time = oo, variation of temperature will = 0, and hence by extension, as time >> 0, the variation
of temperatures will again be low. Given this expected behaviour of the variation in temperature during a
bulk cooling process, the intention of this work is to develop a method to mathematically describe these
changes in temperature variability over time. In doing so it is hoped that the mathematical descriptions
provide a framework for the comparison of performance of two or more forced-air cooling systems, with
respect to their cooling heterogeneity.

2.2.1 Dimensionless Temperature

Converting temperature data into a dimensionless form enables different systems to be directly compared
(Brosnan and Sun, 2001). The dimensionless temperature used was the Fractional Unaccomplished
Temperature Change, or FUTC:
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Tt,n - Ta

Yin= 7"
tn Tl'n _ Ta (2)

2.2.2 Dimensionless Time

In order to compare different systems at the same characteristic time scales, such as the HCT or the SECT, a
dimensionless time is required. Therefore, the Average Fractional Unaccomplished Temperature Change can
serve as an appropriate dimensionless time; given that it describes the proportion of cooling yet to be
achieved:

Y, = % (3)

Where

Y, = average dimensionless temperature at time t; and m is the total number of fruit recorded.

Given Equations 2 and 3, every system will start at ¥ = 1, and as cooling progresses, ¥ will tend towards 0.
When ¥ = 0.5 we are at the HCT; and when ¥ = 0.125 we are at the SECT. Although we are using
dimensionless time to compare systems in this work, in some situations comparison at true time points (i.e. at
the decided cooling completion time) may also be appropriate.

2.2.3 Temperature Variability at a Given Time

Throughout the cooling process, a number of the fruit will cool at the same rate as the average cooling rate.
However, there will be other fruit that cool quickly, and others that cool slowly, so that there is a multitude
of hot and cold spots throughout the pallet structure. The number and magnitude of these spots can be
expressed by taking the difference between the FUTC of individual fruits and the average FUTC:

AYt,n = Yt,n -V (4)

AY can be plotted as a histogram (Figure 2), where, should the population of selected potential measurement
locations be appropriate, the distribution of temperatures will form a bell curve. Since most of the fruit will
be at or near to the average temperature, the AY bell curve will have a mean of zero. Positive numbers
represent fruit that are warmer than average and hence are cooling slowly (hot spots); while negative
numbers represent fruit that are cooler and hence are cooling faster (cold spots). If there is a low variation in
temperatures, the AY bell curve will be tall and narrow, while a AY bell curve indicating high variability will
be short and wide. In summary, we can describe the temperature variability at a given time as a population
bell curve that has a mean of zero, and a standard deviation representing the standard deviation of AY.
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Figure 2. Frequency of AY histogram, showing the potential variation of temperatures within a pallet at a
single point in time. Data presented is theoretical.
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2.2.4 Temperature Variability Over Time

The AY bell curve only offers information concerning the distribution of temperatures at a given time. If AY
across all times and fruits is plotted against ¥ across all times, then a variability over time plot can be created
that is dimensionless in terms of both temperature and time. This offers a visual tool to compare the
heterogeneity of two systems across the entire cooling process. Theoretical heterogeneity plots are illustrated
in Figure 3 and 4 for two idealised systems, representing high and low heterogeneity.

High Heterogeneity Low Heterogeneity

Average FUTC ’ Average FUTC

Figure 3. Idealised heterogeneity plot for a Figure 4. Idealised heterogeneity plot for a
theoretical system with a high level of cooling theoretical system with a low level of cooling
heterogeneity. heterogeneity.

Both systems show the same characteristic shape of being tapered on both ends, as the heterogeneity is low
at the beginning and end of a cooling process. At approximately the HCT, the variation in temperatures
reaches a maximum. Figure 3 represents a system with a high level of cooling heterogeneity, which is
reflected in the degree at which the plot bulges (having a higher standard deviation) in the middle (at Y =
0.5). Conversely, Figure 4 represents a system with a low level of heterogeneity, with the bulge being much
less pronounced. By visually comparing Figure 3 to Figure 4 it can be concluded that the system represented
by Figure 4 is superior in terms of cooling uniformity (homogeneity).

2.2.5 Comparing Heterogeneity Using a Homogeneity of Variance Test

The AY vs Y plot offers a qualitative tool for visually comparing the heterogeneity of multiple systems. To
guantitatively compare the heterogeneity, a homogeneity of variance test — such as Levene’s test — can be
used. The null hypothesis of the Levene’s test is that the distributions have the same variation, or
heterogeneity.
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3. RESULTS

3.1. Comparing Cooling Rates
Pallet scale cooling curves for the three systems are given in figure 5. Box averaged cooling curves are given
in Figures 6 and 7, for the two extreme airflow rates (0.38 and 0.77 m*/s):

Overall Average
1
—0.38 m3/s
0.8 X e 0.58 m3/s
P 3 -
5 0.6 0.77 m3/s
S
2 0.4
0.2
0 T T T T
0 5 10 15 20
Time, Hours

Figure 5. Average pallet cooling profile under three different airflow rates.

0.38 m3/s Box Average 0.77 m3/s Box Average

15\0\

Time, Hours

Time, Hours

Figure 6. Average box cooling profiles, 0.38 m%s. FigurZ. Average box cooling profiles, 0.77 m%s

As to be expected, a higher airflow rate increased the average coolintNate of the system, with half-cooling
times of 4.2, 3.8 and 3.4 hours for 0.38, 0.58 and 0.77 m?/s, respectively.
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3.2. Comparing Cooling Heterogeneity Over Time

While airflow rate was positively correlated to the average cooling rate, we are concerned with the
uniformity of temperatures during the process. Using the new heterogeneity index, heterogeneity plots for all
three experimental systems are presented in Figures 8, 9 and 10. The heterogeneity plots show many
similarities to the theoretical plots presented in Figures 3 and 4, such as having low heterogeneity at the
beginning and end of the cooling process, and the bulge reaching a maximum at approximately the HCT.
However some significant differences are also observed. In Figures 2, 3 and 4, it is assumed that the AY is
normally distributed, with an equal amount of hot and cold spots. In reality, the AY is skewed towards the
negative (cold) regions at the beginning of the cooling process, 0.5 <Y < 1; and is then skewed towards
the positive (hot) regions at the end of the cooling process, 0 <Y < 0.5. This skewness must be
incorporated into the heterogeneity index comparison in the future for it to be mathematically robust.
Although a higher airflow rate improved the overall cooling rate, the heterogeneity plots reveal there are only
small differences in heterogeneity with a higher airflow rate.

Heterogeneity Plot 0.38 m3/s o8 Heterogeneity Plot 0.58 m3/s
0.4 0.4
- 0.3 0.3
=052 0.2
0.1 o s 0.1
0 AY e 0 AY
-0.1 \\{'7,57*?5 : -0.1
- 0.2 N - -0.2
- -0.3 -0.3
-0.4 -0.4
- -0.5 -0.5
Average FUTC Average FUTC
Figure 8. Experimentally determined heterogeneity Figure 9. Experimentally determined heterogeneity
plot for 0.38 m%/s plot for 0.55 m*/s
Heterogeneity Plot 0.77 m3/s s
- 0.4
=10:3
=02
- 0.1
- 0 AY
-0.1
- -0.2
- -0.3
- -0.4
- -0.5
Average FUTC

Figure 10. Experimentally determined heterogeneity plot for 0.77 m%/s

3.3. Direct Comparison of Heterogeneity at Half-Cooling Time

The heterogeneity of the three systems was directly compared at each systems respective half-cooling time
(Y = 0.5). Histograms of the AY are shown in Figures 11, 12 and 13. Over each histogram, a normal
distribution with a mean of zero and a standard deviation equal to the standard deviation of the AY was
plotted. Comparing the idealised curve to the bars representing the real temperature data, there was a close fit
for all three cases. This was further confirmed by using Shapiro-Wilk tests. With respect to the skewness as
discussed in section 3.2, this result suggests that although the distribution of temperatures is skewed at the
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beginning and end of the cooling process, the level of skewness is low at the half-cooling time, and can be
modelled as a normal distribution. Levene’s tests were used to determine if the distribution of temperatures
was statistically significantly different (Table 1). In all cases the null hypothesis could not be rejected (p >
0.05), and hence in this case it would seem that the airflow rate did not have a significant impact on the
heterogeneity of the system at the HCT.

AY at HCT, 0.38 m>/s AY at HCT, 0.58 m/s
o G =0.1638  0=0.1643
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Figure 11. Frequency of AY plot at the HCT for 0.38 Figure 12. Frequency of AY plot at the HCT for 0.58
m?®/s. Shapiro-Wilk test result: W = 0.99, p-value = m?®/s. Shapiro-Wilk test result: W = 0.99, p-value =

0.11. 0.42.
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Figure 13. Frequency of AY plot at the HCT for 0.77 m*/s. Shapiro-Wilk test result: W = 0.99, p-value =
0.095.
Table 1: Levene’s test results comparing AY at HCT

Test Comparison L-statistic | Degrees of Freedom | p-value
0.38 m*/s «<» 0.58 m%s 0.083 1,302 0.77
0.38 m*/s < 0.77 m%s 0.079 1,304 0.78
0.58 m*/s <> 0.77 m*/s | 0.000018 1,312 0.99

4. CONCLUSIONS

A new method of visualising and quantifying the level of cooling heterogeneity at given points in time, or
over an entire cooling process, was developed. The new heterogeneity index describes the distribution of
temperatures at a given time as a bell curve, with a larger standard deviation corresponding to a higher level
of heterogeneity. This new index uses dimensionless time and temperature so that the heterogeneity of two
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different systems can be directly compared. The new method was applied to the forced-air cooling of
polylined kiwifruit stacked in a pallet, with the objective of assessing whether or not airflow rate had a
significant impact on the heterogeneity of the system. The subsequent heterogeneity plots showed little
difference between trials which was statistically supported with a Levene’s test applied at the half-cooling
time. Therefore for this system it would seem that airflow (m®s) did not affect cooling heterogeneity.
Improvements in the method could include measures of the skewness in temperature distribution near the
beginning and end of the cooling process. This new heterogeneity index has the potential to be used for a
wide range of batch temperature change systems, including batch chillers and freezers or any batch heating
process.

5.  REFERENCES

1. Brosnan T, Sun DW. 2001, Precooling techniques and applications for horticultural products — a
review, International Journal of Refrigeration. 24(2): 154-170.

2. de Castro LR, Vigneault C, Cortez L. 2004, Container opening design for horticultural produce cooling
efficiency, Food, Agriculture and Environment. 2(1): 135-140.

3. Defraeye T, Lambrecht R, Delele MA, Tsige AA, Opara UL, Cronjé P, Verboven P, Nicolai B. 2014,
Forced-convective cooling of citrus fruit: Cooling conditions and energy consumption in relation to
package design, Journal of Food Engineering. 121: 118-127.

4. Dehghannya J, Ngadi M, Vigneault C. 2011, Mathematical modeling of airflow and heat transfer during
forced convection cooling of produce considering various package vent areas, Food Control. 22(8):
1393-1399.

5. O’Sullivan J, Ferrua MJ, Love RJ, Verboven P, Nicolai BM, East AR. 2015, Airflow measurement
techniques for the improvement of forced-air cooling, refrigeration and drying operations, Journal of
Food Engineering. 143: 90-101

6. O’Sullivan J, Ferrua MJ, Love RJ, Verboven P, Nicolai BM, East AR. 2013, Performance of the forced-
air cooling process of fruit packed in polyethylene liners as a function of pallet orientation, Proceedings
of the 2™ 1IR International Conference on Sustainability and the Cold Chain.

7. Zhao JM, Bronlund JE, East AR. 2014, Effect of cooling rates on kiwifruit firmness and rot incidence in
subsequent storage. 5" Postharvest Unlimited Conference, Cyprus. (in press)

6. NOMENCLATURE

T,  product temperature of a specific fruit at a specific time (°C)

T_p average product temperature at a specific time (°C)

T temperature (°C)

Y fractional unaccomplished temperature change (FUTC) (dimensionless)
Y  average FUTC (dimensionless)

AY  difference between individual FUTC and average FUTC (dimensionless)
Subscripts

time (hours)

individual fruit

total number of measured fruit
cooling air

initial

H.Qsﬁﬂ
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ABSTRACT

Packaging fruit into boxes prior to pre-cooling benefits the horticultural cool chain by facilitating
large-scale cooling and transport. A cooling prediction model that is applicable across many different
packaging and product types would aid optimisation of packaging systems and operating conditions.
This paper presents a new preliminary model, applied to a single box of kiwifruit wrapped in a
polyliner. X-ray tomography was used to determine the exact bulk fruit shape; and was then divided
into a small set of space averaged zones. The properties of each zone were determined in an
automated fashion, based on the local porosity. The resulting cooling predictions reached unity with a
resolution of just 125 zones, representing a solution time of only 42 seconds for 20 hours of simulated
cooling. Being fast and flexible, the model will be validated against a real-world box of kiwifruit,
being cooled in a refrigerated wind tunnel.

1. INTRODUCTION

Pre-cooling is a vital part of the cool chain for fresh fruit and vegetables. Designed to quickly and
efficiently reduce produce from their field temperature to storage temperature, this unit operation is a
crucial process that ensures maintenance of quality and extension of shelf life. The most common pre-
cooling process employed by the horticulture industry is forced-air cooling, where fans pull
refrigerated air through stacked pallets of fruit (O’Sullivan et al, 2014; Shim et al, 2016).

In industry and academia there is a focus on package design testing, where through either
experimental or computational means, the performance of a given package designs efficiency is
thoroughly tested (Defraeye et al, 2015; Dehghannya et al, 2010). Changes to package ventilation and
the position of packages in a pallet can dramatically alter the airflow pathway, impacting cooling
performance. The stacked fruit inside the package forms a convoluted shape that can be difficult to
define, and will determine different airflow pathways depending on individual product shape and
product stacking. In addition to the corrugated fibreboard box, the existence of other packaging
materials — such as polyliners or clamshells — further complicates the problem. High fidelity models
(such as Computational Fluid Dynamics (CFD) models) provide important insights into transport
phenomena that otherwise cannot be measured experimentally, such as: thermal mixing of air between
packaging, the magnitude of bypass air, and thermal gradients within individual products (Defraeye et
al, 2014). However, such models can take months or years to fully construct and validate, resulting in
a description of a specific cooling scenario, applied to a specific product. Additionally, depending on
the computational resources available, these types of models can take many hours or days to solve.
These problems limit their usefulness to aid immediate optimization of package design. Therefore, it
is proposed that a mathematical model is developed that favours flexibility and computational
efficiency, at the cost of detailed accuracy to ensure that the model can be applied to many different
package sizes, shapes, and product types; and has fast solution times. Such a model could be
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integrated with an appropriate mathematical optimization strategy — such as a genetic algorithm (e.g.
East and Smale, 2008) — to rapidly identify an improved package design.

In this work, the development of such a model is explored. The proposed model is based on the zonal
approach (Tanner et al, 2002), where the package is divided into a small set of space averaged zones.
This strategy significantly reduces the number of ODEs required to predict the bulk cooling rate and
the uniformity of cooling, leading to fast solution times. However, defining the properties of each
zone can take a great deal of thought and care for predictions to be accurate. In this paper, the zonal
approach is supplemented with data provided by a CT scan, which is used to inform the properties of
each zone. This allows a flexible and fast zonal model to be constructed in an automated fashion.
Applied to a single box of kiwifruit, wrapped in a polyliner, the performance of the new model is
demonstrated in terms of bulk cooling rate, temperature variability, and processing time, as a function
of the number of zones.

2. GEOMETRY

X-ray tomography (CT scanning) was used to empirically determine the bulk shape of fruit stacked
inside a box (Fig. 1a). Modular bulk packs containing 100 count 36 c.v. Hayward kiwifruit (count 36
is a size based grading category) were scanned at the maximum resolution of 0.8 mm per slice. Since
the CT number (measured in Hounsfield Units (HU)) is related to the density of the material, different
phases were identified and separated. Air (=0-100 HU), packaging (=300-500 HU) and fruit (=900-
1200 HU) were identified using MATLABs ‘multithresh’ function; and ‘imquantize’ was used to
convert the raw CT scan data into a 3-D image with 3 discrete levels (Fig. 1b). The packaging was
then eliminated (Fig. 1c) to give the isolated bulk fruit shape, to be used as a model input.

a.) Raw Data b.) Threshold c.) Isolated

Figure 1: a.) Raw CT scan data; b.) CT scan data subjected to a threshold algorithm to separate fruit, air and packaging; c.)
fruit isolated, to be used as a model input.

3. MODEL DEVELOPMENT
3.1 Model Simplification

Ferrua and Singh (2009) demonstrated that heat and momentum transfer can often be de-coupled in
fruit cooling scenarios, meaning that models for airflow distribution and the consequent heat transfer
can be developed independently. This paper focuses on the developments of the heat transfer model,
with an airflow distribution model to be added at a later date. Kiwifruit are wrapped in a polyliner bag
to prevent moisture loss as they move through the supply chain. O’Sullivan (2016) demonstrated that
produce wrapped in a polyliner experiences little to no net evaporation, meaning that moisture transfer
can be neglected from the model. O’Sullivan (2016) also reported that evaporation and condensation
within the polyliner results in a net zero exchange of energy, so that evaporative/condensation heat
transfer can also be removed. Defraeye et al (2014) demonstrated that thermal radiation was low
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compared to other more significant modes of heat transfer. Due to the existence of the polyliner bag,
air was treated as stagnant, as the contribution of natural convection is considered small compared to
conduction. Given these simplifications, development of an effective thermal conductivity model
could be explored. This approach treats the two phases (fruit and air) as one phase with effective
properties.

3.2 Model Equations

The geometry from the CT scan was divided into a small set of space averaged zones (Tanner et al,
2002). Air (A4) and product (S) can exist within a zone. Packaging (P) occupies zones on the sides of
the geometry, with the exception of the top where the polyliner is in direct contact with the
refrigerated airflow.

a.) Polyliner Fruit b.)

Airflow
Packaging Outside  Zones
Package

Figure 2: a.) CT scan; b.) Geometry segregated into space averaged zones; c.) An individual zone with possible directions of
heat transfer

The number of ODEs that need to be solved is significantly reduced compared to the finite element
approach; while still retaining the ability to predict temperature gradients within a package, allowing
for cooling homogeneity prediction (Olatunji et al, 2015) as well as the bulk cooling rate. The
generalised ODE for temperature change is Eq. 1, where an exchange of heat between the zone under
study, i, and an adjacent zone, j, is ¢;_;, (W). Each heat flux is determinable using Eq. 2. The
effective heat transfer coefficient in a given direction is Eq.3, and resistance between zones is Eg. 4.
For ¢;_j, and ¢;_j,, D, = dY and A, = dX - dZ (Fig. 2¢); ¢;_j3 and ¢;_j4, Dy = dX and A, =
dY-dz; and ¢;_;s and ¢;_js, Dy =dZ and A, =dX-dY. The parallel effective thermal
conductivity model was selected (Rahman and Al-Saidi, 2009; Eqg. 5), as it has been used for grapes
wrapped in a polyliner (Delele et al, 2012).

ﬂ — g=1 ¢i—j,7’l (1)
At VirgipaCut+Vi-(1—g) ps-Cs

2
Gicjn =hesr An (Tin—T:) @)

1

horp = ———

eff Ri +Rj,n (3)

D, /2
R =20/ (4)

kegri
kepri=¢ ka+ (1 —¢g) ks (5)

3.3 Zone Properties
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Zones were cuboid in shape, equal in size, and regularly spaced. Rather than assuming a system wide
porosity (as is common in the porous medium approach (Delele et al, 2012). &; for each zone can be
individually measured using the CT scan data. An automated procedure for determining g; was
developed. It assumed a geometry presented in a voxel format, as this is the same format that CT scan
information is provided. A voxel (denoted as v,,) represents a value on a regular grid in 3-dimensional
space. As long as the resolution is sufficiently high (low slice thickness during CT scanning
procedure), any geometry can be represented as a collection of voxels, without the need for complex
meshing. During separation (Fig. 1b), CT numbers are converted into binary, where solids are filled
(v, = 1) and voids are empty (v,, = 0). The volume of the solid phase of each zone is therefore the
sum of all the voxels within the zone, multiplied by the volume of a single voxel (Eq. 6; Fig. 4a). For

the air phase, / (v; — 1)? is applied to fill empty voxels, and empty filled voxels (Eq. 7). The porosity
(g;) in zone i is therefore Eq. 8.

a.) Solid Phase b.) Air Phase

Figure 3: a.) solid phase within zone i; b.) air phase within zone i, after applying +/ (v; — 1)?

Vs; = (z v,) % (dx - dy - dz) ©6)
Vai = (D Vo = DZ) x (dx -dy- d2) )
. (v; — 1)? ()

XV —1D*+ Y
3.4 Model Set-Up

The heat transfer model was then coded in MATLAB v.R2013b. External airflow was considered to
be a constant flow of 0°C over the top, sides, front and back external surfaces, resulting in a heat
transfer coefficient of h,.,, = 10 W.m2K1, Packaging was considered to be an added resistance to
external heat transfer of 0.6 m2.K.W (3mm thick, kp = 0.005 W.m*.K1) on all surfaces except the
top, where the polyliner is in direct contact with the airflow. The initial temperature of the fruit was
20°C. The bottom of the box was considered to have a constant temperature of 0°C, as it was resting
on a refrigerated surface. Kiwifruit was considered to be a homogeneous solid with pg = 1100 kg.m"
%, Cs = 3760 J.kg'.K* and ks = 0.5 W.m*.K™; and air as p, = 1.25 kg.m?, C, = 1005 J.kg*.K*
and k, = 0.025 W.m1.K?. The generalised ODE for temperature change was integrated over 20
hours of cooling time using MATLABs ‘ode23s’ function.

4. RESULTS AND DISCUSSION

Fig. 4 shows the distribution of zone porosities (g;) within the domain associated with different
preselected zone sizes. The bulk porosity (1 zone) was 0.5575 (blue line, Fig. 4a). Increasing the zone

4
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number to 8, the porosity of each zone was similar. However, at such a low resolution, the bulk
cooling prediction time and cooling uniformity (Fig. 5a) showed a high level of discretation error.
Increasing the zone number and decreasing the zone size, the range of porosities diverged
significantly. This demonstrates that individual zonal porosity values have the potential to describe
some of the cooling pattern differences that occur in reality.

As the number of zones increased, cooling prediction stability was reached at just 125 zones (1.45 x
10~* m® per zone), representing only 42 seconds of solution time (Fig. 5b). For optimization via
genetic algorithm with a typical generation size of 100, this would represent approximately one hour
of simulation time per generation. In East and Smale’s (2008) case, optimization ceased at 40
generations; which for this case would represent approximately two days of computation time in total.
To improve the overall speed of optimization, 64 zones could be selected instead, as the difference in
cooling time prediction between this zoning size and 125 zones is under 1%; but represents only 20
seconds per solution. For a slight increase in the level of error, the same optimization procedure
would instead take one day.
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Figure 4: a.) Distribution of porosities of each zone. Legend signifies total number of zones; b.) Visual representation of
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Figure 5: a.) Predicted HCT and temperature variability at the volume average half-cooling time (HCT) as a function of zone
size; b.) Solution time of the MATLAB model, as a function of zone size.
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Fig. 6 shows a visual result of the cooling prediction for 125 zones at various stages of the cooling
process (initial stage, 1/8th cooling time, half-cooling time and 7/8th cooling time). Fruit at the top of
the box cool much faster due to the polyliner being in direct contact with the external airflow. Fruit at
the front, back, bottom and sides also experience an accelerated cooling rate, but to a lesser degree
due to the added resistance of the packaging. Fruit in the middle of the box are insulated by the air and
fruit surrounding them, so cool at a much slower rate. These trends in cooling heterogeneity were also
observed experimentally by Olatunji et al (2015) and Shim et al (2015) for polylined produce.

T = 10°C T =2.5°C

.
o
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Temperature, °C
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Figure 6: Visual result of the zonal approach, with 125 zones at various stages of the cooling process (initial stage, 1/8®
cooling time, half-cooling time and 7/8" cooling time).

5. CONCLUSION

A preliminary cooling model for polylined packaged fruit, with a focus on flexibility and
computational efficiency, has been developed. The model was based on the zonal approach, where X-
ray tomography was used to automatically define the properties of each zone, reducing the amount of
effort that is needed to construct the model, and significantly reducing the number of ODEs needed to
solve in order to predict the bulk cooling rate and the uniformity of cooling. The model reached
solution stability after the geometry was divided into just 125 zones, representing only 42 seconds of
computation time to predict 20 hours of simulated cooling. Being fast and flexible, the model should
be validated against a real-world box of kiwifruit, being cooled in a refrigerated wind tunnel.
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NOMENCLATURE
Symbols Subscripts
A = heat transfer surface area k = thermal conductivity, A =air
(m?) (W.mtK? ef f = effective
C = specific heat capacity R = resistance to heat ext = external airflow
(J.kgt.K?) transfer, (m?.K.W?) i = zone under study
dx = voxel size, x direction (m) t =time (s) J = an adjacent zone to zone i
dX = zone size, x direction (m) T = temperature, (°C) n = object out of a total number of
dy = voxel size, y direction (m) T = volume average N objects
dY = zone size, y direction (m) temperature, (°C) N = the total number of objects
dz = voxel size, z direction (m) V = volume, (m?) P = packaging
dZ = zone size, z direction (m) ¢ = heat flux, (W) S =solid, or fruit
D = distance, (m) p = density, (kg.m3)
h = heat transfer coefficient v = voxel

(W.m2.K?)
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Abstract: Stacking fruit boxes into pallets allows large quantities of product to be simultaneously cooled
and transported, making packaging a vital component in the horticulture cool chain. Packaging features
such as vent number, size and position; or the existence of a polyliner, can have significant impacts on
the cooling efficiency, and hence the end-of-cool-chain product quality. A cooling prediction model that
focuses on computational speed would be valuable, as optimized package designs could be rapidly
identified. A preliminary model is presented in this paper, applied to a single box of polylined kiwifruit.
A random stacking model was developed that applied rigid body dynamics to a collection of kiwifruit
shapes that are allowed to settle naturally under simulated gravity into a box, accelerating model
construction time. A zonal approach was then employed, dividing the modelling domain into a small
network of zones with space averaged properties. The resulting cooling predictions reached solution
stability after just 125 zones were used, representing only 89 seconds of computational time. Being fast
and flexible, the model will be validated against a real-world box of kiwifruit in the future, and later allow
rapid optimization of the package design.

1 INTRODUCTION

Temperature plays a crucial role in the rate of senescence and growth rate of pathogens in fresh fruits
and vegetables, which in turn affect the maintenance of product quality and shelf life. Therefore, pre-
cooling has become an integral part of the horticulture cool chain, a unit operation designed to quickly
and efficiently reduce freshly picked produce from their field to storage temperatures. The most common
pre-cooling process in the horticulture industry is forced-air cooling (Shim et al, 2016), where a pressure
drop is created across rows of palletised produce using a large fan, forcing refrigerated air to penetrate
through the packaging structure and exchange heat with the product inside (O’Sullivan et al, 2014) (Fig.
la).

The design of individual packages has the potential to alter the efficiency of a pre-cooling operation —
both the average cooling rate and cooling uniformity, or homogeneity (Olatunji et al, 2015a). The size
of package ventilation, in addition to the number, shape and position of vents, combines on the pallet
scale to form a convoluted airflow pathway (Fig. 1b) that can benefit the removal of energy from some
fruit, while retarding the cooling rate of others. The stacked fruit inside of the pallet also forms a
labyrinthine structure for the air to penetrate; a pathway that will change from box to box, as it is
dependent on individual product shape and how they have naturally stacked within the packaging.
Additional packaging features — such as polyliners — further complicate the system.

Experimentally, optimizing a pre-cooling system is impractical — the materials cost of manufacturing
many different package designs and the purchase of tonnes of real fruit are prohibitively high; and the
need to record dozens or hundreds of individual product temperatures requires an excessive amount
of time and labour (Shim et al, 2015) and even large-scale laboratory experiments may not be truly
representative of real industrial practice. It would be beneficial to both industry and academia to instead
construct a mathematical model, one that can predict the airflow field as a consequence of package
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design; and the rate of heat transfer as a result of said airflow. Doing so would allow — depending on
the solution time — many package designs to be investigated computationally.

a.) Refrigerated Air Tarpaulin ~ Palletised  Package
In Product  Ventilation

B NG

Fan

%

Warm Air :7

Out

Figure 1. a.) A forced-air tunnel cooler, a commonly used setup for pre-cooling horticultural produce.
b.) an illustrative 2D steady state CFD airflow solution of air being pulled through a single layer of
stacked packaging, to demonstrate how the design of individual packages combines on the pallet
scale to form a convoluted airflow pathway. Colours represent velocity; warmer colours are faster

velocities.

Highly detailed discrete element models (such as Computational Fluid Dynamics (CFD) models) have
been used recently to provide important insight into the mechanisms at play during a forced-air cooling
process, such as the degree of forced and natural convection within a box, moisture transfer and
evaporative cooling, thermal radiation, and temperature gradients within individual products (Defraeye
et al, 2014; Ferrua and Singh, 2009; O’Sullivan, 2016). However, these detailed models can be difficult
to construct and fully validate: due to the nature of meshing a complex geometry (Frei, 2013). These
models can often only be applied to a specific cooling scenario, applied to a single product; a new
scenario essentially means building a new model from scratch. Also, the large number of mesh
elements required for the approach to function means high computational resources are required, and
solution times of several hours or days is commonplace. These problems place limitations on their
usefulness as an optimization tool.

Therefore, it is proposed that a mathematical model that favours flexibility and speed be developed.
Sacrificing the high level of detail seen in CFD models for a model that can be constructed quickly and
in a generalised fashion, and can be solved in a reasonable amount of time, would allow the model to
be integrated with an optimization strategy, such as a genetic algorithm (East and Smale, 2008). This
would allow the best package design and operational conditions for a given product to be rapidly
identified.

Generalised model construction and computational efficiency are explored in this paper. The model is
based on the zonal approach (Tanner et al, 2002), which divides the modelling domain into a small set
of space averaged zones. We propose new generalised methods to automatically determine the
important properties of each zone — such as the volume of solids and the resistance to heat transfer
per zone. The zonal approach is supplemented with a stacking model, where a number of fruit are
allowed to fall under simulated gravity and stack naturally, automatically creating a geometry to use as
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a model input. The new model is applied in this preliminary case to a single box of kiwifruit wrapped in
a polyliner.

2 GEOMETRY

The geometry within a box of fruit poses one of the most significant challenges to model construction.
Determining a computational analogue of this bulk shape is vital for an accurate cooling model to be
developed. While some products can be simplified as an ordered stack of spheres — such as apples or
oranges (Tanner et al, 2002; Defraeye et al, 2014) — kiwifruit are proto-ellipsoids, exported in randomly
stacked bulk packages weighing approximately 10 kg. Rather than attempt to manually build such a
complex shape, we have instead opted to build a computational stacking model to allow physics to
inform us of the internal geometry. This was achieved by applying rigid body dynamics to a collection
of kiwifruit shapes and allowing them to settle naturally under simulated gravity.

The random stacking model was built using the free and open source software package Blender™
(https://www.blender.org/). Kiwifruit shapes were created in 3D as parametric surfaces using a shape
equation for kiwifruit developed previously (Olatunji et al, 2015b). Although the shape equation is valid
for a large range of kiwifruit sizes, this preliminary case doesn'’t include size variability and instead
models each kiwifruit as an average sized count 36 Hayward kiwifruit (count 36 is a size based grading
category used by Zespri International; Fig. 2a).

102 kiwifruit shapes were created in rows of 9 above a chute with the same internal X and Y dimensions
of a regular modular bulk package (372 and 292 mm, respectively). 102 were created because this is
the industry standard amount of count 36 fruit exported per modular bulk package. Each fruit was
created with a randomised X, Y and Z rotation to encourage random stacking, and ensure that repetition
of the stacking model would result in a unique solution every time. Angled shafts were added to redirect
all fruit toward the chute as they fell. Using Blender’s built in physics engine, the chute and angled shafts
were defined as passive objects — meaning they did not move and were impassable, rigid barriers.
Fruits were defined as active objects — meaning they were subject to acceleration due to gravity, and
could collide and rotate when contacting other fruit and the walls of the chute. The fruit were then
allowed to settle naturally (Fig. 3a and b). Fruit that protrude above the specified Z dimension of the
modular bulk pack (182 mm) were deleted from the model. A script was written to automate the
construction of the chute and placement of the fruit shapes, meaning the process can be repeated
easily and as many times as necessary. The resultant bulk fruit shape was then used as a model input
(Fig. 3c).

Simulated gravity
D OWN into chute,

Angled shaft

Modular bulk f
packaging size %\ >
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Figure 2. a.) a 3D kiwifruit shape for an average sized count 36 Hayward kiwifruit, created as a
parametric surface in Blender (Olatuniji et al, 2015b). b.) Diagram of the Blender stacking model,
showing the geometry of the chute and angled shafts, as well as the starting positions of the fruit

about to be stacked.

Figure 3. Time series snapshots of the stacking model for a modular bulk package, with inside X Y
and Z dimensions of 372, 292 and 182 mm, respectively: t = 1, the fruit begin to fall into the chute; b.)
t = 2, the fruit collide with each other and the walls of the chute as they begin to fill up the box; c.) t =

final, the fruit have settled naturally under simulated gravity and have ceased motion, providing the

geometry input for the cooling model.

3 COOLING MODEL DEVELOPMENT

3.1 Model Simplification

The pressure differential created by the fan during pre-cooling is much higher than any pressure
differential created by thermal gradients in the air. This means that heat and momentum transfer can
be de-coupled, so that separate models for airflow distribution and the consequent heat transfer can be
developed independently (Ferrua and Singh, 2009; Defraeye et al, 2014). This paper focuses on the
development of a heat transfer model, with an airflow model to be added later. The kiwifruit are wrapped
in a thin polyethylene bag — called a polyliner —to prevent moisture loss and shrivelling during transport.
Therefore, there is a negligible amount of moisture transfer, and by extension a negligible amount of
evaporative cooling. Defraeye et al (2014) and O’Sullivan (2016) showed that thermal radiation was
also negligible in forced-air cooling scenarios. Due to the existence of the polyliner bag, air near the
fruit was considered to be stagnant, the air temperature variation within the polyliner was assumed too
small to promote significant amounts of natural convection. These simplifications resulted in an effective
thermal conductivity model to be explored, where two phases (fruit and air) are treated as a single
phase with effective properties.

3.2 Model Equations

The geometry from the stacking model was divided into a small set of space averaged zones (Tanner
et al, 2002). Air (A) and product (S) can exist within a zone. Packaging (P) occupies zones on the sides
and bottom of the geometry, but is absent at the top where the polyliner is in direct contact with
refrigerated airflow (Fig. 4a).
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a.)  Polyliner Fruit b.)

Airflow

Packaging I?;i;‘; Zones

Figure 4. a.) result of the random stacking model with polyliner and packaging added; b.) geometry divided into
space averaged zones (Tanner et al, 2002); c.) image of an individual zone with up to 6 possible directions of
heat transfer.

By using the zonal, space averaged approach, the number of ODEs that need to be solved is
significantly reduced compared to the finite element approach, promoting fast solution times; while
retaining the ability to predict temperature gradients within the packaging so that heterogeneity analysis
can be performed (Olatuniji et al, 2015a). The generalised ODE for temperature change is Eq. 1. ¢;_; ,
denotes an exchange of energy between zone i and the zones adjacent to it, j. These heat transfers
are determined by Eq. 2. The effective heat transfer coefficient is Eq. 3, the resistance to heat transfer
being Eqg. 4, calculated using Eq. 5 which uses the parallel effective thermal conductivity model
(Rahman and Al-Saidi, 2009; Delele et al, 2002).
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3.3 Zone Properties

At this preliminary stage, zones were limited to being cuboid in shape, equal in size and regularly spaced
throughout the model geometry. In the case of kiwifruit — and many other fruit pre-cooling scenarios —
the porous medium approach is not appropriate, as the package-to-product ratio is greater than 10;
meaning a system wide porosity is not representative, even at relatively large representative elementary
sizes (Verboven et al, 2006). Rather, ¢; is determined locally, for each individual zone.

Developing an automated process for determining ¢; requires some form of volume discretization. We
have opted to avoid complex meshing strategies — such as free tetrahedral — and have instead divided
the result from the random stacking model into a regular grid of equally sized cubes (voxels; Fig. 5).
Individual voxels (denoted as v,,) are assigned a value of 1 if it contains solid (i.e. fruit), or a value of 0
for air. Partially filled voxels are considered to be solids. As long as the voxel resolution is sufficiently
high, any geometry can be accurately represented as a collection of voxels. Utilising voxels as a
discretisation method avoids meshing errors, is repeatable for any geometry and is computationally
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efficient. In this case, each voxel is 1 mm? in volume (Fig. 6); the whole box geometry contains 2E7
voxels, 9.7E6 are considered solid.

Typical voxel Voxel set
L

dy{ WV,
, 7 %

H/_)dz

Figure 6. a.) result from the random stacking model; b.) random stacking model volume discretized
into 1mm? voxels

Within a single zone, the volume of the solids phase is therefore the sum of all voxels defined as a solid
within the zone, multiplied by the volume of a single voxel (Eq. 6; Fig. 7); the remaining zone volume is
air (Eqg. 7). The porosity within a zone is therefore Eqg. 8.

Vs; = (Z Wl-) X (dx - dy -dz) (6)
Var = (D Vi = DZ) x (dx - dy - d2) )

e = Z\/ (v; — 1)?
e/ - D243,

(8)
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a.) Solid Phase b.) Air Phase

Fig. 7. a.) solid phase within a zone; b.) air phase within a zone
3.4 Model Set-Up

The model equations were coded in MATLAB R2015b. An airflow model is to be added at a later date.
In this scenario there is assumed to be a constant flow of 0°C air on all outer box surfaces except the
bottom, resulting in a convective heat transfer coefficient of 10 W.m2.K-1. The bottom surface is resting
on a refrigerated floor, so is modelled at a constant temperature of 0°C. Packaging was modelled as an
extra resistance on the outer box surfaces (except the top), being 3mm thick, with a thermal conductivity
of kp = 0.005 W.m1.K-1, No fibreboard packaging exists on the top surface, where the polyliner is in
direct contact with the airflow. Kiwifruit is modelled as a homogeneous solid with thermal properties of
ps = 1037 kg.m-3, Cs = 3713 J.kgt.K1 and kg = 0.542 W.m-1.K-1 (O’Sullivan, 2016); and the air as p, =
1.25 kg.m=3, ¢, = 1005 J.kgt.K?! and k, = 0.025 W.m1.K-1. The initial temperature for the entire box
was 20°C. The generalised ODE for temperature change (Eq. 1) was integrated numerically using
MATLAB’s ‘ode23s’ solver, over a 20-hour period.

4 RESULTS AND DISCUSSION

As mentioned previously, the porous medium approach was deemed inappropriate because the
product-to-package ratio for count 36 kiwifruit inside of a modular bulk package is over 10. This was
explicitly confirmed by plotting the distribution of porosities for individual zones (Fig. 8a). The bulk
porosity was 0.5137. Increasing the zone number to just 8 zones, a divergence begins to occur, a
problem that is exacerbated as the model is made more detailed and more zonal divisions are added.
This demonstrates that a representative porosity is inappropriate. Using the local zonal porosities
instead has the potential to describe some of the cooling pattern differences that occur in reality.
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Figure 8. a.) distribution of porosities of each zone, as a function of zone number (zone size); b.)
visual representation of each zone number from 1 to 125 zones.

As demonstrated in Fig. 9a, the predicted half cooling time (HCT) for the single box reaches stability at
just 125 zones, giving a predicted HCT of 5.8 hours. Stability means that further increasing the number
of zones does not significantly change the predicted half cooling time. Generating this value for cooling
performance includes the construction of the bulk fruit geometry via the random stacking model (25
seconds), volume discretization (31 seconds), and solving the unsteady state heat transfer equations
over 20 hours of cooling (34 seconds); a start to finish time of just 89 seconds (Fig. 9b).

The model is also capable of predicting representative temperature gradients within the package, so
that cooling heterogeneity analysis is also possible. Fig. 10 shows the visual result for 125 zones at
various stages of the cooling process (initial stage, half-cooling time and seven-eighths cooling time).
Fruit on the edges cool faster as they are closest to the refrigerated airflow, however as the polyliner is
in direct contact with the air at the top (with no packaging), the rate is accelerated here. Fruit in the
middle of the box are shielded by the fruit and air that surrounds them, so that heat conducts more
slowly from these regions.

The methods discussed in this paper demonstrate how to significantly accelerate not only model
construction, but also solution times of unsteady state heat transfer problems within pre-cooling systems
for horticultural products. The stacking model that was developed can construct a realistic internal bulk
fruit geometry in just 25 seconds, opening this method up to a monte-carlo style investigation of the
cooling performance effects of random stacking. It also allows models to be constructed for different
shaped or sized packages in a similarly short period of time; as well as for kiwifruit from a larger or
smaller weight range. Extending the model beyond application to kiwifruit to another non-regularly
shaped fresh product would require a single change at the fruit shape creation stage to better represent
the new product (and total package dimensions). This could be achieved by importing empirical produce
shapes via CT scanning, or a more advanced shape equation could be developed, such as by Rogge
et al, 2015. The discretization method (voxelisation) and determination of zonal properties would not be
affected by these changes.
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Figure 9. a.) predicted volume average HCT as a function of the number of zones used; b.) solution
times for various parts of the model: blue = discretisation into voxel time; yellow = stacking simulation
time; green = unsteady-state heat transfer over 20 hours of cooling solution time.
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Figure 10. visual result of the zonal approach applied to a box of kiwifruit over time: a.) initial stage; b.)
half-cooling time; c.) seven-eighths cooling time.

CONCLUSION

A preliminary cooling model for a single box of kiwifruit wrapped in a polyliner undergoing cooling has
been developed. The model focused on accelerating model construction using a random stacking
model; and on computational efficiency by employing the zonal approach, but while still producing “good
enough” predictions to guide package development. The model reached solution stability after just 125
zones, representing only 89 seconds of solution time to construct the internal bulk geometry, volume
discretize the geometry, and predict 20 hours of simulated cooling. The model is fast and flexible. The
model predictions should now be validated against experimental data.
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NOMENCLATURE
Symbols Subscripts
A = heat transfer surface area k = thermal conductivity, A = air
(m?) (W.m1.K?Y) eff = effective
C = specific heat capacity R = resistance to heat ext = external airflow
(J.kgt.K?1 transfer, (m2.K.W-1) i = zone under study
dx = voxel size, x direction (m) t =time (s) j = an adjacent zone to zone i
dX = zone size, x direction (m) T =temperature, (°C) n = object out of a total number
dy = voxel size, y direction (m) T = volume average of N objects
dY = zone size, y direction (m) temperature, (°C) N = the total number of objects
dz = voxel size, z direction (m) V = volume, (m?3) P = packaging
dZ = zone size, z direction (m) ¢ = heat flux, (W) S = solid, or fruit
D = distance, (m) p = density, (kg.m-3)
h = heat transfer coefficient v = voxel
(W.m=2.K1)
REFERENCES

Defraeye, T., Lambrecht, R., Delele, M.A., Tsige, A.A., Opara, U.L., Cronjé, P., Verboven, P., Nicolai,
B., 2014. “Forced-Convective Cooling of Citrus Fruit: Cooling Conditions and Energy Consumption in
Relation to Package Design”. Journal of Food Engineering. 121, 118-127.

Delele, M.A., Ngcobo, M.E.K., Opara, U.L., Meyer, C.J., 2012. “Investigating the Effects of Table Grape
Package Components and Stacking on Airflow, Heat and Mass Transfer Using 3-D CFD Modelling”.
Food and Bioprocess Technology, 6(9), 2571-2585.

East, A.R., Smale, N.J., 2008. “Combining a Hybrid Genetic Algorithm and a Heat Transfer Model to
Optimise an Insulated Box for Use in the Transport of Perishables”. Vaccine. 26(10), 1322-1334.

Ferrua, M.J., Singh, R.P., 2009. “Modeling the Forced-Air Cooling Process of Fresh Strawberry
Packages, Part I: Numerical Model”. International Journal of Refrigeration, 32(2), 335-348.

Frei, W. (2013). “Meshing your Geometry: When to Use the Various Element Types”. COMSOL Blog.
Accessed May 2016.

Olatunji, J.R., Shim, Y.M., Love, R.J., Ferrua, M.J., East, A.R. (2015a). “Exploring a New Heterogeneity
Index to Quantify the Variation of Cooling Rates within Systems that Undergo the Forced-Air Cooling
Process”. Proceedings of the 24™ [IR International Congress of Refrigeration, Yokohama, Japan.

Olatunji, J.R., Shim, Y.M., Love, R.J., Ferrua, M.J., East, A.R. (2015b). “Numerical Determination of
Kiwifruit Shape, Volume and Surface Area”. Poster session presented at the 12t International Congress
of Engineering and Food, Quebec Canada.

O’Sullivan, J., Ferrua, M.J., Love R.J., Verboven P., Nicolai B., East A.R., 2014. “Airflow Measurement
Techniques for the Improvement of Forced-Air Cooling, Refrigeration and Drying Operations”. Journal
of Food Engineering 143, 90-101.

O’Sullivan, J., 2016. “Significant Factors Affecting the Forced-Air Cooling Process of Polylined
Horticultural Produce”. PhD Thesis, Massey University, New Zealand.

Rahman, M.S., Al-Saidi, G.S., 2009. “Thermal Conductivity Prediction of Foods, Food Properties
Handbook, Second Edition”: CRC Press.



IAPRI 2016, 12 — 15 June - Sao Paulo, Brazil

Rogge, S., Defraeye, T., Herremans, E., Verboven, P., Nicolai, B.M. (2015). “A 3D contour based
geometrical model generator for complex-shaped horticultural products”. Journal of Food Engineering
157(0): 24-32.

Tanner, D.J., Cleland, A.C., Opara, L.U., Robertson, T.R., 2002. “A Generalised Mathematical
Modelling Methodology for Design of Horticultural Food Packages Exposed to Refrigerated Conditions:
Part 1, Formulation”. International Journal of Refrigeration, 25(1), 33-42.

Shim, Y.M,, Tan, Y.T., Olatunji, J.R., O'Sullivan, J.L., Love, R.J., Ferrua, M.J., East, A.R. (2015). “A
New Method to Describe the Cooling Process of Packaged Horticultural Produce”. Proceedings of the
24" IR International Congress of Refrigeration, Yokohama Japan.

Shim, Y.M., Olatunji, J.R., Zhou, J., Love, R.J., Ferrua, M.J., East, A.R. (2016). “Industry Survey on the
Pressure Drop Across Palletised Horticultural Produce During Pre-Cooling”. Proceedings of the 4 IR
Conference on Sustainability and the Cold Chain, Auckland New Zealand.

Verboven, P., Flick, D., Nicolai, B.M., Alvarez, G. (2006). “Modelling transport phenomena in
refrigerated food bulks, packages and stacks: basics and advances”. International Journal of
Refrigeration, 29(6), 985-997.





