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اللجنــة التنفيـذيــــة للصنــدوق المــتعــدد األطـــراف
لتنفيـــذ بروتوكـول مونتريــال
االجتمــــــاع السابع والسبعون
مونتريال 28 ،نوفمبر /تشرين الثاني –  2ديسمبر  /كانون األول 2016

حساب مستوى التكاليف اإلضافية لتحويل خطوط تصنيع مبادالت الحرارة في المنشئات
التي تتحول الى تكنولوجيا الھيدروكربونات) 290-المقرر (51/76
خلفية
نظرت اللجنة التنفيذية في اجتماعھا الخامس والسبعين المرحلة الثانية من خطة إدارة إزالة المواد
.1
1
الھيدروكلوروفلوروكربونية للبرازيل  .ولدى تقديم مقترح المشروع ،أوضحت األمانة أنه يتعين االضطالع بعمل
إضافى لتقدير التكاليف اإلضافية لتحويل خطين لمبادالت الحرارة لالستعاضة عن الھيدروكلوروفلوروكربون22-
بغاز التبريد المعتمد على الھيدروكربونات 290-في وحدات تكييف الھواء .ووافقت اللجنة التنفيذية على المرحلة
الثانية من خطة إدارة إزالة المواد الھيدروكلوروفلوروكربونية للبرازيل ،وطلبت من األمانة ،ضمن أمور أخرى،
االضطالع بعمل إضافي بشأن مستوى التكاليف اإلضافية لتحويل خطوط تصنيع مبادالت الحرارة في المنشئات التي
تتحول الى تكنولوجيا الھيدروكربونات ،290-وإبالغ االجتماع السادس والسبعين ،وتعديل تكلفة المرحلة الثانية من
خطة إدارة إزالة المواد الھيدروكلوروفلوروكربونية للبرازيل حسب مقتضى الحال لدى تلقى تقديم لطلب الشريحة
الثانية )المقرر )43/75و((.
وعلى ذلك استخدمت األمانة خبير تقني مستقل إلعداد دراسة لتوفير معلومات تقنية حقيقية عن التعديالت
.2
المطلوبة على مبادالت الحرارة وعلى خطوط تصنيع مبادالت الحرارة لالستعاضة عن أجھزة تكييف الھواء المعتمدة
على الھيدروكلوروفلوروكربون 22-للتحول الى غازات التبريد المعتمدة على الھيدروكربونات،290-
والھيدروفلوروكربون 32-أو  ،2R-452Bووضع تقدير للتكاليف اإلضافية المرتبطة بالتحويل .3وخضعت الدراسة

 1الوثيقة .UNEP/OzL.Pro/ExCom/75/40 and Add.1.
 2أضيف ) R-452Bعبارة عن خليط من الھيدروفلوروكربون 67) 32-في المائة( والھيدروفلوروكربون 7) 125-في المائة( والھيدروفلوروأوفلين) 1234و(26) ،
في المائة( للدراسة بالنظر الى أنه خليط يتوقع أن يستخدم في قطاع تصنيع أجھزة تكييف ھواء الغرفة.
 3ترد اختصاصات الدراسة في الفقرة  3من الوثيقة .UNEP/OzL.Pro/ExCom/76/59

إن وثائق ما قبل دورات اللجنة التنفيذية للصندوق المتعدد األطراف لتنفيذ بروتوكول مونت﷼
قد تصدر دون إخالل بأي قرار تتخذه اللجنة التنفيذية بعد صدورھا.
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الستعراض نظير 4بواسطة خبيرين مستقلين من خبراء التبريد ثم جرى تعديلھا لمعالجة جميع التعليقات والمالحظات
التي أثارھا خبيرا االستعراض النظير ،وقدمت لالجتماع السادس والسبعين.
المناقشات خالل االجتماع السادس والسبعين
وخالل االجتماع السادس والسبعين ،أخذت اللجنة التنفيذية علما بالتقرير وطلبت من األمانة أن تقدم لالجتماع
.3
السابع والسبعين وثيقة منقحة تعالج المسائل النوعية التالية )المقرر :(51/76
)أ(

أن تواصل النظر فيما يتعلق بتكنولوجيا الھيدروكربونات ،290-واالنعكاسات التقنية والتكاليفية
لخفض محيط األنبوب الخاص بالمكثف من 7مم الى 5مم مع المحافظة على نفس مستوى جھاز
البخر؛

)ب(

أن تقدم المزيد من المعلومات عن العدد التقديري للوحدات الالزمة لكل نوع من األدوات أو
المعدات لدى خفض محيط األنبوب على أساس المستوى المعتاد لإلنتاج بحسب كل منشأة في بلد من
بلدان المادة .5

إضافات للدراسة

واستجابة للمقرر  ،51/76قام خبير األمانة بتقنيح الدراسة بناء على ذلك .وأوضحت النسخة المنقحة من
.4
الدراسة ،المرفقة بھذه الوثيقة ،المسائل التالية:
)أ(

يمكن تقليص المحيط الخارجي ألنبوب البخر من 7مم الى 5مم )مثلما تم بالنسبة للمكثف( دون زيادة
إنخفاض الضغط أو تدھور أداء النظام .وسوف يتيح ذلك إجراء خفض في تكلفة المواد بالنسبة
لجھاز البخر مثلما الحال بالنسبة للمكثف )أنظر الفقرة )4ج(( ،وسوف يبسط عملية اإلنتاج عن
طريق عدم إنتاج سوى الملفات التى تتضمن أنبوب بمحيط واحد )5مم( في المرفق؛

)ب(

بالنسبة لقدرة اإلنتاج المرجعية بمقدار  200,000وحدة؛ يمكن استخدام ملفات األنابيب مقاس 5مم
في معدات وعمليات التصنيع التي تستخدم ملفات أنابيب 7مم مع بعض التغييرات واإلضافات
حسبما ھو موضح بالتفصيل في الدراسة .وتتراوح التكاليف الرأسمالية لھذه التغييرات بين
 215,000دوالر أمريكي و 975,000دوالر أمريكي بحسب معدات خط األساس والمسار الذي
يتخذه التحويل؛

)ج(

يسفر تغيير أنابيب المكثف أو جھاز البخر من 7مم الى 5مم عن خفض في مواد النحاس بما يتراوح
بين  30و 40في المائة بحسب سمك جدار األنابيب األصلية )7مم( واألنابيب المعدلة )  5مم ( .
ويعادل ذلك خفضا شامال فى مواد الملفات يتراوح بين  20و 25في المائة .ويقدم المرفق الخامس
بالدراسة حساب الوفورات في المواد لطاقة إنتاج  200,000وحدة؛

)د(

يمثل تمديد األنابيب عملية التصنيع الوحيدة التي يتوقع أن تسفر عن تعقيدات إضافية أو مشكالت
إضافية )أي زيادة معدل مخلفات الملفات( لدى التحول الى أنابيب محيطھا الخارجي 5مم .وبغية
معالجة ھذه المسألة المحتملة ،أدرجت معلومات عن أداة التمديد الھوائية البديلة لملفات األنابيب
الصغيرة أو البالغة 5مم .وقد يتعين توفير ھذه المعدات وخواص اإلنتاج؛

 4قدم االستعراض النظير تقييما للتقرير بما في ذلك ما إذا كان خبير االستعراض يوافق على النتائج التي توصل إليھا الخبير .وتناولت االستعراضات
ايضا المدى الذي وصل إليه التقرير في تناول اختصاصاته.
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)ه(

في حين أن الحسابات في الدراسة تمثل مرجعا مفيدا يستند الى طاقة إنتاج  200,000وحدة ،يتعين
وضع تقديرات على أساس كل حالة على حده استنادا الى تفاصيل تصميم الملفات وعمليات التصنيع
في كل منشأة.

استنتاجات الدراسة
فيما يلي ملخص للنتائج واالستنتاجات الرئيسية للدراسة والتي تماثل تلك التي قدمت لالجتماع السادس
.5
والسبعين وعدلت استنادا الى نتائج التقرير المعدل:
)أ(

خاصية غاز التبريد الرئيسية التي تؤثر في التصميم الفيزيائي لمبادالت الحرارة ھي الحد األقصى
لضغط التصميم:
) (1الھيدروفلوروكربون32-و ◌ٌ R-452يتسمان بضغط تصميم أعلى بكثير من ضغط
الھيدروكلوروفلوروكربون 22-إالّ أنه في حدود نسبة  10في المائة من ضغط التصميم
لغازات  .R-410Aوسوف تتيح التغييرات الدنيا في التصميم وإضافة اختبار دورة الضغط
لعملية شروط تصنيع الملفات استخدام تصميمات الملفات الحالية بضغوط تصميم أعلٮلكل من
 R-452Bوالھيدروفلوروكربون32-؛
) (2ضغط التصميم لھيدروكربونات 290-أقل من ذلك الخاص بالھيدروفلوروكلوروكربون،22-
ولذا فإن التغييرات في عملية التصميم أو التصنيع غير مطلوبة؛

)ب(

تحدد الخواص الفيزيائية والحرارية األخرى لغازات التبريد ظروف التشغيل وأداء نظام تكييف
الھواء الذى يستخدم فيھا .وبالنسبة لغازات التبريد الثالثة التي أخذت في االعتبار ،تسفر ھذه
البارامترات عن تباين كبير فيما بين غازات التبريد من حيث كفاءة النظام ،وطاقة النظام ،ودرجة
حرارة التشغيل ومعدالت تدفق الغازات .وتكتسي ھذه أھمية في عملية اختبار غاز معين لنمط منتج
معين ولترشيد تصميم عناصر مبادالت الحرارة .غير أنھا ال تسفر في حد ذاتھا عن أي تغييرات
ضرورية في التصميم الحالى لمبادالت الحرارة أو في عمليات التصنيع التي تتطلب مصروفات
رأسمالية؛

)ج(

لجميع الغازات الثالثة خواص تتيح إجراء تخفيضات كبيرة في حجم شحن وتدفق الغازات بالمقارنة
بالھيدروكلوروفلوروكربون.22-ويتيح ذلك ولكنه اليتطلب إعادة تصميم الملفات لخفض التكاليف
باستخدام أنابيب المحيط األصغر مما يمثل وفورات في المواد إالّ أنه يحتاج لتكاليف رأسمالية
إضافية لتركيب أدوات التصنيع الجديدة؛

)د(

تعتبر غازات التبريد الثالثة البديلة في الدراسة قابلة لالشتعال :الھيدروكربونات 290-شديد القابلية
لالشتعال ،(A3) ،في حين أن الھيدروكلوروفلورو 32-و R-452Bمعتدال القابلية لالشتعال
) .(A2Lوتتباين مدونات األمان التي تنظم استخدام غازات التبريد القابلة لالشتعال في األماكن
المأھولة تباينا شاسعا بحسب الموقع ،ويجري حاليا استعراضھا وتعديلھا لتجسد مخاطر القابلية
المنخفضة لالشتعال والمرتبطة باستخدام غازات التبريد من الفئة  .2Lوسيسمح باستخدام غازات
التبريد من الفئة ) 2Lالھيدروفلوروكلورو 32-و (R-452Bفي نظم تكييف الھواء المجزأة
الصغيرة ) 2كيلووات الى  5كيلووات( الموجودة في األماكن المأھولة مع عدم وجود أجھزة
تخفيف ،واألجھزة المفردة الكبيرة ) 30كيلووات الى  1000كيلووات( مع رصد التسربات ووجود
أجھزة التخفيف بالتھوية الميكانيكية .وقد يكون لھذه حدود شحن قصوى بحسب الدائرة إالّ أن من
غير المتوقع أن تثار مشكلة في استخدام المنتجات من ھذا الحجم .ولذا فإن من غير المطلوب إجراء
خفض في الشحن بما يقل عن مستويات الشحن الحالية ألجھزة تكييف الھواء التي تستخدم
الھيدروفلوروكربون 32-أو.R-452B
3
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)ه(

وال يحتمل حدوث تغيير كبير في القيود التى تفرضھاالمدونات الحالية في أمريكا الشمالية وأوروبا
بشأن استخدام غازات التبريد من الفئة  3في المناطق المأھولة إالّ أنھا على األرجح سوف تطبق
على نطاق واسع .وسوف تؤدي ھذه الحدود القصوى المفروضة على حجم الشحن الى تقييد تطبيق
الھيدروكربونات 290-في النظم التي تقل طاقتھا عن  2كيلووات دون تخفيف من المخاطر ،وحتى
حد أقصى يبلغ نحو  30كيلووات بنظام نشط لتخفيف المخاطر .وقدرت تكاليف النظم االوتوماتيكية
لتخفيف المخاطر بما يصل بنحو  30في المائة من تكاليف وحدة تكييف الھواء الصغيرة .ويمكن أن
يؤثر ذلك في قصر حجم األجھزة التي تستخدم الھيدروكربونات 290-على الثالجات والمبردات
الصغيرة وربما نوع وحدات تكييف الھواء المجزأة الصغيرة؛

)و(

يمكن الحصول على خفض في شحن غازات التبريد وتكاليف المواد عندما يستعاض عن
الھيدروكلوروفلوروكربون 22-يحل مكانھا الھيدروكربونات 290-في نظم التبريد وخفض المحيط
الخارجي ألنابيب ملفات مبادالت الحرارة .ويمكن بإجراء تغييرات طفيفة في دائرة غازات التبريد،
استخدام أنبوب ملفات بمحيط خارجي قدره 5مم لكل من أجھزة البخر والمكثفات دون أضرار
باألداء؛

)ز(

يؤثر خفض محيط األنبوب لملفات الجنح واألنابيب في جميع أجزاء الملف تقريبا إالّ أنه ال يتعين
إجراء أي تغييرات كبيرة في المعدات الرأسمالية مثل عمليات الجنح ،وربط األنابيب ،ومعدات
مناولة المواد وترتيب المنشأة .وقدرت الدراسة عدد قطع المعدات أو األدوات الالزمة إلنتاج
 200,000وحدة تكييف ھواء مجزأة صغيرة بطاقة  18,000وحدة حرارية بريطانية /ساعة،
وتكلفة إجراء التغييرات في المحيط الخارجي لألنابيب الملغاه البالغ 5مم .وتبلغ التكاليف اإلجمالية
لتصنيع المعدات بما يتراوح بين  215,000دوالر أمريكي و 475,000دوالر أمريكي مع افتراض
استخدام جھاز تمديد لألنابيب .وفي حالة استخدام جھاز تمديد ھوائي يمكن أن تتراوح التكاليف بين
 750,000دوالر أمريكي و 975,000دوالر أمريكي؛

)ح(

ويؤدي خفض المحيط الخارجي لألنابيب من 7مم الى 5مم في كل من المكثف وجھاز البخر الى
خفض حجم غازات التبريد ،وتبسيط عملية تصنيع الملفات وتحقيق خفض كبير في تكاليف المواد
والسيما محتوى مواد النحاس بنحو  30في المائة مما يسفر عن خفض في التكاليف بما يقرب من
 15في المائة بالنسبة للملفات المستكملة .واستنادا الى حجم اإلنتاج السنوي البالغ  200,000وحدة
بطاقة قدرھا  18,000وحدة حرارية بريطانية  /ساعة ،يبلغ مجموع الوفورات في تكاليف المواد
النحاسية السنوية مقدار  1,150,000دوالر أمريكي تعادل  383,000دوالرا أمريكيا لجھاز البخر
و 767,000دوالرا أمريكيا للمكثف.

معلومات مسترجعة من الوكاالت المنفذة

جرى تعميم الدراسة المعدلة على الوكاالت المنفذة السترجاع المعلومات منھا .واستنادا الى ھذه المعلومات
.6
المسترجعة ،قدمت توضيحات وأجريت تعديالت على التقرير .وفيما يلي النقاط الرئيسية المتلقاة ،والرد عليھا:
)أ(

تعتبر الدراسة بالغة الفائدة وتتناول المسائل التي أثارتھا اللجنة التنفيذية خالل اجتماعھا السادس
والسبعين؛

)ب(

وفقا للخبرات المكتسبة خالل تنفيذ المشروعات ،فإن الخفض في شحن غازات التبريد الناشىء عن
خفض المحيط الخارجي لألنابيب من 7مم الى 5مم في مبادالت الحرارة يتراوح بين  15و 30في
المائة وليس نسبة  50في المائة المحسوبة في الدراسة .ونظرا ألن نسبة  50في المائة الواردة في
التقرير تستند الى الحسابات التي أخذت من دراسات أخرى ،أضيف تعليق يشير الى الخبرات
المقدمة من الوكاالت المستفادة من تنفيذ المشروعات؛
4
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)ج(

من المفھوم أن أنابيب 5مم يمكن أن تستخدم في كل من المكثف وجھاز البخر وأنه يتعين إعادة
تصميم جھاز البخر لتجنب انخفاض الضغط .وفي حالة عمليات مضخات الحرارة ،يتعين أيضا
إجراء إعادة تصميم للمكثف .ويوافق الخبير على التعليق إذ يتعين إجراء تغييرات في الدائرة
الخاصة بكل من المكثف وجھاز البخر لمضخات الحرارة للمحافظة على األداء عند خفض محيط
األنابيب على الرغم من أن مضخات الحرارة ليست موضوع التقرير؛

)د(

وجھاز تمديد األنابيب الھوائي ضروري لتجنب الزيادة في معدل النفايات .وفيما يتعلق بھذه النقطة،
أشار الخبير الى أنه في حالة استخدام التمديد بعمود "محدود -تقلص" سيكون معدل النفايات مماثال
للتمديد الھوائي .ولذا فإن كال من تمديد بعمود "محدود – تقلص" والتمديد الھوائي يعتبران طرقا
سليمة لتمديد األنابيب .وعلى ھذا األساس ،تخلص األمانة الى أن ذلك سوف يحتاج الى تقييم على
أساس كل حالة على حدة أي أن الحاجة الى تمديد ھوائي لألنابيب سوف يعتمد على معدات خط
األساس والعملية السائدة في المنشأة؛

)ھ(

وبلغت تكاليف أدوات تمديد األنابيب )تقدر بنحو  5,000دوالر أمريكي الى  10,000دوالر
أمريكي ،مجموعة لكل حجم ملف في اإلنتاج( في الصين مقدار  130,000دوالر أمريكي .وفيما
يتعلق بھذه المسألة ،أشار الخبير الى أن ھذا ھو الوضع في حالة استخدام محطات التمديد أو إذا
كانت معدات التمديد باستخدام العمود تحتاج الى تحويل لتوفير "محدود – تقلص" .ويتم ذلك من
خالل وضع األنابيب في حالة ثني حيث أنھا تمديد للعمود؛

)و(

وفي حين أن ھناك اتفاقا على أن خفض المحيط الخارجي لألنابيب الى 5مم ،سيحدث وفورات في
النحاس ،فإن حجم الوفورات أقل من ذلك الذي حسب في الدراسة حيث أنه يتعين أن تظل منطقة
نقل الحرارة دون تغيير ومن ثم سيتعين توفير المزيد من األنابيب النحاسية مقاس 5مم .وفيما يتعلق
بھذه المسألة ،أشار الخبير الى أن مسافة األنبوب ومنطقة الواجھة وعدد األنابيب ال تحتاج الى
تغييرات لدى االنتقال من محيط خارجي لألنابيب 7مم الى 5مم .ويعزى ذلك الى أن معظم مقاومة
انتقال الحرارة يوجد في جانب الجنح من الملف .ولذا فإن الوفورات في تكاليف المواد المبين في
الحسابات صحيحة.

توصية األمانة
.7

قد ترغب اللجنة التنفيذية في أن تنظر مايلي:
)أ(

أن تحاط علما بالوثيقة  UNEP/OzL.Pro/ExCom/77/69بشأن حساب مستوى التكاليف
اإلضافية لتحويل خطوط تصنيع مبادالت الحرارة في المنشئات التي تحولت الى تكنولوجيا
الھيدركربونات) 290-المقرر (51/76؛

)ب(

أن تطلب من األمانة أن تعدل تكاليف المرحلة الثانية من خطة إدارة إزالة المواد
الھيدروكلوروفلوروكربونية للبرازيل حسب مقتضى الحال ،لدى تلقي تقديم طلب الشريحة الثانية
وفقا للمقرر )43/75و( استنادا الى المعلومات التقنية المقدمة في الوثيقة
UNEP/OzL.Pro/ExCom/77/69؛

)ج(

أن تطلب من األمانة والوكاالت المنفذة استخدام المعلومات التقنية الواردة في الوثيقة
 UNEP/OzL.Pro/ExCom/77/69كمرجع لدى تقييم التكاليف اإلضافية لتحويل خطوط
تصنيع مبادالت الحرارة من تحويل أجھزة تكييف الھواء المعتمدة على الھيدروكلوروفلوروكربون-
 22الى غازات الھيدروكربونات 290-والھيدروفلوروكربون 32-و.R-452B
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Summary
This study was performed at the request of the Multilateral Fund Secretariat (Secretariat) to serve as a
basis to evaluate the incremental cost of the heat exchanger conversion proposed in the HCFC Phase‐
out Management Plan (HPMP) for Brazil as well as future heat exchanger conversions submitted for
funding to the Executive Committee (ExCom) for consideration.
The study provides technical information on required modifications to heat exchangers and heat
exchanger manufacturing lines when converting from R‐22 based AC to: (1) R‐290, (2) R‐32, and (3) R‐
452B (DR‐55) refrigerants, and provides an estimation of the incremental capital and operating costs
associated with the conversion of heat exchanger manufacturing lines from R‐22 to the three alternative
refrigerants. Where appropriate, a similar study completed in October 2011 for conversion from R‐22 to
R‐410A1 was used as basis for assessment of costs for conversion from R‐22 to these three alternative
refrigerants. Two types of direct expansion AC systems were considered, 2 kw to 5 kw mini‐spilt systems
and 30 kw to 1,000 kw rooftop systems.
The study concludes that no major coil design changes will be required for conversion of this equipment
from R‐22 to R‐290, R‐32 or R‐452B. However, the significantly higher design pressure for R‐32 and R‐
452B will require a fatigue based pressure cycle and burst test in place of the current burst test for coil
design qualification processes. Minimal new capital equipment will be required to make these changes
to the coil manufacturing process. Automated pressure cycling equipment will be required to qualify the
coil designs. R‐290 has a design pressure that is 10% lower than R‐22. Therefore use of R‐22 coil design
qualification processes will be acceptable for the coils when used with R‐290.
All three of the alternative refrigerants in this study are considered flammable. At present the safety
codes that govern use of flammable refrigerants in occupied spaces vary wildly by locale. The standard
used in North America is currently being reviewed and revised to reflect the low flammability risks
associated with use of the A2L refrigerants R‐32 and R‐452B. These revisions are expected to allow use
of A2L refrigerants in occupied spaces with only minimal restriction and, in some cases, ignition
mitigation systems. These restrictions are not expected to cause application issues with either mini‐
splits or rooftops systems.
R‐290 is designated as class A3 refrigerant‐ highly flammable. Current code restrictions prohibit its use in
North America to equipment rooms and restrict the charge to 3 kg. Codes in other areas are not as
restrictive but still limit charge. The current charge limits in place for class A3 refrigerants have the
effect of limiting the capacity of R‐290 systems to about 1 kw with current coil designs. Somewhat larger
charges will be allowed if additional active ignition mitigation is used. Thus practical application of direct
expansion AC equipment using R‐290 will be limited to refrigerators, small coolers and perhaps small
mini‐split type AC units unless design changes are made to reduce the refrigerant charge.
The refrigerant charge in R‐290 systems can be significantly reduced by heat exchanger tube diameter
reduction. This allows an increase to the maximum refrigeration capacity for systems using R‐290 as a
refrigerant. This study also discusses the performance and manufacturing process changes associated
with reducing tube diameter in heat exchanger designs.

1

UNEP/OzL.Pro/ExCom/66/51.
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1.

Introduction

The Secretariat assists the Executive Committee (ExCom) in managing the operation of the Multilateral
Fund. At its 75th meeting in December 2015 the ExCom considered the HPMP for Brazil which included
modification of heat exchanger manufacturing lines to produce R‐290 based AC units. Due to the
complexity of calculating the costs associated with this change, the Secretariat was directed to obtain
additional information on the incremental cost for conversion of heat exchanger manufacturing lines to
alternative refrigerant technologies and report back to the ExCom at the May 2016 meeting.
The objective of this study is to provide technical information on required modifications to heat
exchangers and heat exchanger manufacturing lines for conversion of R‐22 based AC to (i) HC‐290, (ii)
HFC‐32, and (iii) DR‐55 refrigerants, and to provide an estimation of the incremental capital and
operating cost associated with conversion heat exchanger manufacturing lines from R‐22 to the three
alternative refrigerants. This study is focused on smaller air conditioning (AC) products, specifically 2 to 5
kW residential room AC units (mini‐splits) and 30 to 1,000 kW unitary products.
A first version of this study was presented by the Secretariat at the 76th meeting in May 2016. Responses
to specific questions from the ExCom on the study have been incorporated in this updated version and
also listed separately in Annex I for reference.
R‐22 (HCFC) had been the refrigerant of choice for use in residential and small unitary AC systems up
until its phase out beginning in 2010. At that time R‐410A (HFC) became the accepted replacement
refrigerant for small residential split AC systems and medium size unitary (rooftop) products. However,
with current focus of using lower GWP for refrigerants, a new set of alternative refrigerants are being
considered. This study considered three potential replacements for R‐22: R‐290, R‐32, and R‐452B.
These refrigerants all have zero ozone depleting potential, low (<750) GWP and physical/
thermodynamic properties suitable for use in small to medium size direct expansion AC systems.
The operating conditions of an AC system using the three alternative refrigerants were compared to the
R‐22 base. Changes to design pressure, compressor discharge temperature, and refrigerant flow
volumes were used to determine if any changes were required to the heat exchanger designs to
accommodate the new refrigerants. A “design standard” coil typical for the type and capacity of each
product was used as the basis for the design change determination. Capital cost and production volume
capabilities of manufacturing equipment modifications required to produce coils with these design
changes was estimated based on information from US coil manufacturing equipment suppliers. The
production capability of each type of manufacturing equipment and annual production volume
requirements were used to determine if any duplicate equipment was required. Where appropriate the
conclusions of a similar study completed in October 2011 for conversion from R‐22 to R‐410A were be
used for assessment of costs for conversion from R‐22 to the three alternative refrigerants.
2.

Baseline coil information2

The typical baseline or “design standard” coils and the associated manufacturing processes assumed for
this study are described in the following paragraphs. Coil designs in developing countries may or may

2

The information in this section is based on information in the October 2011 study on heat exchanger conversion
from R‐22 to R‐410A, updated to reflect current coil design standards.
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not be similar those described. Older designs may very well be prevalent and upgrade to the design
standard is not addressed by this study.
2.1a

Residential (2‐5 kW)

Equipment of this size and type generally has a single refrigeration circuit driven by one non‐unloading
rotary compressor. The evaporator coil is contained in cassette or cabinet located in the conditioned
space and includes a fan. The condenser coil is located outdoors in an enclosure which also contains a
fan and the compressor.
Both the evaporator and condenser use 7 mm outside diameter (OD) internally finned copper round
tube coils with configured aluminum plate fins mechanically bonded to tubes. The tube wall thickness is
0.30 mm. Many manufacturers have switched to aluminum tube for the evaporator coil for cost
reduction and resistance to formicary corrosion. Condenser and evaporator use one to three row coils
with a 1 inch (25.4 mm) triangular tube pitch. Both evaporator and condenser coils use hairpin bends
and brazed U bends. In the case of evaporators, a short orifice or capillary tube is used to feed the
refrigerant circuits. Headers are made from small diameter copper or aluminum tube. All connections
are brazed.
2.1b

Unitary (30 – 1,000 kW)

The evaporator and condenser coils are contained within a complete packaged product, generally
located on a roof. Equipment of this size and type generally has two or more separate refrigeration
circuits each driven by one or more scroll compressors. The coils generally contain both refrigerant
circuits in a single coil slab with the circuits intertwined to improve part‐load performance. Multiple coil
slabs are typically used for the higher capacity equipment.
Evaporator: 3/8 inch (9.5 mm) OD internally finned copper round tube coils with configured
aluminum plate fins mechanically bonded to tubes. Some manufacturers have changed from
copper to aluminum tubes for material cost reduction and elimination of formicary corrosion in
indoor coils. The coils have 2 to 4 rows of tubes typically on a 1.2 inch (30.5 mm) triangular
pitch. Coil height, length, rows, and number of refrigerant paths (coil tube circuits) varies by the
refrigeration circuit capacity. A combination of hairpin bends and U‐bends are used to connect
tubes in each coil tube circuit. The U‐bend to tube joints are flared and brazed. Tube wall
thickness is typically 0.014 inch (0.35 mm). The first tube in each coil tube circuit is fed by a
dedicated distributor tube connected to the coil tubes using either a crimped or flared brazed
joint design. Each distributor tube is fed from a multiport distributor device. To maximize
performance of the heat exchanger and minimize tube wall thickness required, the un‐fined
length of each tube is kept to a minimum, usually around 0.5 inch (13 mm). Overall refrigerant
flow is controlled by a TXV. Outlet headers use pierced or pierced and flared braze joints with
mitered or saddle type joints for the gas outlet line.
Condenser: 3/8 inch (9.5 mm) OD internally finned copper round tube coils with configured
aluminum plate fins mechanically bonded to tubes. The coils have 1 to 4 rows of tubes on a 1.2
inch (30.5 mm) triangular pitch. Coil height, length, rows, and number of refrigerant paths (coil
tube circuits) varies by the refrigeration circuit capacity. A combination of hairpin bends and U‐
bends were used to connect tubes in each coil tube circuit. The U‐bend to tube joints are flared
and brazed. Tube wall thickness is typically 0.014 inch (0.35 mm). The first tube in each coil tube
circuit is fed from a cylindrical header, and the last tube in each coil circuit is connected to a
4
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cylindrical outlet header all made from copper. The diameter of these headers varies by overall
refrigeration circuit capacity with the largest outside diameter about 1.625 inch (41mm). To
maximize performance of the heat exchanger and minimize tube wall thickness required, the
un‐fined length of each tube is kept to a minimum, usually around 0.5 inch (13 mm). Both inlet
and outlet headers use pierced or pierced and flared braze joints with mitered or saddle type
joints for the gas inlet and liquid outlet lines. For non‐heat pump applications use of aluminum
micro‐channel slabs is either an option or standard for many manufacturers. Use of this
technology significantly reduces refrigerant charge and heat exchanger cost.
All Coils: Some manufacturers have taken advantage of the improvement opportunities
afforded by conversion from R‐22 to R‐410A and made changes to the baseline coil designs.
These changes improve AC system performance, lower refrigerant charge and lower coil
material cost. They were made possible by the conversion to R‐410A but were not required as
part of the conversion process. Examples of these changes include tube diameter reduction,
tube pitch changes to take advantage of smaller diameter tubes, and coil re‐circuiting.
3.

Coil HX design and manufacturing equipment modifications for refrigerant conversions

3.1

Standard manufacturing processes and required tooling/equipment

The standard manufacturing processes generally used for both condenser and evaporator coils in
residential and unitary systems are shown in Table 1 below. The amount of automation and use of
alternative processes is driven by volume/cost, manufacturing cycle time, manufacturing capacity
investment considerations, and manufacturing quality control. Most tooling (fin dies, stackers, tube
expanders, support plate stamping dies) used in these processes is specific to tube OD and inside
diameter (ID), tube pitch, and fin heat transfer surface design. Therefore they would all need to be
replaced if any of these design details are changed. However, the major capital equipment, such as fin
presses and tubing benders would not need to change.
Table 1. Standard manufacturing processes used for condenser and evaporator coils in residential and
unitary systems
Tooling/equipment
Description
Fins
Punched using a high speed progressive die fin press with automated
feedstock and fin stacking. Fins are highly configured with features to
improve air side heat transfer. A typical fin press uses a 24 row double
progression die with a cycle rate of 300 strokes per minute. Press will be
75% utilized for 200,000 units annual production.
Tube cut off
Automated feed and cut machine, < 50% utilized for 200,000 units annual
production
Hairpin bend
Hairpin bender with mandrels and automated feed, <50% utilized for
200,000 units annual production. Assumes 8 tubes per cycle, 6 cycles per
minute.
Headers
Punched or drilled with automated or semi‐automated machines. T‐drill
or similar may be used for more robust brazed joint, especially in larger
diameter headers. Assuming 30 seconds per header annual production
can be produced with a single station running 3 shifts, 5 days a week,
(80% utilization.
U‐bends
Purchased (brazing rings filler metal may be included)
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Tooling/equipment
Coil structural support
Coil assembly (lacing of
tubes)
Tube expansion

Brazing headers, u‐bend,
and distributor tubes

Pressure and leak test
Final product pressure
and leak test
Process fluids

Description
Sheet metal is punched using a progressive pierce and bulge dies and
press. May be purchased or produced in a single station.
Manual or semi‐automatic. Will probably require more than one station
but fixtures are minimal.
Ball end multi‐rod expanders or ball expanders. Requires expander press
with tooling specific to the tube ID. The equipment may have tube
tensioning features or similar means to prevent buckling and control tube
shrinkage during expansion process. Cycle time 30 seconds.
Brazed with dry nitrogen purge. U‐bends are auto brazed in continuous
process. Headers and distributors are hand brazed. One station required
for annual volume of 200,000. Tooling/fixtures are minimal. Automatic
multi‐joint brazing is required for aluminum tube coils.
Air under water immersion in water tank with safety cover. One per coil
line.
Dry air plus halogen leak detector. One per coil line.
All process fluids used during manufacture and testing of the heat
exchangers are selected to be compatible with R‐22 (or refrigerant used
in the refrigeration system) and the compressor lubricant (currently
polyolester (POE) oil for R‐410A)

Many low volume equipment manufacturers choose to purchase heat exchanger components rather
invest in the manufacturing facility and equipment to build them. This is especially true for aluminum
micro‐channel air to refrigerant slabs that are often used in cooling only condensers for unitary AC
products.
3.2
System design considerations for safety regulation imposed refrigerant volume limits for
flammable refrigerants
All three of the alternative refrigerants in this study are considered flammable. Safety regulations that
govern use of flammable (A2, A2L and A3) refrigerants in occupied spaces limit the maximum volume of
the refrigerant that can be used. For products within the scope of this study using A2 and A2L
refrigerants the regulations will have minimal impact to heat exchanger design or product capacity
range. For products using A3 refrigerants such as R‐290 the maximum refrigerant volume limit will limit
product capacity using current heat exchanger coil designs. Details of the regulations and their impact
on direct expansion AC systems using the alternative refrigerants are presented in Annex II.
Design changes to the AC equipment such as use of micro‐channel heat exchangers, component size
reduction, and component elimination can be considered to reduce charge volume in an exercise to
determine the maximum capacity of direct expansion systems that could use R‐290 without mandatory
mitigation systems. Based on compilation of results found in studies presented at recent engineering
conferences as much as an additional 50% charge reduction is possible by reducing the coil tube OD
from 7mm to 5mm3. Therefore the largest R‐290 single circuit split system that would comply with
3

According to UNIDO’s experience in developing countries the refrigerant charge reduction resulting from the reduction of the OD of the tubes
from 7mm to 5mm in the heat exchanger can be between 15 to 30 per cent.
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current safety standards and not require active ignition mitigation systems would be about 6 kW. Larger
split system AC equipment would need to have multiple refrigeration compressors and circuits.
Based on this assessment for equipment designed using current heat exchanger coil designs the
practical application of R‐290 in North America will be limited to refrigerators, small bottle coolers, and
mini‐split AC products. Countries in South America, Africa and the East Asia will likely have somewhat
higher charge limits for R‐290 refrigerant in direct expansion AC systems. Additional detail is provided in
Annex III.
3.3

Heat Exchanger Coil Design Modifications Related to Design Pressure and Refrigerant

The design pressure for R‐290 is about 10% less than the design pressure for R‐22 therefore pressure
related heat exchanger design/or manufacturing changes will not be necessary. Current coil designs and
coil qualification tests that are used for R‐22 designs will be acceptable for R‐290. Typically this consists
of a burst test on several representative samples for each coil design. The minimum burst test pressure
required is 5 times the design working pressure. For each production coil a pressure proof test is
performed at 1.5 times design pressure.4 The lower design pressure will allow a reduction to these test
pressures. This will have no impact on product or manufacturing cost. The lower design pressure may
also allow a small reduction to tube wall thickness, on the order of 0.001”. This change could result in a
tube cost reduction of about 5%. Heat transfer improvement from a wall thickness reduction would be
small and the impact on overall system performance would be negligible.
The only coil design changes that result in manufacturing tooling cost are design changes to minimize
the frequency and severity of leaks. Joint count reduction (if possible) and improvement in header to
coil tube, and distributor tube to coil tube joint designs will likely be made to mitigate risks due to the
high flammability of the refrigerant. These design changes will carry a minimal capital cost for new
header T‐drill (US $6,000 each) and distributor tube crimp tooling (US $12,000 each). Production cost to
add these processes to the build have not been determined but are expected to be small.
In addition, R‐290 with its class A3 rating may in many cases require some system level safety related
features. These will be part of the refrigerant system and will not impact the design or manufacture of
the heat exchanger coils.
The design pressure for R‐32, R‐452B and R‐410A are 50% to 70% higher compared to R‐22. The coil
design changes that are necessary to withstand these pressures are driven by governing codes and
standards. Applying these codes and standards with the current coil design and manufacturing methods
results in an increase to the tube wall thickness and tube material cost. An alternative method for
pressure design qualification is available in the standards. This method allows use of current design tube
wall thickness for the increased design pressures. Details of this coil design qualification method and
impact on the coil manufacturing equipment are included in Annex IV.
In addition, R‐32 and R‐452B have an A2L flammability rating and may require some system level safety
related features. These will be part of the refrigerant system and will not impact the design or
manufacture of the heat exchanger coils.

4

The coil design qualification process noted here is typical for products designed and manufactured in compliance with UL 1995.
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Process fluids and mineral oils are carefully chosen and qualified to insure compatibility with R‐22.
Systems using R‐452B and R‐32 both use synthetic POE oils for compressor lubrication. Systems using R‐
290 will use mineral oil lubricant similar to the oil used in R‐22 systems. Process fluids used in the
manufacture of the heat exchanger coils must be chosen carefully to confirm that they are compatible
with the compressor lubricant used in the system and do not cause lubricant breakdown. Lubricant
breakdown will ultimately lead to premature compressor failures.
4.

Refrigerant Volume Reduction and Material Cost Savings Potential for Coil Tube OD Reduction

4.1

Refrigerant Volume Reduction

A typical 2 to 5 kw residential mini‐split AC system with R‐22 refrigerant uses 7 mm OD tubes for both
the evaporator and condenser heat exchanger coils. Changing to R‐290 without any design changes to
the heat exchangers provides approximately 50% reduction in refrigerant charge. The lower mass flow
rate for R‐290 provides an opportunity for further refrigerant charge reduction by reducing the tube
diameter in the condenser. Condenser tube OD of 5 mm can be used with no performance degradation
due to increased frictional pressure drop and provides as much as an additional 50% charge reduction. A
similar reduction in evaporator tube OD has no appreciable effect on refrigerant volume and can cause
system performance degradation unless changes to the evaporator refrigerant circuiting are made. It
would however be beneficial to the overall coil manufacturing process and material cost to also convert
the evaporator to 5 mm OD tube. The typical evaporator coil design for R‐22 uses partial row circuiting.
Calculations using the assumed base‐line evaporator coil show that full row circuiting allows 5 mm OD
tubes to be used without pressure drop increase.5 The refrigerant volume reduction estimates for R‐290
and smaller diameter tubes are based on compilation of results found in studies presented at various
Engineering conferences in recent years. The NIST coil designer software was used to develop pressure
drop and performance predictions for the evaporator. Refer to Annex V for details of this analysis.
The refrigerant charge reduction from smaller OD coil tubes allows larger capacity R‐290 AC systems to
operate within safety code mandated refrigerant charge limits. For North American applications this
increase is not likely to expand application of R‐290 significantly but in other regions where volume
limits for R‐290 in occupied spaces are less restrictive, the charge reduction made possible by coil tube
diameter will enable application of R‐290 to small residential split systems as well as some small unitary
AC systems.
4.2

Coil Material Cost Savings

In addition to the refrigerant volume reduction and coil manufacturing process simplification, smaller
diameter tubes provide a significant material cost reduction. Calculations show that reducing the tube
OD from 7mm to 5 mm in both the condenser and evaporator reduces copper material content by about
30%. For the condenser and evaporator this change can be made without changing the coil tube pitch or
fin surface design6. As noted in section 4.1, circuiting changes are required in the evaporator to
maintain system performance.
5

Partial row circuiting means that the number of parallel refrigerant circuits in the evaporator coil is less than the number of tubes in each row
of tubes. Full row circuiting is when every tube in the first row of a coil is fed by refrigerant and the number of parallel refrigerant circuits equals
the number of tubes in the first row. Changing from part row to full row circuiting shortens the circuit length and reduces the refrigerant flow
rate in each circuit and therefore lowers the total coil refrigerant pressure drop for a given refrigeration capacity.
6
The tube pitch, face area and number of tubes do not require changes when going from 7mm to 5mm OD tubes. This is because the majority
of the heat transfer resistance is on the fin side of the coil.
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A 30% reduction in copper material results in approximately a 15% cost reduction for the completed
coil. Based on an annual production volume of 200,000 units with a capacity of 18,000 Btu/hr annual
copper material cost savings is for the evaporator is $383,000. And the savings for the condenser is
$767,000. Total annual copper material cost savings is $1,150,000. Refer to Annex V for details of this
analysis.
5.

Manufacturing Facility Conversion Cost for Alternative Refrigerants

5.1
Incremental capital cost for coil conversions to R‐290, R‐32 and R‐452b (without coil tube
diameter change)
Table 2 below is a summary of the manufacturing tooling changes expected for conversion from R‐22 to
one of the alternative refrigerants covered in this study. These items are applicable to all three
refrigerants unless an exception is noted.
Table 2. Manufacturing tooling changes that are expected for conversion to an alternative refrigerant
(w/o tube diameter change)
Tooling/equipment
Description
Fins
No required changes – No tooling cost
Tube cut off
No required changes – No tooling cost
Hairpin bender
No required changes – No tooling cost
Coil headers
T‐drill or similar must be used. T‐drill heads cost approximately US $6,000 per drill
head and can be used with the either manual or automated drilling equipment.
The basic drilling equipment itself does not change. For an annual production
volume of 200,000 units a single drilling station will be sufficient
U‐bends
Purchased item – No tooling cost
Coil structural end
No required changes – No tooling cost
plates and supports
Coil assembly
No required changes – No tooling cost
Tube expansion
No required changes – No tooling cost
Headers, U‐bend or
Crimping of distributor tube to coil tube estimated to cost about US $12,000 per
distributor tubes
station. For an annual production volume of 200,000 units a single station will be
sufficient
Pressure and leak test
No required changes – No tooling cost
Final product pressure
No required changes – No tooling cost
and leak test
Heat exchanger coils designed for use with the higher pressure refrigerants (R‐32 and R‐452) will require
a fatigue test to qualify the design and manufacturing processes. The cost for a test facility to perform
this test on multiple coils is around US $120,000. This facility of this size is capable of testing 3 coils in
parallel with test duration for 250,000 cycles of about 1 week (150 hours). Initial qualification requires 3
coils to be tested as above. Maintaining design/manufacturing process qualification requires test of 1
sample of each design performed at least annually depending on production level. Coils in continuous
production require retest every 3 months. In addition there is a cost to certify, operate and maintain the
equipment. For these reasons some smaller manufacturers decide to outsource the testing to a lab that
provides this type of service. The cost per test at such a facility is about US $5,000. Assuming that some
retesting is required an initial qualification cost per coil design of about US $30,000. Annual cost to
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maintain qualification for a single design is between US $5,000 and US $20,000 depending on
production level.
The total manufacturing facility change over cost per coil line for either R‐32 or R‐452B is approximately
US $18,000 for production tooling and US $120,000 for a fatigue test facility. Alternatively, if the fatigue
testing is outsourced there would be an additional changeover cost of US $30,000, and an annual coil
qualification cost of US $5,000 to US $20,000. These costs are for each discrete coil design produced.
Capital costs required for the manufacturing process changes (primarily the design qualification tests)
for the higher pressure refrigerants (R‐32 and R452B) are driven by the pressure fatigue tester. It is
expected that only one of these units will be required for each coil production facility. Therefore the per
unit cost will be vary inversely with product volume. The tooling required for the other manufacturing
process changes (T‐drill and tube crimper) that are required for all three refrigerants are low cost. The
number of these systems required in a facility will be proportional to product volume. Therefore the
capital cost per unit will not change significantly with volume. A summary of the incremental capital cost
for coil conversions is presented in Table 3. Estimate of the number of stations or tools required is based
on an annual production volume of 200,000 units.
Table 3. Incremental capital cost summary for coil conversions (without coil tube diameter change)
Incremental cost (US$)
Tool/Equipment
Comments
R‐32,
R‐290
R‐452B
Fin press stackers, fixtures & parts
0
0 No tube or fin changes required
Fin dies
0
0 “
Hair pin tube bending tools
0
0 “
Tube end processing tools
0
0 “
Expander dies
0
0 “
Braze ring insertion tooling
0
0 “
T‐drill for headers
6,000
6,000 One required
Crimp tool for distributor tubes
12,000
12,000 One required
Automatic pressure cycle test
120,000
0 One required. Used only for design
machine
qualification and periodic checking. Not
production volume dependent
Total
$138,000
$18,000
5.2

Capital cost summary for coil tube OD change from 7 mm to 5 mm

Tube diameter changes in fin‐coil heat exchangers affects nearly every part of a coil and thus the tooling
required to manufacture those parts. However, major capital equipment such as fin presses, tubing
benders, tube expanders, material handling equipment and plant arrangement should be usable with
the smaller OD tubes. Table 4 below lists the basic tube fin coil manufacturing equipment, changes
required for 5 mm OD tubes, the estimated cost to make the changes and an estimate of the number of
pieces of equipment or tool required to produce 200,000 units annually. These estimates are for
production of mini‐split units with a capacity of 18,000 Btu/hr and an annual production volume of
200,000 units. The estimates are based on discussions with equipment suppliers and past experience in
the field.
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Table 4. Basic tube fin coil manufacturing equipment changes required for 5 mm OD tubes
Tooling/equipment
Description
Fin press
The existing fin press used for the production of Aluminum fins for 7
mm tubes can be used for 5 mm tubes. The annual production capacity
of this equipment for 5 mm tubes will be the same as for 7 mm tubes
Fin dies or molds
The fin dies will need to be either modified or replaced for 5 mm tubes.
Cost of a modified fin die is US $100,000 to US $150,000. Cost of a new
die is US $200,000 to US $300,000. The range of cost is due to variation
in die complexity, size, and capacity. The annual production capacity of
the fin press and die for 5 mm tubes will be the same as for 7 mm tubes.
A single fin die will be sufficient for the annual production
Fin press stackers, fixtures and
This equipment will need to be modified for 5 mm tubes. Cost
parts
estimated at US $50,000 to US $75,000 for each fin press. The annual
production capacity of this equipment for 5 mm tubes will be the same
as for 7 mm tubes
Hair pin tube bender
No change to bender, use same as for 7 mm tubes. Programming and
tube cutoff may need to be adjusted. The annual production capacity of
this equipment for 5 mm tubes will be the same as for 7 mm tubes
Hair pin bender tools
New tube mandrels will be required for 5 mm tubes at a cost estimate
of US $10,000 for each tube bender. Annual capacity will be unchanged
from 7 mm tubes
Tube expander
Rod expander used for 7 mm tubes will work for 5 mm tubes however
scrap rate may increase due to reduced strength of smaller diameter
tubes. Annual production volume will remain unchanged from 7 mm
tubes. One tube expander will be able to handle the annual volume
Tube expander tools
New tools for the expander will be required at a cost of approximately
US $5,000 to US $10,000 per set. One set is required for each coil size in
production
Optional pneumatic tube
An option would be to use a pressure based tube expander and tube
expander
end processor that has been developed for smaller OD tubes. Cost is
approximately US $500,000 including one set of coil fixtures. At least
one additional fixture set would be required. Cost of additional fixture
sets is $50,000. This equipment includes tube end processing. The main
benefit of this equipment is reduction of scrap rate due to buckled
tubes and inconsistent tube shrinkage during expansion. Purchase of
this equipment may be justified on this basis. One expander will be able
to produce the annual production volume. If “limited – shrink” rod
expansion is used the scrap rate will be similar to pneumatic expansion.
Therefore both “limited – shrink” rod expansion and pneumatic
expansion are viable tube expansion methods.
Tube end processing tools
New tools are required for 5 mm tubes. Cost estimate is US $10,000 per
tube expander. The tools and the operation may be part of the tube
expander. The annual production volume will be the same as for the 7
mm tube coils. One set of tools will be able to handle the annual
production volume
T‐drill for headers
New process required to improve the tube to header joint for class 3
flammable refrigerants. Cost estimate is US $6,000 per station, one
station required for each header drill station. Annual production volume
is the same as for current header drill process. One drill station should
handle the annual production volume
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Tooling/equipment
Crimp tool for distributor joints

Tube insertion stations
Braze ring insertion tools

Automatic braze station

Manual braze station for
headers and distributors

Description
New process required to improve the tube to distributor joint for class 3
flammable refrigerants. Cost estimate is US $12,000 per station, one
station required for each distributor braze station. Annual evaporator
coil production volume will be 50% of the production rate for 7 mm
tubes because the number of circuits is doubled for 5 mm tubes. This
increase should still be able to be handled by one crimping station
This is assumed to be a manual process therefore no tooling changes
are expected. Production volume is the same as for 7 mm tubes
New tools are required for 5 mm tubes. Cost estimate is US $10,000 per
coil braze line. The annual production volume will be the same as for
the 7 mm tube coils. One station should handle the annual production
volume
Minimal or no tooling changes. Cost estimate US $5,000. Minor
adjustments may be required. Production volume is the same as for 7
mm tubes. One station should handle the annual production volume
No tooling changes expected, minimal if any fixture changes. Additional
circuits in evaporator will reduce output by about 50%. Therefore will
require 50% more manual braze stations to produce the annual volume

Total cost for manufacturing equipment is US $215,000 to US $475,000 assuming the current tube
expander is used. If the pneumatic expander is used the cost is US $750,000 to US $975,000. This does
not address the development cost associated with these changes. Costs of this nature are proprietary to
manufacturers and will vary greatly depending upon how the coil designs are developed or obtained.
They are not considered to be within the scope of this study.
6.

Heat exchanger efficiency improvement options

The condenser and evaporator heat exchangers that are part of all AC systems are designed using a
complex process of system optimization with inputs such as refrigerant thermal and physical properties,
heat transfer surface performance, material and component costs, compressor performance, and
system operating conditions. The system design optimization process is performed and the output is an
AC system with desired power consumption and capacity. Done correctly this process results in the
lowest total cost system to achieve a desired set of performance goals.
When a new refrigerant with properties different from the original refrigerant is “dropped” into the
system many of the key input parameters for the system design will be changed. The degree to which
this effects the performance of the heat exchangers and how close they are to being optimized for the
new refrigerant depends on how close the new properties are to the original refrigerant properties.
In general, use of a replacement refrigerant as a “drop‐in” will not result in an optimized AC system and
there will be opportunity for improving system performance by optimizing the design of all components
including the heat exchangers.
There are several heat exchanger coil design parameters and operating conditions that can be changed
to improve the performance of air to refrigerant heat exchangers for a given refrigerant. These include:
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Improving internal and/or external surface performance:
o

Improving the outside surface (fin) performance by changing its geometry.
(large tooling cost for new fin dies)

o

Improving the inside surface (tube) performance by enhancing the inside
surface of the tube. (usually a purchased component)

o

For evaporator coils, improve the refrigerant metering and distribution system
to achieve more uniform refrigerant distribution

o

Increased air flow across the coil (higher fan power required)

o

More uniform air flow across the coil (geometry of cabinet or component
placement)

Increasing the internal and/or external surface area:
o

Increasing the outside surface area by increasing the fin count. (minimal tooling
change but adds to fan power)

o

Increasing the inside surface area by decreasing the tube pitch and thus
increasing the number of tubes. (large tooling cost for new fin dies)

o

Coil surface increase through additional number of rows or total surface area.
(small tooling cost but new design required and higher fan power)



Improved fluid flow within each coil refrigerant circuit by “interweaving” tubes within
the circuit to achieve more ideal temperature profiles on the air and refrigerant sides



Use of micro‐channel tube/fin surfaces to greatly increase surface area to volume ratio
and reduce refrigerant charge (system redesign, microchannel coil slabs usually
purchased)

The heat exchanger coils operate as part of the refrigeration system. Therefor heat exchanger coil
design changes should be done as part of the system re‐optimization for the new refrigerant. Merely
adding surface to a coil is costly and, as approach temperatures become smaller, decreasingly effective.
7.

High ambient temperature considerations

For the purposes of heat exchanger coil physical design high ambient temperature operating conditions
do not come into play. This is because the heat exchanger coils are designed to a pressure
corresponding to the highest temperature that could be encountered during shipment or while sitting
idle in a hot equipment room. The saturation pressure corresponding to 160 F (71 C) was used for this
study. This is well above any ambient operating condition likely to be encountered.
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8.

Conclusion

The primary input parameter for structural design of a coil is maximum design pressure. Two of the
alternative refrigerants under consideration, namely R‐452B, and R‐32, have substantially higher design
pressures than R‐22. The results of this study show that minimal design changes and addition of a
pressure cycle test to the coil manufacturing qualification process will allow existing coil designs to be
used at the higher design pressures for R‐452B and R‐32. The third alternative refrigerant being
evaluated, (R‐290), has a design pressure lower than R‐22 and will therefore not require any pressure
related design or manufacturing process changes.
Physical and thermodynamic properties of refrigerants determine the operating conditions and
performance of the AC system in which they are used. For the three refrigerants considered in this study
these parameters result in significant variation between the refrigerants in system efficiency, system
capacity, operating temperatures and refrigerant flow rates. These are of great importance in making a
refrigerant selection for a particular type of product, and for design optimization of the heat exchanger
components. However, they do not by themselves result in any required changes to the heat exchanger
physical design or manufacturing processes that would require capital expenditures.
All three refrigerants have properties that allow significant charge and refrigerant flow volume
reductions compared to R‐22. This allows, but does not require, the opportunity to cost reduce the coil
designs by use of smaller diameter tubes. The cost savings available are substantial but come with a
significant capital cost for new manufacturing tooling.
All three of the alternative refrigerants in this study are considered flammable. One, R‐290, is highly
flammable A3 classification. The others, R‐32 and R‐452B, are classified as A2L, which is defined as
having a flame speed less than 10 cm/sec. (This means that these refrigerants may be difficult to ignite
and sustain a flame.) At present the safety codes that govern use of flammable refrigerants in occupied
spaces vary wildly by locale. These standards are currently being reviewed and revised to reflect the low
flammability risks associated with use of the class 2L refrigerants. For class 2L refrigerants the revisions
are expected to allow use within concentration limits established for each refrigerant and risk mitigation
systems required on equipment. These restrictions are not expected to cause application issues with
either mini‐splits or rooftop, but could increase the product cost relative to R‐410A. Similar changes to
ISO and IEC standards are expected to follow. The timing of these changes to the standards will align
with the expected market implementation date for AC equipment using the new refrigerants.
Bottom line for R‐32 and R‐452B refrigerant is that they will be allowed for use in small (2 kW to 5 kW)
split systems located in an occupied space with no mitigation in place. Larger unitary equipment (30 kW
to 1000 kW rooftop) will be able to use the refrigerants with leak detection and mechanical ventilation
mitigation required on most AC equipment in this range. There will likely be maximum charge limits per
circuit but they are not expected to be an issue for application of products in this size range. Therefore
charge reduction below the current charge levels is not required for AC equipment using R‐32 or R‐452B.
Current code restrictions in North America and Europe for use of class 3 refrigerants in occupied spaces
are unlikely to change significantly but rather will become more widely applied. These charge volume
limits will restrict the application of R‐290 to systems <2 kW capacity without risk mitigation, up to a
maximum of about 20 kW with an active risk mitigation system. The cost of the automatic risk mitigation
systems have been estimated at up to 30% of the small AC unit cost. This has the effect of limiting the
size of equipment using R‐290 to refrigerators, small coolers and perhaps small mini‐split type AC units.
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Countries in regions outside of North America and Europe are in the process of introducing R‐290
refrigerant in AC equipment. These countries may allow somewhat larger refrigerant charge limits than
the ones noted above.
Refrigerant charge and material cost reduction is obtained when R‐22 is substituted for R‐290 in a
refrigeration system and the heat exchanger coil tube OD is reduced. With minor changes to refrigerant
circuiting a coil tube OD of 5 mm can be used for both the evaporator and condenser without
performance penalty.
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Annex I
Response to the questions posed by the ExCom at its 76th meeting
While the responses to the ExCom questions have been integrated within this revised study and its
conclusions, specific answers are listed below for easy reference.
1.

When converting heat exchangers for residential air‐conditioners (9,000 to 18,000 Btu/h) from
HCFC‐22 to HC‐290; reducing the tube diameter of the condenser from 7 mm to 5 mm has
significant impact on the overall HC‐290 charge as evidenced in studies carried out in China.
However, the reduction has only minor – if any – impact on the efficiency of the condenser. In
case of the evaporator; and in particular since capillary tubes are used for expansion; a
reduction in tube diameter will result in increased pressure drop over the evaporator; and
hence, have negative impact on the energy efficiency of the air conditioner. This with the
assumption that residential air conditioners have size limitations; and that increasing the
area/size of the heat exchangers is not an option. Kindly confirm this statement;

RESPONSE: My calculations show that the OD of evaporator tubes can also be decreased to 5 mm when
converting to R‐290 from R‐22 without increased pressure drop or system performance degradation.
This is assuming that the number of circuits can be roughly doubled from the number used for R‐22. This
assumes that the original R‐22 coil did not use full row circuiting. The capillary tubes or orifices for each
circuit will also need to be changed. As noted above this will not reduce refrigerant charge but will
provide a material cost reduction for the evaporator similar to that of the condenser. It will also simplify
the production process by requiring that coils with only one tube diameter will need to be produced in
the facility
2.

In case of confirmation of above, kindly clarify whether above reduction of the condenser tubes
will result in an additional operation at manufacturer or whether this can be accommodated
within existing manufacturing machinery. The associated costs should also be specified for both
scenarios. The reference manufacturer should have an annual production capacity of
approximately 200,000 units; and should be located in a developing country;

RESPONSE: The manufacturing equipment and processes used for production of 7 mm tube coils can
also be used for 5 mm tube coils with some changes and additions as described in detail in the
addendum draft report. Capital costs for these changes range from US $215K to US $975K depending on
path taken for conversion.
3.

What would be the potential reduction of raw material costs when changing condenser tubes
from 7 mm to 5 mm? (Current study makes reference from 9.5 mm to 5 mm)?

RESPONSE: Changing either the condenser or evaporator tube diameter from 7 mm to 5 mm results in a
copper material reduction of between 30% and 40% depending on what wall thickness is currently used
for the 7 mm tubes and what wall thickness is used for the 5 mm tubes. This equates to an overall coil
material cost reduction of 20% to 25% for 7 mm to 5 mm coil tube OD.
4.

What is the impact on heat exchanger production complexity when reducing tube diameter
from 7 mm to 5 mm; e.g. hairpin bending, expansion, welding/brazing?
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RESPONSE: Tube expansion is the only manufacturing operation that is expected to result in added
complexity or additional problems when converting to 5 mm OD tubes. It is likely to manifest itself in
increased coil slab scrap rate. For this reason I have included some information in the draft report on an
alternative pneumatic expander for small OD tube coils.
5.

A unit cost breakdown that is presented in the paper should be further elaborated to clarify the
estimated number of units required from each tool/equipment in order to produce the required
capacity (200,000 units). Explanation for the basis of such estimates would also be appreciated.

RESPONSE: Calculations were made based on assumptions for the capabilities of the current production
equipment used at the facilities being considered. A more accurate assessment could be made if details
of the current coil designs and manufacturing processes are known.
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Annex II
Regulatory background and direction for flammable (A2L and A3) refrigerants
All three of the alternative refrigerants in this study are considered flammable. One, R‐290, has a (highly
flammable) A3 classification. The others, R‐32 and R‐452B, are classified as A2L, which is defined as
having a flame speed less than 10 cm/sec. This means that these refrigerants may be difficult to ignite
and sustain a flame. At present the safety codes that govern use of flammable refrigerants in occupied
spaces vary wildly by locale.
The two most widely recognized standards that govern the safe application or refrigeration systems are
ASHRAE 15, Safety Standard for Refrigeration Systems, and ISO 5149, Refrigerating Systems and Heat
Pumps – Safety and Environmental Requirements. Limiting this discussion to the occupied spaces that
are served by residential split systems and rooftops, both ASHRAE 15 and ISO 5149 take an engineering
approach to limit the charge and employ ignition mitigation.
At this writing, ASHRAE 15 has not yet published application rules for the use of A2L refrigerants.
Additionally, product standards that are published by Underwriters Laboratory (UL) have not been
published. Once ASHRAE 15 is changed and UL product standards become available, it takes 1‐3 years to
be adopted by the model codes that legally govern the installation of refrigeration systems in North
America. Full adoption of standards that allow use of A2L is several years away. However, the process to
change these standards to allow the use of A2L refrigerants is well along. The current view is that
ASHRAE 15 will allow A2L refrigerants to be broadly used in all sizes of direct expansion AC systems with
minimal restrictions or cost impact. Charge limits will be based on an engineering calculation that will
prevent leaked refrigerant from reaching the lower flammability limit (LFL). Ignition mitigation may also
be used under some circumstances. Presently ASHRAE 15 restricts the use of A3 refrigerants to
equipment rooms only and with a maximum charge of 3 kg. There are no proposals to change this.
ISO 5149 was published in 2014 and offers a three level LFL based approach for use with class A2L, A2,
and A3 refrigerants. In this standard there are three charge levels calculated using LFL for the
refrigerant. These charge levels are coupled with the type of ignition mitigation required. The first
charge level (m1) can be used without ignition mitigation in any size room provided the refrigeration
system is sealed with no field service ports provided. The second charge level (m2) is the maximum
refrigerant charge allowed for a specified minimum room area without refrigerant detection and
mechanical ventilation. If the room area requirement is met, no other ignition mitigation is required;
otherwise mechanical ventilation is required in this m2 range. This range also requires a sealed system
without service ports. Above m2 mandatory detection and mechanical ventilation is required and a
maximum charge limit is set at m3. ISO 5149 treats A2L, A2, and A3 refrigerants the same except that an
additional multiplier on LFL is used when calculating the maximum charge levels for A2L refrigerants.
Applying ISO 5149 to R‐32 and R‐452B gives refrigerant charge limits of 2 kg, 12 kg, and 59 kg for m1, m2,
and m3 levels respectively. Using these charges R‐32 and R‐452B could be applied w/o mitigation to split
systems up to about 8 kw, with minimum room size limit up to about 43 kw, and with ignition mitigation
up to about 215 kw per refrigeration circuit. These limits will have minimal impact on application or cost
of direct expansion AC products within the scope of this study.
Appling the formula in ISO 5149 to R‐290 provides the following refrigeration charge limits for each
level:
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150 gm maximum for no ignition mitigation but with a sealed, non‐serviceable
refrigeration system



1 kg maximum for no ignition mitigation, with minimum room size and sealed, non‐
serviceable refrigeration system



1 kg to 5 kg maximum will require leak detection, mechanical ventilation, minimum
room size, and a sealed non‐serviceable refrigeration circuit
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Annex III
Justification for refrigerant volume reduction for products using R‐290 refrigerant
Safety regulation imposed refrigerant volume limits for flammable refrigerants have the effect of
limiting refrigeration system capacity for equipment using R‐290. Using refrigerant charge limits
currently in place along with current direct expansion AC system design technology and only reducing
the refrigerant charge per unit capacity to account for the thermodynamic properties of R‐290 results in
the following maximum equipment cooling capacity levels:





0.50 kw – no mitigation, no room size limits, sealed system
3 kw – no mitigation, minimum room area requirement, sealed system
Above 3 kw – mitigation, room size restriction, sealed system
16 kw ‐ maximum size for R‐290 AC equipment operating in an occupied space.

Maximum allowable R‐290 system capacity can be increased by refrigerant charge reduction. The
refrigerating effect of R‐290 is about double that of R‐32 and R452B. Therefore less mass flow is
required for a given refrigerating effect. This, coupled with decreased liquid and vapor density, allows
charge reductions of about 50% vs R‐22 in a “drop‐in” situation. Lower refrigerant flow rates also allow
use of smaller flow passages (smaller tube diameters) in the coils. Tube OD of 5 mm for evaporators and
7 mm for condensers has been tested and found to reduce system charge by up to an additional 50%.
This works out to a charge of about 100 gm per kw of cooling for a non‐split (window type) AC system.
This is still not low enough allow application of R‐290 to the entire range of residential AC products
without some form of ignition mitigation (assumes the ISO 5149 charge limits for R‐290). Small changes
in tube OD such as going from 7 mm to 5 mm OD do not require changes to tube pitch or fin surfaces.
However, in the case of the evaporator, refrigerant circuit changes will be required to prevent
degradation in system performance due to increased refrigerant pressure drop. An additional benefit of
tube diameter reduction is substantial coil material cost reduction.
Indirect refrigeration systems, commonly referred to as chillers, are used extensively for large capacity
applications. They have the advantage of reduced charge and higher operating efficiency at the unit
level but at the expense of system complexity and additional system cost. They also are typically sited
outside of the occupied space and therefore may avoid some of the ignition mitigation normally
required for equipment using A3 refrigerants. Overall AC system performance usually ends up on a par
with a direct expansion system when energy to operate a fluid pump and efficiency degradation caused
by an air to fluid heat exchanger are included in the analysis. Refrigerant charge reduction potential for
indirect cooling systems is significant and would roughly double the maximum refrigeration capacities at
each of the mi limit points. Thus maximum capacities increase to 1 kw, 6 kw, and 32 kw for m1, m2, and
m3 mitigation levels respectively.
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Annex IV
An alternative coil pressure design qualification method for high pressure refrigerants (refrigerants
with design pressure greater than R‐22)
ASHRAE 15, Safety Standard for Refrigeration Systems, and its companion UL 1995, Heating and
Cooling Equipment, govern product safety for end use AC products in North America. The typical design
pressure for R‐22 coils is 450 psig, corresponding to 160 F (71 C) saturation temperature. The design
pressure is not set by the ambient temperature for the application, but rather by consideration of
temperatures that may be experienced during shipment and storage. Per UL 1995 (Clause 61) the design
is required to pass a burst test with a minimum burst pressure of 2,250 psig (5 times design pressure).
For R‐22 the coils achieved 2,250 psig using the standard design and standard manufacturing methods.
Employing the same test method and strength requirements to heat exchanger coils using R‐410A, R‐32,
or R‐452B would result in a minimum burst test pressure of 3,900, 4,050, and 3,750 psig respectively.
Designing coils to meet these pressures would not be practical.
An alternative fatigue test method can be used to quality coil designs for AC products and is found in UL
1995 Clause 61A (Fatigue Test Analysis). For this method, 3 test samples of each design are subjected to
a 250,000 cycle pressure test between low and high side design pressures for the actual application,
followed by a burst test at 3 times the design pressure. This recognizes the actual system operation
where pressure changes occur during cooling cycles from shutdown during the night to the hot
afternoon, as well as pressure fluctuations induced by the compressor. The manufacturer has some
latitude in determine the high and low pressure for the fatigue test. For R410A, after successful fatigue
tests, a burst test pressure is required at 1,950 psig (3 times maximum design pressure of 650 psig ‐ well
below the 2,250 psig burst test pressure used for R‐22 coils). Burst test pressures for R‐32 and R‐452B
would be approximately 2,040 psig and 1,860 psig respectively (note that these pressures are also below
the 2,250 psig burst pressure generally used for R‐22 coil design qualification). After initial qualification
the test must be repeated at least annually (or every 3 months if coils are considered regular
production), on one sample of each coil design produced. Manufacturers of R‐410A equipment have
found that most existing coil heat exchangers designed for R‐22 pass this test with minimal design
changes, but with some feature changes. The same is expected to be the case for the design and test
pressures used for R‐32 and R‐452B refrigerants.
The method described above is equally applicable to smooth bore tubes and internally finned coils.
Experience of manufacturers using this coil design qualification method has shown that many fatigue
test failures are caused by areas of weakness that can be easily resolved either by manufacturing
process improvement, design feature changes, or component quality improvement. Areas of particular
importance are:


Coil heat exchanger tubes must be free of defects such as dents and scratches. Damaged
tubes will always produce a fatigue failure.



The length of coil tubes not covered by fins must be kept to a minimum. This is
particularly true for the heat affected zone in tubes outside of the coil casing that are
brazed to U‐bends or header stubs. The fins provide support for the tube and increase
the burst strength of the tube. R‐22 designs used 0.5” of length. This was reduced for
higher pressure designs.
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Header joint designs need to include reinforcement such as saddle type or flared holes
that provide sufficient overlap of material for a sound braze joint. This means that a T‐
drill or similar is necessary. Cost of T‐drill tooling is typically less than US $6,000 per drill
head.



U‐bends are generally purchased and it may be necessary to increase the wall thickness
of these parts since they will thin during U‐bend manufacture.



The crimp joints that are sometimes used for distributor to coil attachment will not
always be sufficiently strong. Designs may need to be changed to a flared end
distributor or a purchased flared adapter for this joint. Tooling changes for these
features are typically less than US $12,000 per station.



For headers larger than 1.375” diameter “K” wall thicknesses will probably be required.
The heavier wall tube should work on up to 1.625” (41.275 mm) diameter headers. This
does not eliminate the need for high quality saddle or flared header to tube joints.



Brazing quality must be carefully controlled. Especially important are standard brazing
procedures and qualification of the manufacturing technician, use of a nitrogen purge
during brazing and routine inspection to insure quality. Poor brazing is the largest single
source of leaks, which is the largest single warranty expense for manufacturers, and is
especially problematic with higher pressure refrigerants.

Purchase or lease of fatigue test equipment that can induce rapid pressure cycles using hydraulic fluids
will be direct cost associated with the changeover to any of the higher pressure refrigerants. This cost
will vary depending on the size and number of testers required to support a particular facility. Cost
estimate for this type of equipment is $100,000 to $200,000 depending on cycle time and number of
pressure test ports. Alternatively, an agency could purchase and install the necessary facilities for use for
a group of manufacturers. In this case the service is provided as an expense, rather than a capital
acquisition or lease. A single test at such a facility will be around US $5,000.
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Annex V
Performance and cost Analysis for HX coil tube OD reduction from 7mm to 5mm
Assumptions:
Single circuit mini‐split AC unit with a capacity of 5kw (18,000 Btu/hr)
Annual production volume of 200,000 units
Evaporator is 8 tubes tall, 3 row, 20” long with 7mm tubes, half row circuiting, and 12 fpi
Evaporator contains 12 hairpin tubes
Condenser is 24 tubes tall, 2 row, 20” long with 7mm tubes, and 15 fpi
Condenser contains 24 hairpin tubes.
Tube wall thickness is 0.30 mm for 7 mm OD tubes and 0.25 mm for 5 mm OD tubes
Note: These physical attributes are from the specifications for a typical mini‐split unit. Actual physical
attributes for the units being considered for MLF funding may be different.
Performance for 5 mm OD tubes with full row circuiting in R‐290 compared to 7 mm OD tubes with half
row circuiting in R‐22
Note: NIST7 coil designer software was used for performance calculations

Description
Tube OD (mm)
Refrigerant circuits
Face velocity (fpm)
Total heat load (Btu/hr)
Refrigerant outlet temp (F)
Refrigerant flow rate (lbm/min)
Refrigerant pressure drop (psi)
Refrigerant saturation temperature drop (F)

R‐22
7
4
540
18,777
53.4
4.5
3.4
2.16

R‐290
5
8
540
18,633
53.9
2.4
1.6
1.2

Tube cost reduction estimate for 7 mm OD vs. 5 mm OD tubes in evaporator:
Total length of tubes in evaporator (mm)
Total copper volume in 7 mm OD tubes (mm3)
Total copper volume in 5 mm OD tubes (mm3)
Difference in volume (mm3)
Volume difference in m3
Weight difference (kg)
Cost of tube including fabrication
Cost savings for tube OD reduction in evaporator
(US$)

7

8 x 3 x 25.4 x 20 = 12,192
7 x0.3 x 3.14 x 12,192 = 80,394
5 x0.25 x 3.14 x 12,192 = 47,854
80,394 – 47,854 = 32,540
0.000032540 m3
8,940 kg/m3 x 0.000032540 = 0.29 kg
$3.00/lb
0.29 x 2.2 x 3 = US $1.91 (total annual
savings: $383,000)

The National Institute of Standards and Technology.
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Tube cost reduction estimate for 7 mm OD vs. 5 mm OD tubes in condenser:
Total length of tubes in condenser (mm)
Total copper volume in 7 mm OD tubes
(mm3)
Total copper volume in 5 mm OD tubes
(mm3)
Difference in volume (mm3)
Volume difference in m3
Weight difference (kg)
Cost of tube including fabrication
Cost savings for tube OD reduction in
evaporator (US $)
Total cost savings for 5 mm vs 7 mm OD
tubes (200,000 units)

24 x 2 x 25.4 x 20 = 24,384
7 x.3 x 3.14 x 24,384 = 160,788
5 x.25 x 3.14 x 24,384 = 95,707
160,788 – 95,707 = 65,081
0.000065081 m3
8,940 kg/m3 x 0.000065081 =c0.58 kg
US $3.00 / lb
0.58 x 2.2 x 3 = US $3.83 (total annual
savings evaporator: US $767,052)
US $767,000 + US $383,000 = US $1,150,000
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