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DISCLAIMER

This report was prepared as an account of work sponsored by an agency of the
United States Government. Neither the United States Government nor any agency
thereof, nor any of their employees, makes any warranty, express or implied, or
assumes any legal liability or responsibility for the accuracy, completeness, or use-
fulness of any information, apparatus, product, or process disciosed, or represents
that its use would not infringe privately owned rights. Reference herein to any spe-
cific commercial product, process, or service by trade name, trademark, manufac-
turer, or otherwise does not necessarily constitute or imply its endorsement, recom-
mendation, or favoring by the United States Government or any agency thereof.
The views and opinions of authors expressed hercin do not necessarily state or
reflect those of the United States Government or any agency thereof.
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SIXTH QUARTERLY TECHNICAL PROGRESS REPORT
(October, 1995 Through December, 1995)

BENCH-SCALE TESTING OF THE
MICRONIZED MAGNETITE PROCESS

DOE Contract No. DE-AC22-93PC92206
Custom Coals, Int. Project No. 94002

This document contains the Quarterly Technical Progress Report for the Micronized
Magnetite Testing Project being performed at PETC's Process Research Facility (PRF).
‘This sixth quarterly report covers the period from October, 1995 through December,
1995. The main accomplishments of Custom Coals and the project subcontractors,
during this period, included:

Conducted four “closed looped” heavy-media cyclone tests (two tests
with 0% contamination and two tests with 40% contamination) using
Grade-M magnetite. ' ’

Conducted two primary integrated tests using the Grade-M magnetite
and the Pittsburgh No. 8 seam coal.

Developed preliminary partition curves for the Grade-L “closed-looped”
heavy-media cyclone tests.

Obtained a commercial Grade-E magnetite to conduct “closed-looped”
testing on the heavy-media cyclone.

Submitted a paper on the Micro-Mag project for publication and
presentation at the SME Conference in Phoenix, Arizona.

Conducted three “closed looped” heavy-media cyclone tests with no
fines contamination using commercial Grade-E magnetite.

Modified the Micro-Mag circuit’s magnetic separators to approximately
one third their present size to better approximate commercial operation.

Continued data evaluation on the “closed-looped” heavy-media cyclone
tests and the integrated testing.

Conducted a Lower Kittanning seam classifying cyclone test.
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. Conducted two integrated long-duration test runs using the Lower
Kittanning coal with the Grade-M magnetite and the Pittsburgh No. 8
coal with the Grade-L magnetite.

This report contains a short discussion of the project description, objectives, budget,
schedule, and teaming arrangement. It also includes a detailed discussion of the
above mentioned project accomplishments and plans, organized by the various task
series within the project work plan. The final section contains an outline of the
specific project goals for the next quarterly reporting period.

SECTION 1 - PROJECT DESCRIPTION

The major focus of the project, which is scheduled to occur through October 1996, is
to install and test a 500#/hr. fine-coal cleaning circuit at DOE’s Process Research
Facility (PRF), located at the Pittsburgh Energy Technology Center (PETC). The circuit
will utilize an extremely fine, micron-sized magnetite media and small diameter
cyclones to make efficient density separations on minus-28-Mesh coal.

Figure 1 contains a block-flow diagram of the test circuit, which was installed at the
PRF. The circuit consists of three subcircuits:

. Classification Circuit - Which consists of a feed sump and pump, a 2"
Krebs Classifying Cyclone, and a 2'x 3' Sizetech Inclined Desliming
Screen. The Classifying Cyclone is equipped with various orifices to
make cuts (i.e., D-50) at 200M to perhaps as fine as 500M. The
Desliming Screen has layered screen panels ranging from 100M to
325M. The Classification Circuit is fed 28M x O coal slurry from the
existing PRF grinding circuit, and will remove the majority of the slimes
prior to the heavy-media cycloning circuit.

. Dense-Medium Cycloning Circuit - Which consists of a dense-medium
cyclone feed, wing tank and feed pump, that overflows into a
recirculating correct media sump and pump. Magnetite is added as
required via a rotary air-lock feeder from a 0.5 ton magnetite bin. This
subcircuit also consist of parallel-mounted Krebs 2" and 4" diameter
Dense-Medium Cyclones. The 4" Cyclone products always recirculates
back to the feed sump, and the 2" Cyclone products represents the feed

- to the Magnetite Recovery Circuit.
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. Magnetite Recovery Circuit - Which consists of a 2'x3" Sizetec Inclined
Desliming Screen (Drain Screen), and a 4'x 9' Sizetec Horizontal
Dewatering Screen (Rinse Screen). These screens have screen panels
Figure 1 MicroMag Circuit Block Flow Diagram ranging from 100M to
325M. The magnetite recovery circuit contains four 36"x24" Eriez
Conventional, Wet-Drum Magnetic Separators (CLIMAXX Models), as
the Primary, Secondary, Tertiary, and Cleaner Magnetic Separators.
There is also an Eriez High Gauss, Rare-Earth Magnetic Separator
(Concurrent Flow), which is used as a Scavenger Magnetic Separator in
the circuit. The final magnetic concentrates return to the Correct
Medium Sump, and the final non-magnetics tailing reports to the Waste
Sump and Pump, along with the Classifying Cyclone Overflow and Rinse
Screen Oversize (see Figure 1). The Waste Sump discharge is dewatered
using the Sharples Centrifuge and Thickener in the existing PRF process
water clarification circuit.

The circuit is contained in a new permanent structure, that Custom Coals has
installed in the PRF Emerging Technology (ET) Area. In addition to the equipment
shown in Figure 1, the ET circuit contains a Clarified Water Head Tank and Pump to
provide all water additions. to the circuit. A closed-loop system is utilized in the
circuit. A Motor Control Center {(MCC) in the PRF motor control room, and Control
Cabinet {(CC) in the field provides the power distribution to the circuit.

The testing scope involves initial closed-loop testing of each subcircuit to optimize
- the performance of the equipment in each subcircuit (i.e., Component Testing),
followed by open-circuit testing of the entire integrated circuit to optimize the process
“and quantify the process efficiency (i.e., Integrated Testing). All equipment can be
run in closed-loop, with the exception of the 2" Krebs Dense-Medium Cyclone and
the Drain and Rinse Screens (see Figure 1).

SECTION 2 - PROJECT OBJECTIVES
The overall objectives of the project are to:
. Determine the effects of operating time on the characteristics of the
recirculating medium in a continuous integrated processing circuit, and,

subsequently, the sensitivity of cyclone separation performance to the
quality of the recirculating medium.

. Determine the technical and economic feasibility of various unit
operations and systems in optimizing the separation and recovery of the
micronized magnetite from the coal products.
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The specific technical objectives of the project are to:

. Establish the classifying circuit's operating conditions to make a
separation at, or about 40 microns.

. Determine the effects of the magnetite particle size and medium purity
on cyclone separation performance.

] Determine the effects of medium-to-coal ratio, medium density, feed
pressure, and cyclone configuration on the separation efficiency of the
cyclone. This testing is to verify whether cyclone separation
performance equivalent to those produced in earlier research can be
achieved and to determine the potential ranges of medium-to-coal ratios
and medium densities expected for each cyclone product to help
establish recovery circuit feed conditions.

° Quantify the amount and size of the magnetite not recovered by the
individual and combined recovery circuit unit operations.

d Assess the technical and economic feasibility of various magnetite
recovery circuits. Technically, the focus is on establishing the least
complicated, easiest to operate circuit, that will provide the correct
recirculating medium properties. Economically, determinations will be
made looking at the trade offs between circuit capital and maintenance
costs and overall system performance, including expected makeup
magnetite requirements and cyclone separation efficiency.

] Determine the characteristics of the recirculating medium (purity and
size distribution), and cyclone separation performance over time, during
continuous, integrated testing of the entire circuit.

The Test, Sampling, and Analytical Plan was designed with these specific objectives

in mind.

SECTION 3 - PROJECT SCHEDULE AND BUDGET

Figure 2 contains the project schedule, by task series. The schedule in Figure 2,
starts when Custom Coals began to actively work on the project (September 1994),
and carries for a period of 17 months, until the scheduled completion in January
1996. The Major Milestone Tasks on the critical path contain asterisks. The project
work scope and labor plan were discussed in detail in the Draft Work Plan, submitted
in November, 1994.
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Table 1 contains the revised Cost Plan estimate for the project. The upper part of the
plan shows Custom Coals labor estimate, including markups. The plan incorporates
Custom Coals' Project Manager, Ed Torak, working full-time on the project through
January 1996. It also includes some time for other Custom Coal's personnel.

The lower part of the Cost Plan, in Table 1, shows the anticipated pass-through costs
for subcontractors, as well as travel and equipment and supplies. A detailed
description of the project subcontractors responsibilities and the items which have
been purchased for the project are discussed in Sections 4 and 5 of this report. In
summary the project accomplishments are approximately two months behind the
original schedule (shown in Figure 2) due to expanding the scope of the project.
However, cost to date are also under running the cost Plan in Table 1 by two
months. At present, it is estimated that the project can be completed with the
remaining budget.

SECTION 4 - PROJECT TEAM ORGANIZATION

Figure 3 contains the project team organization chart, for the project. The project
team includes: ' ' ' '

. DOE/PETC's project and site management personnel.
. Custom Coals' project and site management personnel.
. Parson’s engineers and technicians to operate the existing PRF, during

the circuit testing.

. H-Tech Corporation as a subcontractor to Custom Coals to procure all
equipment required for the project.

. Diliner Storage as a subcontractor to Custom Coals to provide coal
blending and storage services for the project.

. CLI Corporation as a subcontractor to Custom Coals to finalize the
circuit design.

. Rizzo & Sons to install the circuit.
Custom Coals also performs a number of the more routine sample preparatioh and
analytical procedures at the PRF site (ie., wet screening, coal sample filtering,

preparation, pulverizing, and ashing).

All required subcontracts for the project are in place, and merely need to be managed,
modified, and updated as the project testing scope evolves.

-6-
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SECTION 5 - PROJECT ACCOMPLISHMENTS BY TASK SERIES

Figure 4 contains the work breakdown structure by major task, and minor subtask,
for the project. Task 100 "Project Planning and Management"” encompasses all the
routine reporting requirements, as well as the special plans and reports that must be
submitted for the project.

Figure 5 contains the detailed schedule, broken down by the subtasks within the
work breakdown structure. The schedule is divided into approximately two week
periods (ie., twice monthly), to allow for tighter specifications of document
submission and task completion dates. Custom Coals plans to include Figure 5 in
each Monthly and Quarterly Technical Progress Report to compare actual
accomplishments to this initial schedule. This will be one of the main methods of
controlling and monitoring the schedule and success of the project.

- : Proj lanni n n nt {(Mon -

Custom Coals anticipates that the project manager, Ed Torak, will work full-time on
the project through submission of the draft final report {end of January 1996). He will
be responsible for on-site project management, and will also be responsible for all
project reporting.

Table 2 shows the major project reporting requirements, with required frequencies
and delivery dates for all documents. The table is broken down into 3 categories,
which include:

. Routine Financial Reporting Requirements,
1 Routine Technical Reporting Requirements, and
L Special Technical Reporting Requirements, submitted only once during

the project.

During October, Custom Coal’s Project Manager submitted a paper on the Micro-Mag
project for publication and presentation at the SME Conference in Phoenix, Arizona.




Figure 4
) MICROMAG PROJECT )
WORK BREAKDOWN STRUCTURE
(DOE Contract No. DE—AC22-93P(92206)

TASK TASK DESCRIPTION

100 PROJECT PLANNING AND MANAGEMENT
- 101 Management Plan
102 Work Plan (ESH & QA/QC)
103 Design Report (Two SSA's)
104 Procurement and Fabrication Plan
105 Installation and Shakedown Plan
106 Coal Proc., Handling, & Logistics Plan
107 Operation and Maintenance Manual (SOP's)
108 Slurry Commissioning Plan
109 Test, Sampling, and Analytical Plan (QA/QC)

200 FINAL CIRCUIT DESIGN
201 Finalize Flowsheet and P&ID
202 Finalize Design Drawings

300 EQUIPMENT PROCUREMENT & FABRICATION

301 Process Equipment Procurement
302 Structural Steel Fab. &Procurement
303 Platework Steel Fab. & Procurement
304. Electrical Equipment Procurement

. 305 Ancillary Equipment Procurement
306 Laboratory Equipment Procurement -
307 Operating Supplies Procurement

400 MAGNETITE AND COAL PROCUREMENT
' 401  Magnetite Procurement
402 Coal Procurement

500 CIRCUIT INSTALLATION
501 Primary Instailation
502 Piping Installation
< : _ 503 Electrical Installation

600 CIRCUIT COMMISSIONING
601 Functionality and Leak Testing
602 Water Commissioning
603 Slurry Commissioning

700 CIRCUIT TESTING
701 Component Testing (Coal #1)
702 integrated Testing (Coal #1)
703 Component Testing (Coal #2)
704 Integrated Testing (Coal #2)

800  ANALYTICAL
801 Preliminary Magnetite/Coal Testing
802 Circuit Testing Analytical

300 CIRCUIT DECOMMISSIONING

1000 DATA EVALUATION

1100 FINAL REPORTING

-~
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Figure 5
MICROMAG PROJECT
DETAILED SCHEDULE BY TASK & SUBTASK
(DOE Contract No. DE—AC22-93PC92206)

1994 1895
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TASK TASK DESCRIPTION HEBERERBINBEIERBREIRIERBRENERBHERE

100 PROJECT PLANNING AND MANAGEMENT

101 Management Plan

102 Work Plan (ESH & QA/QC)

103 Design Report (Two SSA’s)

104 Procurement and Fabrication Plan
105 !nstallation and Shakedown Plan

106 Coal Proc., Handling, & Logistics Plan )
107 Operation and Maintenance Manual (SOP's) D
108 Slurry Commissioning Plan

109 Test, Sampling, and Analytical Plan (QA/QC) l I

200 FINAL CIRCUIT DESIGN Bl

201 Finalize Flowsheet and P&ID E]:
202 Finalize Design Drawings 11

300 EQUIPMENT PROCUREMENT & FABRICATION St pess por e En PRy T T s s we e s o s e B

.

301 Process Equipment Procurement : L 1]
302 Structural Steel Fab. &Procurement - -

303 Platework Steel Fab. & Procurement

304 Electrical Equipment Procurement . .
305 Ancillary Equipment Procurement - | . L

- 306 Laboratory Equipment Procurement 7 < " - e R T T
307 Operating Supplies Procurement - BN EREEEEEEN

MAGNETITE AND COAL PROCUREMENT

401 Magnetite Procurement
402 Coal Procurement

CIRCUIT INSTALLATION

501 Primary Instaliation »
502 Piping Installation .
503 - Electrical installation . 9

CIRCUIT COMMISSIONING ' B

601 Functionality and Leak Testing ]
602 Water Commissioning
603 Slurry Commissioning ]

CIRCUIT TESTING EEE R R
701 Component Testing (Coal #1) ‘ I ‘ i R
702 lntegrated Testing (Coal #1) R
703 Component Testing (Coal #2)

704 integrated Testing (Coal #2)

ANALYTICAL

801 Preliminary Magnetite/Coal Testing l 1] [_] [

802 Circuit Testing Analytical (I T Irrrm

1000 ODATA EVALUATION

1100 FINAL REPORTING

r—i‘f




. 6TH QUARTER TECHNICAL PROGRESS REPQRT

DOE Con No. DE-AC22-93PC922

Table 2

PROJECT REPORTING REQUIREMENTS

Routine Financial Reporting Requirements:

Description Frequency Variance
1. Project Invoice Monthly + 10 Days
2. Cost Management Report (Form) Monthly +10 Days
3. Summary Report (Form) Monthly + 10 Days
4. Financial Summary Report Monthly +10 Days
ll. Routine Technical Reporting Requirements:

Description Frequency Variance
1. Schedule/Status Sheet (On-Site Activities) Weekly Every Friday
2. Milestone Schedule/Status Report (Form) Monthly + 10 Days
3. Technical Status Report Monthly +10 Days
4. Key Personnel Staffing Report Quarterly + 30 Days
5. Technical Progress Report Quarterly + 30 Days
6. Property Reports - Yearly & Semi-Annual +30 Days
Hi. Special Technical Reporting Requirements:

Description Frequency Variance

Management Plan

Draft Work Plan (ESH & QA/QC Plans)

Final Work Plan {ESH & QA/QC Plans)

Draft ET Circuit Design Report {two SSA’s)
Final ET Circuit Design Report (two SSA’s)
Procurement and Fabrication Plan

Installation and Shakedown Plan

Coal Procurement, Handling, and Logistics Plan
Operation and Maintenance Manuaf (SOP’s)

. Slurry Commissioning Plan

. Test, Sampling, and Analytical Plan (QA/QC)
. Draft Final Report

. Final Report

-12-

October 31, 1994
October 31, 1994
January 01, 1995
November 15, 1994
February 15, 1995
November 15, 1994
November 30, 1994
January 31, 1995
February 28, 1995
March 31, 1995
April 15, 1995
September 30, 1996
October 31, 1996

November 15, 1994
November 15, 1995
January 15, 1995
November 30, 1994
March 15, 1995
November 30, 1994
December 15, 1994
February 15, 1995
March 15, 1995
April 15, 1995
April 30, 1995
October 15, 1996




6TH QUARTER TECHNICAL PROGRESS REPORT DOE Contract No. DE-AC22-93PC92206

i - : Final Circuit Design (Months 1-2

Custom Coal's subcontracted CLI Corporation to perform the final design of the ET
Circuit. During the period from September through November, 1994, CLI completed
the design package, and assisted Custom Coals' Project Manager in preparing the bid
specification for the circuit installation. In essence, the Circuit Design Task was
completed prior to the third quarterly reporting period. CLI's only efforts were to
update the P&ID in late March to reflect the actual flowsheet of the as-built circuit.

Figure 6 contains the general flowsheet, including the major equipment and flow
streams. Figures 7 and 8 contain the final detailed P&ID and Flowsheet Drawings,
respectively. Those drawings specify all equipment and the flow balance, and include
all ancillary items (ie., piping, valves, and instrumentation).

- : i m ication (M -

- For organizational purposes, the equipment and procurement and fabrication task was
broken down into a number of subtasks (see Figure 5), which include:

301 - Process Equipment Procurement -

302 - Structural Steel Fabrication and Procurement
303 - Platework Steel Fabrication and Procurement
304 - Electrical Equipment Procurement

305 - Ancillary Equipment Procurement

306 - Laboratory Equipment Procurement

307 - Operating Supplies Procurement

Table 3 contains the equipment list and cost estimate, for all items purchased to
date. All of the major equipment was ordered during the second quarterly reporting
period. It was delivered to site on the last week of January, 1995. All of the
laboratory equipment and project supplies were ordered during the third reporting
period.

The cost estimate, at the bottom of Table 3, of approximately $258K, committed
thus far, for purchases and shipping is still well below the revised equipment and
supplies budget of $300K, in the revised cost plan (see Table 1).

The two major test materials for the project are the magnetite media and the test
coals. Custom Coal's is testing 3 grades of magnetites and 2 types of bituminous
coals, during the circuit testing. A detailed discussion of the coal and magnetite
issues was presented in the Coal and Magnetite Procurement, Handling, and Logistics
Plan, submitted in late January.

-13-




r&skkkr\&kr\ ...}\la . i d b Al A A
L] y L] ~
AdTA0DHY ALILANOVIN . ONINOTIAD WAIAAW-ISNIA . NOILYIIAISSVIO
. .
. L]
L] L[]
dNnd ¥ dWnd ® . ﬁm%%%m Ao . SR
JWNNS 1STL dWNS q33d . a =g ' ® dJWNS A3AT
YOLVYVAES YOoLydvdds m . WNIAEW z8g J L ANOTOAD
DILINOVI ODILINOYW z . A elcptley) o g < . ONIAJISS VIO
] 4 .
3 ﬁr - X T S . . A
md S E-UON YIANAADIAL m m m .
& yuegessey J4q oL , v '
: > A4
4 ' _ ot '
sonloudew A . LIndYI0
Arennial . ﬁ . ONIANTED
y y v ; ' WO¥d (g4
sFepN-UON AIepuondg ” ﬂll “
L] . ’ N
mwmﬁw(pmoémm SYOLVYVES : ePON < Sv : ,m [
sBen A1epuooog Zarda OILINOYW . 1991100 S8 \ g nuu
AYYANOD3S HIYVI-2YVY « soioude .2 : ha 8 . ® g
sTepw Aewig ¥ AUV ¥ AUVILLYIL sylieg-orey od 80 . W ®
’ f . o Z % . g m
sotouB e A A A . - 2 . o
104D K & . "
saproudep -uoN . . %
ueoD .. . r.W\.
L] .
L] w .
YOLVUVAES : ZX
\ DILANOVI . o2 .
23143 ﬁ . 2 .
ANV . a5 .
siojesedag . S P 199000 85 . NETHOS
apjoude . . o) ujeId mx, | X ~1 ONIWIISEQ
asuty o1 ates e . DA LIAZIS
leig :
pou(quod “ . .
22181940 m . . A
povd Joued|d asnyoy & . .
NEIUOS 2 . . .
ASNIY OFLIZIS B :
LSI0A0 o4 . v
1onposd g L .
F N B . N
L ] [
1 ] - v
. L] .
92181040 osNjaY NIFUDS$ NIVHQ . *
2314Z1S N ] aMﬁ%w:
22[519A0) 1onpald . TR STRToN .
| ] .
. UOIAD T U040 b . o
. ' . .M\
N, . . W-
(s3moJamngnys ¢) . : :
. . ] . @
¢ SANOTOAD 00 ' g,
weider(q Ao Yoo[g : INOToA posa ; SSNOTORO 5
w . agnga |, duopAo . INTAZIS S VD 8
. ) SgayN « . SUIUA WL
N2 BN " e .
po L g Y onpold .
b %KQ\N%.N.WN‘ 2uokD 2 ” \ AUOLD Wb N
3 '




Vi~ QUMK
A LR 1639 SO
Lo ¥ e 0y}

E.wi SO ¥ DEN A

SIIEe T8 20




- V.\\;

[ERIEE I I IR P

L} 1 '
HLNGD AR AegdtE M) bl vaardtd O Y937 SD .
RN , R e "
Goa X

Jurmuag 100SMoTY ’
g eandyg e
=
b

bt g e

ivaa WS R

[deiion




‘o.&. N -

200092 $  [®10)1 paseAlleq
g0zl ¢ el Buiddiys 626862 $ 1810l eseyoind
0 1 AM D winpy ‘ABQ UBLLNIOM 002} oL -~ - $0)220N Aeidg 9p weishs Aerds —— - $81220N Avidg ueeIds esuid pue ewyseq  8HoL
0 p-2 14'slAuosKOR, oodies 6L86 0ot ~== " sioidwes 2% (A0L1) Jenndg 18p . 0odren - sie|dureg pue Jenids eidureg 1op  LbOL
0 9~ vd ‘83 sofleuben zeug  0bLZ 00t ~m= - 8108 Jouben ¢ pue ‘dnd '10eredes zey3 - (NdDH) 101018d0S XUTRIY "qBT 9904
02 y~2 vd 'ubinasud $QOJBP SN 2091 0s ~== (g) s1012|nBeY @ (9) sebiney einsseid  Yoloysy ~—w siojeinBey p sefnen AunIS pur Jslem iy SHOL
02 L vd'lolepeyo  ‘op Aiddng ee1  Lle1 002 -~ (66) sloyseD Joqany ¥ (agy) sebueld - leuulp - s1eseD pue sebueld 1S 1oL
02 L VO 'BUY BlUES "OU| 0813 MOOMBN  GLE [ - 18700 ¥0dS ¥ 1818 0L2~dOdN!  HOdMeN  vi-[I] (penoiddy 1N % ¥ YWIN) s8N BUBIQ  £401
0 2—-1 NN uBAAS  'OU|'OnBWLILODY . £GbL 6z ~—= sojeds /M (¥) AU W2 (1) MU L2 DIOWUN/OOSY  ~=~ (101eNIDY /M) SBARA [reg pejeIedO plOuslos  ZbOL
0 v=¢ vd'loleprun 00 Aiddng a7 obee 006 === {80) SONBA OAdD % (1) SOAlEA [901S lleuupD/iuesy  —~~ SeAlRA wBeiydeig pue ‘Aep—¢ ‘Ileq fenue 1504
0 y=-¢ q'SHIN  IsuplewIBg —000  Z8b) 18 a—— (22 2/ =1 "W} WP/E) SUUN INOY JoWSRd ~8]0D -~ slelemol4 ssedAg paly s|qeLBA  0POL
0 z2-1 vd'ubingsnid sejesieubld end  19g 0 - (‘0013 12 ‘Bey &) sun ‘Hod XIS "Ud 8N4 OBV . ~—= sieysinbunxg esid 6501
0 2=1 HO'UOMYUOM  "dul “OD UOSIID  90% 02 ~—~= sdng ereds yum sereog BuiBuel 2 . - Aorew - (renuew) aBney Alsueq pinbri Aose egot
0 p~g vd'ubingsild -ssv pieg bieMoH 98¢ £) ———— (09'#1$092) sifey, JoAeeg 2/t~ x8inQ ~=——  $0j220N Aeidg usesds esuly pue owseq  LE0}
0 9~y  VJ'UIIWN M OU) 'uoneinBueA  goz8l 0009 =~~~ SOweld P ‘selnuy ‘sdwng pereojiqed . eNBueA  LOL-8d 9018 Momeleld 9601
0 9=  VJ'UIIW M oul‘uol BInBuBA  089/8 00092  —--—- [[BY P JOO[4 ‘eimionis pejeopaed o enBueA LOL~SS freIpuBH % ‘Buioold ‘eels [RINIDNAS  GEOL
0 - - 213d v 0 002 82 o)y Buo g /muextiy  Buubn - 102—-XA Jexiy dung eipepy 108100 #8901
0 p~¢ vd'ubinasmd  BiBuz ssecord 262 48 —— (a2 PS8 O21) s0qosd reds - Hoprem  ~~iN §80101d A0 erRds €201
0 y-¢ wvd'ubingsnid  Bifugssecord 582 ] - 80001d 8,1 9 8 /M EO=X~PVLTNGL  AOLIEM G—~11 JeRMUSURIL 6AST] YUBYL PROH J01BM PeyLRIO 780t
0 p—¢ vd'ubingsnd  -BiBu3z ssevold  20e 9 —-——.88001d 4#,£ 2 £ /M E0=X~PVITNOL  MOUEBM p=-1n Janwsires] jeaen dwng ise] ‘deg “Bew  1e0t
0 y-f vdubmnasinid  Bi6ul ssesold 162 9 ——e 8000 (#.2 % (2 /M EO=X~HVLTINOL NOlUreMm £-1N Jenjwsue;l leae duing peed *deg ‘Bey  og01
] v~¢ vd'ubingsild  BiBuz sseoold 162 9 ~ = 8000l 32 2 /M CO=X~PVLTINGE  NOU/BM 2-1n Jentwistrely (eAe dung eipei 196100 6201
0 v~ vd'ubingsng  BiBugyssecold 162 9 ~——"5000id 2% 2 /M EO-X~PVLINGL  Noprem 1-11 tentwsues] jeae dung suojphd Buiksseld 8201
0 £~2 vd'uouepfieg  ‘Bibuzy oqueq 182 2 —~— (2)sheley /M J0l0i UBIQ 203 02~dWI - UOTIPEH  VI-1IQ Jere reyBig eBne Ajsueq reelonN /201
0 9~+ vd'eddinbiy swaisAs ployusg  ¢2e¥ 06 - WIW0Y % J010018Q BN /M 688~87 . ploypeg 1~110 eBnen Alysueq JeolonN Blpen 100100 ¥./201
0 ——— ——— oladw o 02 e IBIOLWMOLS O[UOSRIIN "UOd d~1SW  Sofuoshlod  L=LId 1810WMOI4 Peey BUOIDAD BIPBN AABSH 9201
0 Z~1 vd ‘'uBingsnid oseud |Iv yL62 082  —~=— (MeN L}) SEUOUMS ‘UB €2 BOWL - Q esenbs - sauoyms Alefes » GOWL 85201
ob 9~b Vd ‘ubinasiid out'uBiseq josuod 0S1Le 081  =e—= X0g uewyoH u) “dwod g erenbg 100 L0p=~0D (¥ YW3N) 18UIGeD 101100 POZIWOISND  VE20L
0 9~b IM'eaNNBMIN  ‘oul 'Aejprig uelly  BGHE 000} V002 QOWL O/M SUONJ6S EOUBA & *pPRIg—UBIY LOP~DDW (21 YW3N) Jejued [0NUOD JOIOW  H204
054 g~y  obesud fefsnpul gyr 6902 o118 §0.° 1epead sjooyry Arjod 9 |- Jeteiyg Loz~ad tepeey Ammoy ejleufe €201
0 2L-6 vd'ou3 sopouBei ze 00842 004 £ W81 X,b2 WNIQ 10M Yurel ey - 2e)3 POL~SW Joresedeg oneuben teBueness 2201
0 21-6 vd'eu3 soieuBe zeng 05021 0521 € P2 X .98 WNIQ 18M XXVINND 043 S0c-SW loeredes oneuleny Jeues)d 1204
0 ZL~6 vd'el3 sofleuben zei3 0S50St o052t ¢ WH2 X80 WNIQ 1M XXYINITD 2013 coe-SI Joreredes oneuben Areiel 0201
0 216 vd'en3a sopeuBen zeuz 080zt , 0§23} £ P2 X498 WNIQ 19M XXVAND zel13 20e~-SW Joeredes oneuben Arepuodes 6104
008 2L-6 vd'eu3 sopeuBen zeps - 05024 o 082k £ P2 X .08 WNIQ 1M VNS . Z8)] 108 —-SW Joeredes oneubep Arewind. 8104
0zt 8 voedoew swesubul saen]  0L¥2 00L === dveR'dAsdz/marg . saeny 202~A0  BUOISAD BIPBIN ArBOM & LLOL
0 8  vO'sled ojuely  sieeuiBul sgeni  LGOL oy ——— dV €2 'JAE 1A 2/M ¥2PL~20d . 8qeny L0Z~AD BUOAD BIpeW AABEH 2 910}
0 8 vOed ouely  sieeuibul saenl 992 oy —— dv €% ‘AL ‘I L /M $2¥L-2Dd sqesy LOL=AD ouodko Bulkjissed 2 S10L
0 b HO'uoED ‘0U)'08182)$ 1091 0e ~ - (608D B Y09$DR) Wrely IXEXZ 00182IS . L0£~0S sjoued UBBIOS BIM eI1j0id UCIOIN 06 ¥1LOL
0 \ HO'uoue) '0U|'081621$ oLLL ot - (9825®9) BurRLd ,IXEX,Z -~ 0802  ——=0S sjaued UPBIOS POlkE] WOOZ €104
1S t HO'uoue) "oUf've18ZIS 2c91 ot —— U (e£2$@0) oUmBLL L IXEXZ © 0818ZI§  ~=—0S sfourd Ueasos peseAeT WOoL 210t
0 1 HO'uowe) "ouf'oelezis 0028 oL e © (02e3@01) oureld IxExX2 - 08102)3 @ —~~=08 siaued uee10g peleke] WS2E  LLO4
0 2L~01  HO'uowEd "ou|'00182(8 11822 961y 22 BXXB 46V 450 - 000218 10£-0S uessdg esuly 0104
0 ZL-0t  Ho'uoed ‘0ul'0818218 7134} sibt  g/ave £X.2X2 QLELES 888 7 082S . L02-0S ueerdg uRIg 6004
AN Z1~0L  Ho'uowen ‘ou)'0818218 GLLLL sivL olele £X,2X2 QL5162 S8 © - 0019218 LOL~DS useiag euNisag  800L
05 9 vd'puelusy  'sild “ssy Aepiong  y0d 006 ¢ WdY 09LE SA /MW B%2ZXE'L = PINOD £08~d duind elsem 2001
0 - - 013d W 268 052 g - NdY 00S€ 0Q /M ,O%2XSE"} pinon 204 —d suredsy pue duing serem Aeids 9001
0 9 vd'puBluSY  ‘sild “ssy Aepjong  28/.¢ ovs ¢ WdY 8SP 1 SA /M.LBXG 1 pInon 2o0e-d dwnd 1sey Jojeredes oneuBew - 001
0 9 vd'puBlusy "shld “ssy Aepiong  #9S 064 ] Aomm ®) Wdd OLEL SA /M (8%G 1%L pinog 108~d dwng peed to1esedes opeubey  $001
0 9 vd'puBlySY  'sild “ssv Aeptong  2ie 05y ¢ {513d &) WdH 0GLL SA /M .8%S' 11 pinon 202-d dwing eipepy 196000 - €004
0 9 Vd'pueluSy  ‘shid “ssv Aepjong 6808 0oLt O - WNdY OP9L/OYOL SA /M PIXSXS L . PINOD 102-d dwnd peed elpo ANeeH 2001
0 8 vd'puBlusy  ‘shilg "ssy Aeptong  09Lb 009 Gt WdY 0081/0GE1 SA /M (11X 1X 1 pinon 10 ~d dwnd peed euo1oho Builpsseld  LOOL
180D SHOOA uo|jes0 JODUBA 180D 87 dH :o:a:ommo ewidinb3a 3563:53_ laquinN uonduoseq Jun JequnN
Bdus ‘18a g04 ®ol  wubBem ol %um nn
153 183

(902260d£6~220V~30 'ON LOVHLNOD J00)

1811 AIN3FWdINO3 1O3r0Yd 0<§0m0=a
zo_._.<m0n_moo SO0 WOLSND. -

m oL

(

G661 ‘€1 eunp :efeQ uoisiAey




6TH QUARTER TECHNICAL PROGRESS REPORT DOE Contract No. DE-AC22-93PC92206

Table 4 contains a complete description of the three magnetites that Custom Coals is
using for the project, which include:

] PennMag Grade-K Magnetite - Ground natural magnetite, with a mean
particle size of 9.8 microns.

. PennMag Grade-L Magnetite - Finely ground natural magnetite with a
mean particle size of 6.6 microns. '

° Pea Ridge Grade-M Magnetite - Extremely fine magnetite with a mean
particle size of 3.0 microns.

Similarly, Custom Coals selected two test coals for the ET circuit testing. The coals
are:

. Pittsburgh No.8 Seam’ bituminous raw coal from Ohio Valley Coal
Company in Belmont County, Ohio.

. Lower Kittanning "B"™ Seam bituminous raw coal from PB&S Coal
' Company's, Longview Mine in Somerset County, Pennsylvania.

Tables 5 and 6 contain the size and washability analysis for the respective coals.
Both coals are obtained from underground mines, and contain dry ash contents of
between 20 and 30 Wt%. Over half of the sulfur in both coals is in the pyritic form,
so they are good candidates for aggressive cleaning studies. They also both have
anticipated yields of 70 to 80 Wt%, when cleaned at about 1.60 SG.

- The major differences between the coals is that the Pittsburgh No. 8 Seam raw coal
has a much higher organic sulfur content, and is much harder (HGl=60-70) than the
Lower Kittanning "B" Seam raw coal (HGI=90-100). Testing of coals with different
friabilities is desirable, to allow for comparison of how attrition affects fine coal
contamination of the recirculating media, and subsequent media recovery and cyclone
performance. The Pittsburgh No. 8 Seam Coal should be the less challenging coal. It
was used for the circuit commissioning. The Lower Kittanning "B" Seam raw coal
was the second coal tested. It is of major interest to Custom Coals because it will be
one of the major feed coals used to make compliance coal at Custom Coals Laurel
Cleaning Plant, which became operational in the winter of 1996.

-18-
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TABLE 4

MICRONIZED MAGNETITE CHARACTERISTICS

Magnetite Head Analysis

Moisture (Wt%) 0.1 0.20 -
Ash (Wt%) 103* 102* 102
Specific Gravity 5.0 4.9 5.1
Moment (EMU/g) 86 75 81

*Note:

Magnetite Davis-Tube Recovery Profiles

Magnetite gains weight during the ashing process.

0.30 750 84-86 20-22 ‘
0.50 1,250 96-98 70-72 0
1.70 - 3,700 98-99 95-97 80-81

Magnetite Size

Dgyo (90% Passing) 18.0 12.8 5.0
D5 (50% Passing) 8.9 5.7 2.7
Do (10% Passing) 3.5 2.4 1.4
MVD (Mean Volume Dia.) 9.8 6.6 3.0
Moment (EMU/g) 87 77 82 -
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Table 5
GROUND RAW COAL SIZE ANALYSIS AND WASHABILITY
Pittsburgh No. 8 Seam Coal (PETC/PRF Dry Grind)
io Vall | Compan
(HGI =60-70)

Top x O size analysis representing 100.00 W1t% of total raw coal sample

Size Analysis (D.B.) Cumulative Analysis (D.B.)
Size Fraction Weight Ash Sulfur Weight Ash Sulfur
_Pass Retain AWt%)  (Wt%) (Wi%) {Wt%) AWt%) AWt%)
Top X 30M 1.00 28.68 5.19 1.00 28.68 5.19
30M X 50M 3.30 28.68 5.19 4.30 28.68 5.19
50M X 70M 3.50 21.50 4.64 7.80 25.46 4.94
70M X 100M 5.40 .18.74 4.74 13.20 22.71 4.86
100M X 200M 16.00 14.98 5.00 29.20 18.47 4.94
200M X 400M 22.60 14.08 5.25 51.80 16.56 5.07
400M X 0 _48.20 _32.43 3.83 100.00 24.21 4.47
Total 100.00 24.21 4.47
Head 100.00 23.40 4.51
Top x O wasabhility representing 100.00 Wt% of total raw ccal sample
Direct Analysis (D.B.) Cumulative Analysis (D.B.)
__ Gravity Fraction Weight Ash Sulfur Weight Ash Sulfur
Sink Float {W1%) {(W1t%) {(W1%) {(W1t%) (W1t%) (W1t%)
Float X 1.30 46.00 2.76 2.35 46.00 2.76 2.35
1.30 X 1.40 20.20 8.13 2.60 66.20 4.40 2.43
1.40 X 1.50 6.40 17.32 3.04 72.60 5.b4 2.48
1.50 X 1.60 2.50 33.31 4.67 75.10 6.46 2.55
1.60 X 1.80 2.00 34.30 4.94 77.10 7.18 2.62
1.80 X 2.20 3.10 52.69 3.23 80.20 8.94 2.64
2.20 X Sink _19.80 83.19 10.36 100.00 23.64 4.17
Total 100.00 23.64 4.17
Head 100.00 23.83 4.42
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Table 6
CRUSHED RAW COAL SIZE ANALYSIS AND WASHABILITY
Longview Mine, Kittanning "B" Seam

PB&S Underground Mined Coal
(HGI =90-100)
1-1/2" x O size analysis representing 100.00 Wt% of total raw coal sample
Size Analysis (D.B.] C lative Analysis (D.B.]
—_ Size Fraction Weight Ash Sulfur Weight Ash Sulfur

Pass Retain  _(Wt%) _(Wt%) _(Wt%) _(Wt%) _(Wt%) _(Wt%)

1-1/2" X 3/8" 21.78 36.77 2.88 21.78 36.77 2.88

3/8"™ X  1.0mm 50.44 18.72 2.03 72.22 24.16 2.29

1.0mm X 150M 21.64 12.74 1.93 93.86 21.63 2.20

-150M X 500M 3.69 11.82 1.88 97.55 21.16 2.19

500M X _O. —2.45 1843 121 10000  21.10 217
Total 100.00 21.10 217

1-1/2" x 500M washability representing 97.55 Wt% of total raw coal sample

__ Direct Analysis (D.B)  _Cumulative Analysis (D.B.)_

Gravity Fraction Weight Ash Sulfur Weight Ash Sulfur
_Sink Eloat (Wt%) (W1%) {(W1%) (W1t%) (Wt%) (Wt %)
Float X 1.30 19.80 3.02 0.69 19.80 3.02 0.69
1.30 X 1.40 42.10 7.95 0.83 61.90 6.37 0.79
1.40 X 1.45 8.43 16.40 1.00 70.33 7.57 0.81
1.45 X 1.55 5.66 25.22 1.40 75.99 8.89 0.85
1.55 X 1.65 3.06 32.93 1.87 79.05 9.82 0.89
1.65 X 1.80 2.87 40.85 2.19 81.92 10.91 0.94
180 X _Sink _18.08 68.43 2.80 100.00 21.31 2.18

Total 100.00 21.31 2.18
Head 100.00 21.16 2.19
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In late February, Custom Coals' procured the 80-ton bulk shipment of Pittsburgh No.
8 Seam Coal, required for the commissioning and testing phases. The coal was
delivered to Dillner Storage and blended in fourteen 6-ton lots. These lots were
gradually transported to the PRF as feed for the testing. During the blending, Custom
Coals' obtained a 100 pound composited sample of the coal and sent it to CT&E for
analyses. During July, Custom Coal's Project Manager procured a 46-ton bulk
sample of the second coal, Lower Kittanning "B" Seam, and had it delivered to Dillner
Storage. It was later blended and split into 6-ton piles for gradual transport to DOE's
PRF. A bulk sample was collected, and the individual piles (ie., lots) were covered
with poly tarps to avoid any moisture pickup.

- : Circui llati -

The major focus of the project work, during the third quarterly reporting period
(January through March 1995), was the circuit installation task. Custom Coals
subcontracted Rizzo & Sons to perform the circuit installation, based on their
experience working at the site and the competitiveness of their bid ($121K). The
installation of the circuit began on January 23rd, and was completed on March 27th,.
including $11K of additional work that was not in the work scope.For organizational
purposes, Custom Coals broke down the circuit installation into 3 subtasks that
Rizzo's performed according to the following schedule:

e Primary Installation: (January 23rd - February 10th) - Structure, flooring,
handrail, equipment, and platework.
Piping Installation: (February 14th - March 27th)

4 Electrical Installation: {February 14th - March 27th)

From January 23rd through February, Rizzo & Sons had approximately 5-7 men
working on-site on the circuit installation task. In March, the work became more
detailed and the crew was reduced to 2-4 men. Rizzo's men worked 10-hour shifts
(7:00AM through 5:30PM) Monday through Thursday, with Fridays off. Custom
Coals' Project Manager was on-site during the entire installation period to ensure that
all installations occurred in accordance with the design drawings, the SSA’'s and
DOE's work rules.

The new structure that was installed is permanent and consists of a humber of
column rows, installed in the PRF's ET circuit area, and fastened to the existing
structure. The floor levels match the existing structure on ail except the highest floor,
and consist of 3/8" checkerplate flooring with removable handrail and toeplate.
Design specifications are 150#/sq.ft. live load and 2000# point loading.
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The structure and equipment on each floor of the circuit is as follows:

.. 1086' Elevation - The ground level concrete floor is part of the new
structure. The 20'x 20' new equipment area contains the 6 slurry
sumps and pumps shown on the bottom of Figure 6, as well as all
sample prep equipment setup at the site. All the sumps and pumps, as
well as the structural steel are bolted to the concrete floor.

. 1096' Elevation - The second floor consists of a new 22'x 13’ structure
adjacent to the existing circuit. It is enclosed in removable handrail and
toeplate. This level contains the primary, secondary, tertiary, and
scavenger rare-earth magnetic separators, as well as the magnetite
hopper and deslime screen. It also contains the Berthold Densnty Gauge
and the Polysonics Ultrasonic Flowmeter :

. 1106" Elevation - The third floor also consists of a new 22'x 13’
structure adjacent to the existing circuit, enclosed in removable handrail
and toeplate. This level contains the rinse screen, the media distribution
and splitter boxes, and the classifying cyclone. It also contains the
control cabinet used to operate and monitor the circuit.

. 1116’ Elevation - The fourth floor consists of a new 10'x 20" structure
adjacent to the existing circuit, and enclosed in removable handrail and
toeplate. This level contains the clarified water head tank and pump, the
two heavy-media cyclones, the drain screen, and the cleaner magnetic
separator.

The general arrangement drawings were used to place the structural steel, flooring,
handrails, equipment, and platework in the initial part of the installation.

The detailed process piping requirements are shown in the circuit P&ID, (see Figure
9). Figure 9 contains all slurry and water piping lines, including all fittings and valves.
Most of the slurry piping was specified as CPVC ("P") to save money and for ease of
installation. Steel piping was used for the high-pressure, dense-medium cyclone feed
lines.

A detailed piping list for the slurry lines, water lines, and compressed air lines was
included in the design package. The piping routes were determined in the field during
installation, by Custom Coals and Rizzo staff. All gravity lines were installed first to
ensure maximum slope, while maintaining sampling capabilities. Pump discharge
lines, water lines, and air lines were installed later, with priorities on maintaining
access to the circuit and sampling capabilities.
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The final installation subtask, the electrical installation, started in mid-February 1995
was also completed in late-March 1995. Rizzo & Sons were responsible for installing
the following units:

. A new 200 Amp. Thermal Magnetic Circuit Breaker (TMCB) in DOE's
existing Square D, Model 5 MCC in the PRF MCC room.

. A new, NEMA-12 Allen Bradley MCC in the PRF MCC room (3 Vertical

Sections).

o A new customized Control Cabinet in the field to operate and monitor
the circuit.

] 23 new disconnects in the field, one next to each new 480 Volt motor.

The electrical work included all conduit runs, wiring, and terminations between these
units, and the 23, 480-Volt motors in the circuit. It also included the conduit runs,
wiring, and termination between the Control Cabinet and the 11 fixed instruments in
the field (1 Berthold nuclear density gauge, 5 Warrick level probe systems, and 5 air
solenoids). The circuit also includes a Polysonics portable ultrasonic flowmeter, that
does not require any permanent wiring. An illustration of these instrument locations is
shown in Figure 9.

All aspects of the ET Circuit needed to be tied into the existing PRF system. Figure
10 contains the interface drawing for these various tie-ins. The Installation and
Shakedown Plan, submitted in late December, included a more detailed discussion of
the various installation tasks and work rules.

The circuit commissioning task went very smoothly and was completed near the end
of April, 1995. The operating staff, at the PRF site, during the commissioning period
included:

. Custom Coals' Project Manager.

] One to two men from Rizzo's to assist with required modification and
commissioning tasks.

U A part-time Project Engineer (Ed Torak), to assist with the on-site work.

. Two to three full-time Project Technicians {subcontracted from CT&E),
to maintain, operate, and sample the circuit.
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The commissioning task was broken down into three subtasks:

.. Functionality and Leak Testing - to test motors and the sump level
controls.

i Water Commissioning - to balance the circuit flowrates and correct any
leaks.

. Slurry Commissioning - to balance the circuit with slurry and calibrate

the nuclear density gauge and ultrasonic flowmeter.

The screens, cyclones, and magnetic separators were also tested for proper flow -
patterns and volume splits during the slurry commissioning period. The

commissioning plan. was discussed in detail in the Installation and Shakedown Plan,

submitted late December 1994, and was discussed in even more detail in the Slurry -
Commissioning Plan, submitted in late March 1995.

s - 5 Z_I ! ZQQ' g- -I I l- [[1 I! 3-]3]
5.7.1 COMMISSIONING TEST RESULTS

The circuit slurry commissioning task was carried out over the entire month of April,
and was broken down by the three subcircuits:

. Classifying Circuit Commissioning Tests
Heavy-Media Cyclone Commissioning Tests
] Magnetite Recovery Circuit Commissioning Tests

Two men from Rizzo's installation staff stayed on site for the entire commissioning
period to assist with -required modifications and troubleshooting. The following
discussion describes the commissioning results from these three areas of the circuit.

The goal of the classifying circuit commissioning was to test that subcircuits’ ability
to remove the majority of the -500M slimes {(greater than 90W1%), while recovering
the majority of the +325M particles (greater than 90Wt%), with a high solids
content product (greater than 35Wt%). A total of 7 tests were performed and
completely analyzed during the testing, using two different circuits. The circuits
were:

. Original Circuit - PRF feed to classifying cyclone, followed by north side of

deslime screen, with deslime screen undersize recycled. This circuit was used
for the first 5 tests.
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. Modified Circuit - PRF feed to north side of deslime screen (desliming),
followed by classifying cyclone and south side of deslime screen (dewatering),
.with south side screen undersize recycled to the classifying cyclone. This
circuit was used for the last 2 tests.

Table 7 contains the operating conditions and results for the 7 tests.

As Table 7 illustrates, the initial circuit provided high recoveries, but it was
impossible to simultaneously obtain efficient desliming and dewatering. Use of the
modified circuit allowed the north side of the screen to focus on desliming and the
south side of the screen to focus on dewatering. As a result, CT#6 and CT#7 were
the only two tests to achieve the goal of greater than 35 Wt% solids in the final
product (ie., 36.5 and 61.5 Wt%, respectively).

Custom Coals used the modlfled circuit to accomplish the followmg more aggressuve
objectives. :

° Target over 60 Wt% solids recovery (yield) to obtam 500#/hr of solids
product, from 800#/hr of solids feed.

. Target over 60% Wt% solids content in the final product.
. Target over 95 Wt% rejection of -500M patrticles.
. Target over 95 Wt% recovery of +325M particles.
. Target D-50 separation size of 30-40 microns.

VY- i n issioni |
The second slurry commissioning subtask involved two tests to access the flow and
performance of the parallel 2" and 4" Krebs Heavy-Media Cyclones. Table 8 contains
a summary of the test results and conditions.
Table 8 suggests that the 4" Cyclone was separating the +500M particles very
efficiently for the feedrate and operating conditions in CMT#1 (ie., 84 Wt% yield,
with a 7.5 Wt% Clean Coal Ash Content and 77 Wt% Refuse Ash Content, for a
18.9 Wt% Feed Ash Content), even with the relatively coarse, Lot#1 Grade-K
Magnetite. Unfortunately, the 2" Cyclone yield was only 11.2 Wt% for the + 500M

particles in Test CMT#1. Even with the smallest acceptable apex size of .25 inches,
used in CMT#2, the 2" Cyclone yield only increased to about 50 Wt%.
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TABLE 7
CLASSIFYING CIRCUIT COMMISSIONING TESTS
(Pittsburgh No. 8 Seam Raw Coal)

—Initial Tests New Spray Bars i ircui
GENERAL DATA CT#1 CT#2 CT#4 CT#5 CT#6 CT#7
Date 04/03/95 04/04/95 04/13/95 04/24/95 04/27/95 05/02/95
Circuit Type Original Original Original Original Modified Modified
Feed Rate {#/hr) 644 712 819 783 739 769
CYCLONE CONDITIONS
Feed Inlet {sq. in.) 0.25 0.25 0.25 0.25 0.25 0.25
Vortex {Inches) 0.625 0.625 0.625 . 0.625 0.625 0.80
Apex (Inches) 0.375 . 0.375 0.25 0.25 0.25 0.25
Feed Pressure (PSl) 33 42 46 46 48 45
Feed Rate (GPM) 7.8 20.7 18.5 18.0 17.2 22.1
SCREEN CONDITIONS
North Side Panel (Mesh) 325 325 200 200 325 325
North Side Sprays {GPM) 5.0 5.8 9.8 14.5 15.0 18.5
South Side Panel (Mesh) - - - - 200 100
South Side Sprays (GPM) - -~ -- -- 2.4 0.0
PRODUCT QUALITY
Solids Content (Wt%) 26.5 16.1 31.5 18.6 36.5 61.5
Solids Flowrate (#/hr) 489 561 " 606 424 480 396
+ 325 Mesh (Wt%) - -- 80.8 91.1 77.6 83.4
325 x 500 Mesh (Wt%) - - 11.6 4.8 13.7 12.9
-600 Mesh {Wt%) - -- 7.7 4.1 8.7 3.7
CIRCUIT PERFORMANCE
Overall Recovery (Wt%) 75.9 78.8 74.0 54.1 65.0 51.5
+ 325 Mesh Recovery (Wt%) - 98.5 99.1 88.0 99.7 85.9
-500 Mesh Rejection (Wt%) - 61.2 81.7 93.9 85.0 94.8
D-50 Size of Sepn. (Microns) -- - 30 60 30 40

Notes: - Original Circuit - Classifying Cyclone, followed by Deslime Screen (North Side), with Deslime Screen

Underflow Recycled.
- Modified Circuit - North Side of Deslime Screen (Desliming), followed by Classifying Cycione and
South Side of Deslime Screen (Dewatering), with South Side Screen Undersize
Recycled to Cyclone.
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TABLE 8

HEAVY-MEDIA CYCLONE SPLITS
Pittsburgh No. 8 Seam Commissioning Tests

(Grade-K Magnetite, Lot #1)

Conditions Feed Overflow Underflow

Feed  Feed +500M +500M  +500M +500M
H.M. Rate Pres. Slurry Ash Slurry Yield Ash Slurry Ash

Test# Cyclone (GPMI {PSh SG Wt%) SG Wt%)  (Wit%) SG (Wt%)
CMT#1 4" 28 81 1.34 18.9 1.25 84.0 7.5 1.85 77.1
CMT#1 2" 10 22 1.34 18.9 1.13 11.2 4.6 1.66 20.7
CMT#2 2" 10 22 1.32 19.2 1.15 50.0 5.8 1.70 32.6

Notes: - The 4" Cyclone had 0.12 sq. in. inlet, 1.00 inch vortex, and 0.625 inch apex.

- The 2" Cyclone had 0.09 sq. in. inlet, 0.375 inch vortex, and 0.375 inch apex in CMT#1

and 0.25 inch apex i'n CMT#2.
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Magnetite R Cireuit Commissioning Test Resul

The third and final slurry commissioning subtask involved three tests to assess the
magnetite recovery circuit performance (ie., magnetite losses) for the screens and
magnetic separators within the MicroMag circuit, once again using the relatively
coarse, Lot#1 Grade-K Magnetite. Table 9 contains the total magnetite losses for
each test, broken down by the two main sources:

. Rare-Earth Scavenger Magnetic Separator Tailing (Sample 36} - Which
represents the total losses occurring within the 5 Eriez drum separators (see
Figure 1).

o Combined Rinse Screen Products (Samples 22 & 23) - Which represents the
magnetite trapped in the coarse particles overflowing the refuse and clean coal
product screens (also see Figure 1). -

The first test listed in Table 9 (MT#2), was a test performed with only magnetite,
and no coal slurry. As a result, the magnetics losses were extremely low in the
magnetic separator tailings (0.3-0.8 #/ton), and negligible in the Combined Rinse
Screen Products (i.e., because there were no products). The magnetics contents and
losses are based on two calculations (Davis-Tube based and EMU based), with Davis-
Tube based values being an initial approximation, based on Davis-Tube magnetic
separations, and EMU based values being a correction due to the slight inefficiency of -
the Davis Tube. @ The EMU calculations are based on magnetic moment
measurements of the feed, mags, and nonmags from the Davis-Tube tests. The
actual losses are probably somewhere in between, but closer to the EMU-based
losses.

The last two test results listed in Table 9 are for two tests done with coal and
magnetite slurry; the first (CMT#1) done with the finest, 325M drain and rinse screen
panels and a deep bed in the rinse screen (-3 degree angie), and the second (CMT#2})
done with coarser, 200M drain and rinse panels and a shallow bed on the rinse
screen (O degree angle). The results show that acceptable magnetics losses through
the magnetic separators (1.1-3.3 #/ton) were achieved for both tests. However, the
magnetics losses in the rinse screen products were unacceptably high (35-88 #/ton),
for both tests. The coarser 200M panels and flattening of the rinse screen improved
the results but the losses of 35-40 #/ton are still an order of magnetite above
acceptable targets (2-5 #/ton). However, these were just some initial scoping tests
for each of the units and no attempt was made to optimize the circuits.
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Test

MT#2

CMT#1
CMT#1
CMT#1

CMT#1

CMT#2
CMT#2

Notes:

TABLE 9
MAGNETITE LOSSES
Pittsburgh No. 8 Seam Commissioning Tests
(Grade-K Magnetic, Lot #1)

Davis-Tube Based Results =~ _EMU Based Results

Stream Info. Solids Magnetics Solids Magnetics
Solids Magnetics Losses Magnetics Losses
Stream F {(W1%) {#/Ton) _(Wt%) (#/Ton)
ow
A#/he) (GPM)
36 - Scav. Sep. Tails 5 1.5 0.3 3.9 0.8
36 - Scav. Sep. Tails 100 : 0.6 2.2 0.9 . 33
22/23 - Rinse Products 400 - 5.0 .~ 80 5.5 , 88
Total Circuit 500 ' 41 82.2 4.6 91.3
36 - Scav. Sep. Tails 100 0.3 1.1 0.6 2.2
22/23 - Rinse Products =~ 400 ‘ 2.2 35 25 40
Total Circuit 500 1.8 36.1 2.1 42.2

- MT#2 had only magnetite being fed and 22 and 23 streams were negligible.
- 36 is Rare-Earth Scavenger Magnetic Separator Tailings (Final Magnetic Separator

Nonmags). » ,

22 is Rinse Screen Refuse Discharge (Final Refuse Nonmag).

23 is Rinse Screen Clean Coal Discharge (Final Clean Coal Nonmags).

Data Assumes 500#/hr total coal feed, and that pure magnetics are 86 Emug.

CMT#1 done with 325M panels with -3° angle on rinse screen, and CMT#2 done
with 200M panels with 0° angle on rinse screen.

5.7.2 QA\QC RESULTS
The QA/QC required for the plant testing can be broken down into three main areas:

. Sample handing, preparation, and analyses accuracy checks - Which requires
adopting and adhering to certain set procedures and equipment.

. Instrument accuracy checks - Which encompasses flowmeters, pressure
gauges, and nuclear density gauges.

L Sample and test, repeatability and reproducibility - Which can be affected by
procedures and approach, but are more system dependent (ie., stabilization
time, system consistency, and feed consistency).

The circuit is set up with a number of manual and redundant systems to routinely
check the accuracy of the instruments. When coupled with the planned routine
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maintenance of the instruments, Custom Coals did not experience any significant
accuracy problems in those areas, at least none that would skew overall test
conclusions and results.

The majority of Custom Coals QA/QC focused on the last two areas, particularly
obtaining accurate sample analyses and material balances. To date, a number of
issues have already been addressed. For example, Table 10 contains the ASTM
Standards for within lab repeatability, and between labs reproducibility, of coal
laboratory analyses. Since Custom Coals is doing all sample preparation at site,
including moisture and ash analyses, a test was done to compare the analyses
obtained on samples with PETC's Furnaces (the standard method) to CT&E's
commercial laboratory results. - Table 11 illustrates, via the duplicate analyses that
Custom Coals is well within ASTM repeatability for moisture and ash analyses, using
the PETC furnaces. Table 11 also illustrates that Custom Coals analyses match -
CT&E's for moisture and ash within ASTM reproduc:blhty

. TABLE 10
ASTM STANDARDS
FOR COAL ANALYTICAL VARIANCES

li mpl
Repeatability Reproductibility
nalysi Coal Type _Within Lab_ Between Labs
Moisture Any 0.30 Wt% 0.50 Wit%
Ash Raw Coal 0.50 Wt% 1.00 Wt%
Clean Coal 0.20 Wt% 0.30 Wt%
Refuse Coal 1.00 Wt% 2.00 Wt%
Btu/lb. Any 50 100
Sulfur <2.0% Sulfur Coal 0.05 Wt% 0.10 Wt%
> 2.0% Sulfur Coal 0.10 Wt% 0.20 Wt%
Pyritic Sulfur < 2.0% Pyritic Sulfur Coal 0.05 Wt% 0.30 Wt%
>2.0% Pyritic Sulfur Coal 0.10 Wt% 0.40 Wt%
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TABLE 11
COMPARISON OF COAL ANALYSES
PETC AND CT&E FURNACES
(Test PCT #1, 05/16/95)

Sample , Residual Moisture (Wt%) Dry Ash Content (Wt%)

_No. __ SampleName PETC CT&E PETC CT&E
1 PRF Feed : 1.93/1.93 1.86 27.31/27.48 26.89
2 Class. Cyclone Feed 1.43/1.49 1.50 25.98/25.97 25.41
3 Class. Cyclone Underflow =~ 1.86/1.92 1.92 26.88/26.66 . 26.02
4 Class. Cyclone Overflow 1.77/1.88 1.70 32.21/32.37 . 31.73
5 Deslime Screen Unders (South) - - 1.04/1.04 .- 1.02 56.25/56.00 ... 54.97
BA Deslime Screen Unders (North) 1.72/1.68 -~ = 1.b9 38.97/39.24 38.44
6 Deslime Screen Disch. (South) ~ 1.47/1.47 1.41 20.91/21.04 20.77

6A Deslime Screen Disch. (North) - 1.77/1.83 1.69 24.19/24.15 23.65"

Note: Analyses on PETC Furnace Performed by CT&E Personnel.

Another area of QA/QC testing that has been performed at site is testing of the
Carpco Wet-Splitting Unit for accuracy and reproducibility. The testing was done
with three types of feed:

. Water-only testing
Coal/water slurry testing
. Magnetite/water slurry testing

The results from the testing, shown in Table 12 illustrate that the unit makes two
consistent 5.5 Wt% splits, that essentially match the composition of the waste
stream removed from the bottom (Split #3). The only problem is that a significant
portion of the feed is retained within the unit (0.3 to 1.8 Wt%), and the retained
portion is higher solids content than the splits, meaning that the splits are slightly
lower solids content than the actual feed sample. It appears that the solids retained
in the Carpco Unit essentially match the passing portion in composition.
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TABLE 12
WET-SPLITTING RESULTS FOR CARPCO UNIT

L. Water-Only Testing: {10,000 gram Feed Sample)
Removed Total
Recovery Recovery
Portion . {Wt%) _(Wt%)
Split #1 5.4 5.4
Split #2 5.6 5.6
Split #3 (Waste) 89.0 88.7
Total ‘ 100.0 100.0

I, Coal/Water Slurry Testing: (5,000 gram at 10.0 Wt% Solids)

Total Slurry Total Solids

Recovery Recovery Solids Ash
_ - _{Wt%) {(Wt%) Content Content
Portion {(W1%) {(Wt%, Dry)
5.5 5.3

Split #1 5.6 - 5.4 9.6 26.7

Split #2 87.3 84.2, 9.7 27.2

Split #3 (Waste) 1.6 5.1 9.6 26.9

Retained 100. 100.0 33.2 -

Total 10.0 --
. neti r_Slurry Testing: (Cleaner Mag Separator Concentrate
Sample)
Total Total Solids
Slurry Recovery Solids __ Solids Analysis
Recovery {(W1t%) Content MVDMoment Davis-Tube
Portion {(Wt%) (W1%] (Microns) (Emu/g) Rec. (Wt%)
5.3

Split #1 5.4 5.4 27.3 9.9 87.0 99.8
Split #2 5.5 85.8 27.3 9.9 87.1 99.6
Split #3 (Waste) 87.3 3.5 27.3 9.9 87.4 99.7
Retained 1.8 100.0 53.4 10.1 86.2 99.6
Total 100.0 27.8 9.9 87.3 99.7
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In May, additional testing was conducted using the Carpco wet-slitting device. Table
13 contains wet splitting results obtained for a Heavy-Media Cyclone Feed Sample
(Sample #7), containing a coal/magnetite slurry. Two methods were employed:

. Flushing after removing the splits (Test PHT #21) - which should be the best
method of obtaining an accurate "wt% solids" split.

. Flushing prior to removing the splits (Test PHT #22) - which should be the best
method of obtaining an accurate "solids composition” split.

The results in Table 13 verify the theories listed above, and illustrate that the splitting
accuracy of the Carpco -Unit is more than: acceptable, provided the slurry is well
mixed as it is poured into the unit.

Throughout the test program, Custom Coals did not need to employ the Carpco wet-
slitting device, because all samples were filtered in a timely fashion.

Five additional QA/QC issues weré also assessed and tested. They included:
. MTU/IMP Laboratory Investigation Results

. Davis-Tube Separation and Magnetic Moment Measurement, Reproducibility
Testing done by MTU's IMP.

. Wet Screening Accuracy Testing done by Custom Coals.

. Duplicate Testing and Sample Reproducibility Checks, done by Custom Coals
during the Heavy-Media Cyclone Components Tests

. Marcy Balance Sensitivity Testing

. Duplicate EMU Analysis on the Grade-M magnetite.
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TABLE 13
CARPCO WET SPLITTER TEST

WITH COAL/MAGNETITE SLURRY
(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite})

. Test PHT#21 - Cyclone Feed (Sample #7) - Flush after removing splits.

Slurry
Weight Direct

Sample _la) {Wt%) v

Split #1 965.2 5.8
Split #2 932.4 5.6
Solit #3 (Waste) 14.665.0 _88.6

- Rec. Total 16,5662.6 100.0
Split #4 (Losses) 3974 __ 23
Head 16,960.0 102.3

Total Solids
Weight  Direct Ash
—da.) (W%} (Wt%)
512.1 5.7 63.11
495.6 55 62.45
28030 _86.8 66.06
. 8,810.7 98.0 = 65.68
1832 __2.0 7596
8,9939 100.0 65.89 -

Solids

Content Direct

AWt%)  (Wt%)
53.1 23.3
53.2 - 23.8
53.2 2.7
53.2 219
46.1 33.0
-63.0 22.1

Ash Ash Micotrac Moment
Wit%) Wt%) {MVD)  {Emulg}
13.44 79.54 12.3 54.37
13.46 80.07 12.2 54.39
14.06 79.50 114 55.96
63.56 84.04 114 5790
15.55 79.54 1.4 55.99

D.T. Rec.
AWe%)

63.4
61.5
65.0
64.7
65.9
64.7

Note: Split #4 represents only portion left in splitter after initial split. it does not include water required to flush it out.

lI. Test PHT#22 - Cyclone Feed (Sample #7) - Flush Prior to Removing Splits.

— Slurry

Weight Direct
Sample g} (Wi%)
Split #1 1,081.1 5.8
Split #2 1,064.3 5.7
Split #3 {Waste) 16,5350 _88.5
Rec. Total 18,680.4 100.0
Losses (+) 166.2 0.9
Total Flush {- 14066 75
Head 17,440.0 934

Total Solids +500M Solids -500M Solids Analyses
Solids
Weight Direct Ash Content .Direct Ash Ash Micotrac  Moment D.T. Rec.
g}  _(Wt%) (Wt%) _(Wi%) (Wit%) {W1%} {W1%) AMVD)l  (Emu/g) _(Wt%}
544.9 5.8 64.70 50.4 226 17.14 78.71 12.2 55.01 63.6
526.1 5.7 67.59 49.4 23.2 16.34 81.15 12.0 56.22 63.3
82600 _88% 6532 50.0 208 1741 82.44 115 56.05 66.6
9,331.0 100.0 65.41 50.0 21.0 17.36 82.11 11.6 56.00 66.2
0.0 - - 0.0 - - - - - -
__&-Q — —_— ._QQ ~ = o os = b
9,331.0 1000 654 63. 21.0 17.36 82.11 11.6 56.00 66.2
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MTU/IMP LABORATORY INVESTIGATION RESULTS

In February 1995, Custom Coals subcontracted MTU's IMP to perform a laboratory
investigation to determine required laboratory procedures for the fine-coal and
magnetite slurry and solid samples that will be generated during the project testing.
The main analytical concerns were obtaining accurate and reproducible:

density, viscosity, and agglomeration measurements
magnetics/nonmagnetics separations

magnetics analyses (ie., magnetic moments and compositions)
magnetics and nonmagnetics size analyses, down to submicron sizes.

The goal was to have MTU's IMP to continue to provide laboratory analyses services,
for the project test samples, usmg the equnpment and procedures they developed -
during this mvestlgatlon

Mi Size Anal

One of the first areas of concern was developing sample pretreatment methods to
obtain accurate particle size analysis of solids and slurry samples, using the IMP's
Leeds and Northrup Microtrac Particle Size Analyzer. During the testing, the IMP

staff found that three pretreatment steps were necessary to obtain accurate and
reproducible size analyses with the unit. It was included that:

. The samples had to be wetted in the presence of a surfactant, if they were
dry, to enhance both wetting and dispersion.

. The samples had to be demagnetized to ensure that any magnetite
agglomerates were broken up.

. The samples had to be treated with an ultrasonic probe, for 5-10 minutes to
ensure that all coal agglomerates were broken up.

The samples had to also be well agitated during these steps, as well as during
removal of the small portion for analyses, to ensure good dispersion and a
representative sample.

Once these procedures were followed, the IMP staff found that they could obtain
essentially identical analyses for paraliel splits, even when one split had been filtered
and dried and the other had not. They also found that the Microtrac analyses for
feed, magnetics, and nonmagnetics balanced around their magnetics separations,
which was also an important QA/QC test.
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As a check of their Microtrac analyses for bias, the IMP also sent samples of the feed
magnetite to another laboratory (PTLL) for testing in a similar machine (a Malvern
Unit), and also did an elaborate particle counting analysis in there SEM to determine
the particle size populations. The size distribution proved to be very similar with the
following reported results:

L MTU's IMP Mitrotrac - 5.7 micron mean volume diameter (MVD).
PTLL's Malvern - 5.8 micron mean volume diameter (MVD).
L MTU's IMP SEM - 6.2 micron mean volume diameter (MVD).

For the remainder of the project the -500M particle size analyses will be done with
the IMP's Microtrac. :

Table 14 shows some solids density measurements that the IMP has performed as
part of their investigation. Once they switched to kerosene as the measuring media,
the accuracy and reproducibility of their measurements greatly improved (to +/-.02
SG units) over those .obtained with water, due to |mproved wetting. All reqmred
solids density measurements will be done by the IMP.

Davis-Tube Separation Testing (M ite Oniv)

The first step in MTU's IMP Davis-Tube separation testing was to determine a profile
of Amps vs. Gauss for their Davis Tube and see if the separations matched earlier
work during this project by Eriez Magnetics. The results provided essentially
identical, except that MTU recovered all nonmags, so they could reconstitute yields
from weights of both products, as well as from feed and mags weights. The IMP
also determined that once magnetics saturations were reached on the Davis-Tube
{ie., at about 0.7 amps), the recoveries remained constant, up to the maximum
setting of 1.7 amps. This indicated that any amp level could be used between 0.7
and 1.7 amps to lead to similar results. However, they later found that when the
highest 1.7 amp level was used the Davis-Tube had much higher capacity (ie., up to
6 grams of magnetics). This proved to be desirable to allow bigger samples, and
subsequently more nonmagnetics to analyze, and better overall particle recovery (ie.,
approaching 99 Wt%). It was therefore decided that all Davis Tube measurements
would be made at 1.7 amps.
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TABLE 14
SOLIDS DENSITIES
(Measured with Kerosene)
SAMPLE _SG
PennMag Grade-K "Old" Magnetite 4.73
DOE 90-X Magnetite 4.86
Hi-Temp. Magnetite 4.57
Pittsburgh No. 8 {-325 M) 1.68
Lower Kittanning (-325 M) 1.42

In combination with the Davis-Tube separations, the MTU's IMP has also made
magnetic moment measurements of the feed, mags, and nonmags to compliment the -
measurements.. Table 15 shows the results for separations with the initial PennMag
Grade-K magnetite (old magnetite), which has a pure magnetics moment of about 84
Emu/g, and the coarser Lot #1, PennMag Grade-K Magnetite from PeaRidge (new
magnetite) which has a pure magnetics moment of about 87 Emu/g. The results
indicate the occasional and unexplained inefficiency of magnetics separation with the
Davis-Tube, for coal and magnetite mixtures, as shown by the drop in Emu/g of the
magnetics product (see DT-33, S-15, and S-16) and the higher than expected Emu/g
of the nonmagnetics (see DT-33).

The inefficiencies, illustrated in Table 15, are not understood. As a result, the
product team plans to compliment the Davis-Tube separation results, with magnetics
moment measurements, so that magnetics contents and magnetics losses can be
calculated two ways: '

From Davis-Tube magnetics at 1.70 amps.
. From magnetics moment of all samples (feeds, mags, and nonmags).

Another advantage of the magnetic moment measurements is that they allow a quick
and inexpensive estimate of magnetics content of a sample. For instance, for the
new magnetite testing the magnetics content can be estimated by measuring the
sample Emu/g and dividing it by 87 Emu/g (the magnetic moment of pure magnetics).
This has proven to be a valuable tool in the project testing.

40-




6TH QUARTER TECHNICAL PROGRESS REPORT

DOE Contract No. DE-AC22-93PC92206

DAVIS-TUBE AND MOMENT BALANCES

TABLE 15

{Old and New PennMag Grade-K Magnetite)

1 OLD MAGNETITE:

Test
Number Feed Description
DT-24  Magnetite Only
DT-37  Pitts. No. 8 Coal Only
DT-33  Sim. Cyclone Feed
(1.0/4.7g. Coal/Mag.)
In. NEW MAGNETITE:
Test
Number Feed Description
DT-54  Magnetite Only
S$-13 Cyclone Feed
S-156 Final Coal Product
S-16 Scav. Mag. Sep.

Tailings

Sample
Mags

Total
Mags

Total
Mags

Total

Sample
Mags

Total
Mags
Total
Mags
Non Mags
Total
Mags

Non Mags
Total

-41-

Weight
(Grams)

5.64
5.91
0.00
5.87
4.32

5.62

Weight
!ﬁrgms!

4.92
0.04
4.96
4.00
5.83
0.05
15.81
0.05

8.45

Weight
(Wt%)
95.5

_45
100.0

0.0

100.0
100.0

- 76.9

23.1
100.0

Weight
{Wt%)
99.2

- 0.8
100.0

68.7

-31.3
100.0

0.3
99.7
100.0

0.6
99.4
100.0

Mome
Moment Dist.
(Emu/g) {(W1t%
84.30 99.9
—]—Lm J—Q.'
80.55 100.0
0.00 0.0
_0.21 100.0
0.21 100.0
80.40 99.3
1.67 0.6
62.21 100.0
: Mome
Moment Dist.
{Emu/qg) {(Wt%
86.74 99.9
_71.35 0.0
86.10 100.0
87.07 99.7 .
_0.63 0.2
59.98 100.0
83.71 67.8
0.12 32.1
0.37 100.0
70.67 54.2
_0.36 45.7
0.78 100.0
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DAVIS-TUBE AND MAGNETIC MOMENT REPRODUCIBILITY TESTING

During May, MTU’s IMP performed a number of duplicate analyses to observe the
reproducibility and closure of the Davis-Tube magnetics separations and magnetic
moment measurements they perform, as part of their routine analyses for the project.
Table 16 illustrates duplicate Davis-Tube separations for two methods they have
tested during the project. All four separations were performed with identical dried
splits of a Combined Drain Screen Underflow Sample (Sample #16) from the
commissioning tests. The two methods tested included:

e  Complete water evaporation of the Davis-Tube products to ensure complete,
particle recovery, followed by magnetics moment analyses (Lab. No. S-8-1A &
S-8-1B).

L Partial settling of Davis-Tube products followed by decanting and micropore

filtering (Lab. No. S-8-2A & S-8-2B).
The second method was the standard method MTU's IMP normally employs.

The results in Table 16, and in other duplicate tests, illustrates that either method
leads to very good reproducibility of separations (ie., magnetics yields, moment
measurements, and moment distributions). The major difference is that the water
evaporation method causes a significant weight gain due to precipitation of solids
from the vast amount.-of.water-used in the-Davis-Tube Procedure; whereas, the
normal method leads to a slight weight loss due to decanting and filtering losses.
Custom Coals has decided that the normal method (ie., decanting and filtering) is
preferred, and has setup procedures to maximize sample size so that the slight losses
of colloidal and/or soluble particles do not skew resulits.

Similarly, Table 17 contain a number of duplicate magnetic moment measurements
for samples with vastly differing magnetics contents. The results illustrate that the
moment measurements are reproducible to within 0.3 to 0.7 EMU/g. This does not
create a problem for high EMU content samples, but can cause significant
percentage-basis errors for samples containing minute amounts of magnetite (ie., see
R.E. Magnetic Separator Tailings in Table 17). Custom Coals plans to duplicate and
tripulate the magnetic moment samples, and also plans to combine the moment
measurements with Davis-Tube separations, to reduce the likelihood of errors and
ensure that accurate determinations of magnetics losses are obtained during
integrated testing.
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TABLE 16
DAVIS-TUBE SEPARATION
ACCURACY AND REPEATABILITY TESTING
(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite)

MTU/IMP Particle Recovery Davis Tube Weight Weight Moment Moment
Lab. No. Method/Approach —Product —{a) {Wt%) A{Emu/g) Dist. (%)
5-8-1A Water Evaporation Mags 6.444 82.46 85.099 99.85
NonMags 1.371 172.54 _0.601 —0.15
Recon. Feed 7.815 100.00 70.275 100.00
Head 7.537 - 74.084 -
5-8-1B Water Evaporation Mags : 6.893 © 82,09 86.007 99.83
Recon. Feed 8.397 100.00 70.719 100.00
Head 8.064 - 74.084 -
- 5-8-2A - Settle, Decant, & Filter Mags 6.424 - 85.61 85.285 99.84
NonMags 1.080 -14.39 0,595 —0.16
Recon. Feed 7.504 - 100.00  73.096 100.00
Head 7.527 - 74.084 -
5-8-2B Settle, Decant, & Filter Mags 5.301 85.96 87.052 . 99.84
Recon. Feed -~  6.167 100.00 74.948 100.00

Head 6.254 - 73.986 -

Notes: All four separations done with identical splits of Test CMT#1, Sample #16
(Combined Drain Screen Underflow), from Commissioning Tests.
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TABLE 17
MAGNETIC MOMENT
MEASUREMENT REPRODUCIBILITY
(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite)

Magnetic Moment
MTU/IMP Test Sample " Davis Tube Dup. #1 Dup. #2 Avg.

Lab N Numt Numt S le D . Prod (Emu/a) (Emu/a] (Emu/a)
S-2 MT #2 #40 Cleaner Magnetic - Head 86.995 86.800 86.897
Separator Conc. Mags 87.324 86.989 87.156
s-8 CMT #1 #16 Combined Drain . Head . 74.886 74.783 74.834
Screen Effluent Mags .. 85.577 84.993 85.285

NonMags 0.636 0.554 0.595

S$-14 CMT #1 #22 Rinse Screen ’ Head : 8.746 9.441 9.093
Refuse Discharge NonMags 0.297 0.316 0.307

S$-16 CMT #1 #36 R.E. Magnetic Head 0.922 0.940 0.931
Separator Tails NonMags 0.723 0.437 0.580

Note: All measurements done with 0.03 to 0.15 gram sample dependent on bulk density of
sample.
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WET SCREENING ACCURACY TESTING

Custom Coals performed QA/QC testing to assess the completeness of the 500M -
wet screening being done with the homemade, vibrating-vacuum unit being used at
site (see results in Table 18). In the testing, samples of heavy-media cyclone
overflow (Sample #9A), underflow (Sample #8A), and feed (Sample #7) were
subjected to normal screening and washing, where the sample is assumed complete
once the lab screen effluent becomes clear (PHT#1). The washing amounts were
also doubled in a similar test to access any improvement (PHT#2). Since all the
magnetite is slightly finer than 500M the distribution of magnetics offers the best
possible quantification of screening efficiency. The results in Table 18 illustrate, that
in all cases, over 99.95 Wt% of the sample magnetics were screened into the
500Mx0 fraction, where they belong. This is extremely efficient, and illustrates that
the normal washing approach is more than adequate for our test samples. - ’

DUPLICATE TESTING AND SAMPLE REPRODUCIBILITY

The final set of QA/QC-related tests, performed in May were duplicate testing and
sampling done as part of the Heavy-Media Cyclone Component Testing.  These tests
were performed during the second batch of Heavy-Media Cyclone Component Tests
(PHT#11-#20), at 10:1 media-to-coal ratio, after the inadequate mixing occurring
during batch #1 had been principally corrected. Table 19 contains the results from
two identical, back-to-back tests and illustrates the good performance reproducibility
that can occur when the mixing stays steady.

By contrast, Table 20 shows the variability of a number of "actual” and
"reconstituted” feed samples that were taken over a slightly longer period. The
results indicate that the mixing is not yet perfect, and there are random and biased
variations that occur as the sump volume is dropping that need to be considered
when drawing conclusions from the data. -
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TABLE 18
QA/QC TEST FOR ON-SITE WET SCREENING
(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite)

PHT#1 (Normal Washing) PHT#2 (Double Washing)

Sample #9A  Sample #8A  Sample #9A  Sample #8A Sample #7
Cyclone Cyclone Cyclone Cyclone Actual

_Qverflow _Underflow - _OQverflow _Underflow —.Feed

T 325M Size Fracti

Weight Distribution (Wt%) 44.9 7.3 47.4 4.2 22.9
Magnetics (Wt%) - - 0.01 0.44 0.01 0.41 0.07
Magnetics Distribution (Wt%) - 0.01 0.04 0.01 0.02 0.02
Weight Distribution {Wt%) 5.7 2.4 7.9 1.5 4.2
Magnetics (Wt%) 0.03 0.40 0.04 0.47 0.17
Magnetics Distribution (Wt%) 0.00 0.01 - 0.01 0.01 0.01
Weight Distribution (Wt%) 49.4 90.3 44.7 94.3 72.9
Magnetics (Wt%) : 93.78 96.97 85.33 . 94.96 94.22
Magnetics Distribution {(Wt%) 99.99 99.95 99.98 99.97 99.97
Weight Distribution (Wt%) 100.0 100.0 100.0 100.0 100.0
. Magpnetics (Wt%) 46.33 87.61 38.156 89.57 68.71
Magnetics Distribution (Wt%) 100.00 100.00 100.00 100.00 100.00

Note: Magnetics (Wt%) determined from Davis-Tube Separations'on all size fractions.
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SLURRY COMPOSITION

Slurry Feedrate (GPM)
Slurry SG
Solids Content (Wt%)

OVERALL SOLIDS PERFORMANCE

Yield (Wt%])
Proportion (Wt%)
Ash Content (Wt%)

TOP X 325M PERFORMANCE

Yield (Wt%)
Proportion {(Wt%)
Ash Content (Wt%)

325 X 500M PERFORMANCE

Yield (Wt%)
Proportion (Wt%)
Ash Content (Wt%)

500M x O PERFORMANCE
Yield (Wt%)
Proportion (Wt%)
Ash Content (Wt%)

DOE Contract No. DE-AC22-93PC92206

1.31
48.3

51.6
100.0
42.49

79.4
25.3
6.19

76.3
121
4.83

42.8
62.5
64.46

TABLE 19

DUPLICATE TEST RESULTS
HEAVY-MEDIA CYCLONE COMPONENT TESTS

(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite)

Sample 8A
Cyclone

Underflow

1.80
59.3

48.4
100.0
87.15

20.6
7.0
58.38

23.7
4.0
24.00

57.2
88.9
92.35

Test PHT #18 Results

Sample SA
Cyclone

_Overflow

Recon.

Feed .

36.2
1.48
63.1

100.0
100.0
€64.11

100.0
16.5
16.94

100.0
8.2
9.37

100.0
75.3
80.41

Test PHT #19 Results

Sample 9A
Cyclone

Qverflow

1.32
48.6

50.9
100.0
45.17

78.8
23.7
6.32

75.0
11.3
4.96

43.0
65.0
66.32

Sample 8A
Cyclone

Underflow

1.80
69.5

49.1
100.0
89.32

21.2
6.6
59.82

25.0
3.9
26.24

57.0
89.5
94.24

Recon.

Feed

36.2
1.50
53.4

100.0
100.0
66.81

100.0
15.3
17.66

100.0
7.7
10.28

100.0
77.0
82.23

Note: Both tests performed at 10:1 media-to-coal ratio, at 90 PSI feed pressure, with 0.12 square inch inlet
1.0 inch vortex, and 0.875 inch apex in 4" Heavy-Media Cyclone.
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TABLE 20
DUPLICATE FEED SAMPLE RESULTS
HEAVY-MEDIA CYCLONE COMPONENT TESTS
(Pittsburgh No. 8 Seam Coal, Grade-K Magnetite)

Test
PHT #19
Test PHT #18 Results Results Test PHT #20 Resul
Actual Recon. Recon. Recon. Actual
_Feed _Feed _Feed _Feed _Feed

SLURRY COMPOSITION

Slurry SG - 1.48 1.50 1.50 -

Solids Content (Wt%) 53.4 53.1 3.4 3.4 3.4
OVERALL SOLIDS ANALYSIS

Proportion {(Wt%) 100.0 100.0 100.0 100.0 100.0

Ash Content (Wt%) 69.82 64.11 66.81 67.01 64.84
TOP X 325M ANALYSIS

Proportion (Wt%) 13.4 16.5 15.3 15.1 16.7

Ash Content (Wt%) 19.36 16.94 17.66 17.64 © . 16.56
325 X 500M ANALYSIS

Proportion (Wt%) 7.2 8.2 7.7 7.5 8.1

Ash Content (Wt%) 11.33 9.37 10.28 9.35 9.09
500M X O ANALYSIS

Proportion (Wt%) 79.4 75.3 77.0 77.4 75.2

Ash Content (W1%) 83.64 80.41 82.23 82.23 81.57

Note: All Tests performed with same feed batch at 40.0 Wt% Media Contamination.
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MARCY BALANCE SENSITIVITY TESTING

During June CCIl conducted a sensitivity test on the Marcy Balance to assure that
accurate specific gravity measurements were being obtained. CCl decided to
conduct this sensitivity test since in many cases the measured specific gravities of
the 4" heavy media cyclone overflow and underflow did not agree with the calculated
specific gravities of the-overflow and underflow. . Before conducting the sensitivity
test the Marcy Gauge was calibrated with water and known specific gravity test
samples. The results of the calibration indicated that the Marcy Balance was
producing accurate results. Next, researchers developed four means to determine the
sensitivity of the Marcy Balance. First the Marcy cup was allowed to overfill the
entire cup before removing it from the correct media stream. Any material that was
deposited on the sides of the cup were not removed and the cup was then placed on
the Marcy Balance (column #1-Table 21) and a reading was obtained.  Second, the
cup was then removed and the sides cleaned to remove any material that was
deposited on the cup sides before another reading was obtained (column #2 - Table
21). Next the media in the cup was removed and the cup was cleaned. The cup
was then filled only to the overflow holes allowing any material that was deposited
on the sides of the cup to remain and another reading was taken (column #3 - Table
9). Lastly, the cup was removed and the sides cleaned to remove any material that
was deposited on the cup sides before another reading was obtained (column #4 -
Table 9).

As can be seen from Table 21 the small amount of material deposited on the sides of
the cup had almost no influence in the specific gravity reading. However, overfilling
the Marcy cup had' a significant influence on the specific gravity reading. This is
most likely do to the solids setting in the cup during the time the sample is taken until
the cup is placed on the Marcy Balance. By the time the cup is placed on the Marcy
Balance most of the solids have settled below the overflow holes concentrating the
solids in the Marcy cup which falsely increases the specific gravity reading of the
Marcy Balance. During future test work, efforts will be made not to overfill the
Marcy cup, and calculated specific gravities will be used instead of measured specific
gravities if the measured vs. the calculated specific gravities differ by a large
percentage.
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TABLE 21: Marcy Balance Sensitivity Test Results

1.440 1.430 1.410 1.410 1.42
1.4356 1.430 1.400 1.400 1.43
1.435 1.430 1.400 1.400 1.43
1.435 1.425 1.405 1.405 1.43
1.430 1.430 1.410 1.410 1.43
1.430 1.430 1.410 1.405 1.42
1.430 1.430 1.410 1.405 1.43
1.433 1.429 1.406 1.405 1.427 AVE

During this quarterly technical progress report two additional QA/QC issues were -
assessed. They included:

. Reconstituting the Grade-L magnetite magnetics and non-magnetics - size
fractions to assure that their reconstituted head agreed with the "as received”
magnetite size consist.

. Assuring that the Grade-L magnetite size analysis did not change after
numerous hours of integrated testing.

RECONSTITUTION OF GRADE-L MAGNETITE

During August concerns arose, regarding the Microtrac results of the "as received"
magnetite vs. the 1.7 Amp Davis Tube magnetics of the magnetite in that the
magnetics fraction of the magnetite was approximately 1 MVD finer than that of the
"as received” magnetite. As a result, MTU's IMP performed Microtrac analysis on:

° The Grade-L "as received” magnetite.
. The 1.7 Amp Davis Tube magnetics from the Grade-L magnetite, and
. The 1.7 Amp Davis Tube non-magnetics from the Grade-L magnetite.

MTU's IMP then reconstituted the magnetics and non-magnetics fractions to obtain a
reconstituted "as received” sample. The results are contained in Table 22.
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Table 22: Reconstituted Grade-L Magnetite Comparison

+88 0.0 0.0 0.0 0.0

88 x 62 0.0 0.0 0.0 0.0
62 x 44 0.0 0.0 0.0 0.0
44 x 31 0.0 0.0 0.0 0.0
31x22 0.0 0.0 0.0 0.0
22 x 16 1.1 - 0.8 ' 3.5 0.9
16 x 11 8.6 7.9 13.7 - 8.2
11x7.8 24.5 - . 23.2 27.0 23.4
7.8x5.5 43.7 42.6 40.3 42.5
5.5x3.9 58.9 57.9 50.5 57.6
3.9x2.8 75.9. . 76.8 65.1 76.3
2.8x1.9 91.0 92.1 82.6 91.7
1.9x1.4 96.3 96.6 91.3 96.4
1.4x0.9 99.3 99.2 ‘ 97.3 99.1

-0.9 100.1 100.1 99.8 100.1

As can be seen from Table 22, the reconstituted head results agree extremely well
with the "as received" results. Table No. 22 also indicates that the non-magnetics
fraction is coarser than the magnetics fraction which explains the 1 MVD size
difference between the "as received” magnetite and the 1.7 Amp Davis Tube
magnetics.
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GRADE-L MAGNETITE COMPARISONS

When removing the Grade-L magnetite from the Micro-Mag circuit a sample of the
circulating media was obtained and analyzed for size and magnetic moment. This
was done to assure that the magnetite quality did not change after numerous hours
of processing during the primary integrated testing. Table 23 compares the results

for the Grade-L magnetics before processing and after processing.

Table 23: Grade-L Magnetite Magnetics Comparison

Vol. Cum. Vol. Cum.

+22 3.1 100.0 3.4 100.0
22x 16 10.7 96.9 10.1 96.6
16 x 11 17.6 86.2 16.4 86.5
11x7.8 20.1 68.6 19.2 70.2
7.8 x5.5 18.3 48.5 18.0 50.9
5.6 x 3.9 15.8 30.2 17.3 32.9
3.9x2.8 10.0 14.5 11.1 15.6
28x1.9 2.7 4.5 2.7 4.5
1.9x1.4 1.5 1.7 1.5 1.8

-0.9 0.3 0.3 0.3 0.3

MVD 6.64 6.51

Dgo 12.78 12.72

Dso 5.67 5.42

Dqo 2.40 2.34
EMU/gm 77.24 77.02

As can be seen from Table 23, the magnetics fraction of the Grade-L magnetite
quality after processing in the Micro-Mag circuit is identical to that of the as received.

GRADE-M DUPLICATE EMU ANALYSIS

During November while performing Davis-Tube magnetic analysis on the two Grade-
M primary integrated tests (PIT #9 and #10) it became obvious from the high ash
contents in the Davis Tube tailings that the Davis Tube was unable to provide
accurate magnetic analysis on the Grade-M magnetite. As a result, researchers were
unable to compare the Davis Tube magnetics to those of the EMU magnetics to
assure accurate magnetic analysis was being obtained. With no second method to
verify magnetic content of samples, researchers decided to run duplicate EMU
analysis on numerous samples to assure that the EMU magnetic analysis was
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repeatable and could by itself be relied upon for magnetic analysis. The results from
these duplicate samples are contained in Table 24.

TABLE 24: Comparison of Duplicate EMU Analysis

Sample No. Original EMU Measurement | Duplicate EMU Measurement
84 76.629 76.025
85 74.479 74.411
87 44.545 44.544
88 21.862 22.037
a0 64.929 65.227
92 , 79.201 80.005
99 59.337 60.091
100 23.539 23.007
102 - 51.289 51.298

As can be seen from Table No. 24, the duplicate EMU measurements compare
extremely well to the original EMU measurements. With such excellent duplication
results, EMU measurements will be used to determine magnetic content on all Grade-
M magnetite test runs.

5.7.3 CIRCUIT TESTING RESULTS

The main circuit testing and analytical tasks occurring this quarterly period included:

Conducting four “closed looped” heavy-media cyclone tests {two tests with
0% contamination and two tests with 40% contamination) using the Grade-M
magnetite.

Conducting two primary integrated tests using the Grade-M magnetite and the
Pittsburgh No. 8 seam coal.

Conducting three “closed looped” heavy-media cyclone tests with 0%
contamination using a commercial Grade-E magnetite and the Pittsburgh No. 8
seam coal.

Conducting one Lower Kittanning seam classifying cyclone test.

Conducting an 8-hour long duration test on the Micro-Mag circuit using the
Lower Kittanning coal and the Grade-M magnetite.

Conducting a 36-hour long duration test on the Micro-Mag circuit using the
Pittsburgh No. 8 coal and the Grade-L magnetite.
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Complete analytical results from the above testing have not yet been analyzed.
However, preliminary data analysis was completed on the Grade-K and Grade-L
“closed looped” heavy-media cyclone tests.

From this analysis, partition curves were constructed for the Grade-K and Grade-L
heavy media cyclone tests. The curves were computer generated using a modified
logistic function. A summary of the partition valves are contained in Table 25 while
the actual partition curves are illustrated in Figures 11 thru 18.

TABLE 25: Heavy-Media Cyclone Performance Results - Grade - K & L Magnetites

OPERATING CONDITIONS = CYCLONE PERFORMANCE
TEST Magnetite Contamination Feed Pressure 48M x 200M 200M x 500M 48M x 500M
NO. Grade Level ' PSI :
) k Ep Dso Ep Dso Ep Dso
PHT #23 Grade-K 0% 88 0.080 2.08 0.116 2.29 0.091 2.13 -
PHT #26 Grade-K 0% 19 0.080 1.99 0.104 2.25 0.115 2.08
PHT #30 Grade-K 40% 88 0.085 1.94 0.140 2.24 0.131 2.06
PHT #31 Grade-K 40% 19 0.107 1.82 0.228 2.14 0.184 1.91
PHT #35 Grade-L 0% 88 0.053 1.73 0.154 1.96 0.087 1.74
PHT #32 Grade-L 0% 19 0.072 1.68 0.187 1.92 0.092 1.70
PHT #40 Grade-L 40% 88 0.067 1.64 0.179 1.83 0.086 1.67
PHT #39 Grade-L. 40% 17 0.103 1.58 0.437 2.09 0.180 1.67

The following conclusions and observations can be made from Table No. 25 and
Figures 11 thru 18:

When using the Grade-K magnetite, the Eps for the 48M x 200M (0.080 vs
0.080), the 200M x 500M (0.116 vs 0.104), and the composite 48M x 500M
(0.091 vs 0.115) were nearly identical with the cyclone operating at high or
low pressure when 0% fines contamination was present.

With 40% fines contamination present, the EPs for the 48M x 200M and the
200M x 500M were lower when the cyclone was operating at high pressure
for both the Grade-K & L magnetites.

As might be expected, the Eps were lower when the cyclone was operating at
the same pressure for both the 48M x 200M and 200M x 500M when no
fines contamination was present for both the Grade K & L magnetites.

Better Eps were obtained on the 48M x 200M when using the finer Grade-L
magnetite with the cyclone operating at the same conditions. However, for
some yet unexplained reason the Eps were better on the 200M x 500M size
fraction when using the coarser Grade-K magnetite.
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Figure 11

Fitted Partition Curves for PHT #23
(Grade K Magnetite, 88 PSI, 0% Fines)

(Preliminary)
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Figure 12
- Fitted Partition Curves for PHT #26

(Grade K Magnetite, 19 PSI, 0% Fines)

(Preliminary)

— SV‘: -




Fraction Reporting to Clean Coal

1.2 14 1.6 1.8 2 2.2 2.4 2.6

Relative Density

Figure 13
Fitted Partition Curves for PHT #30
(Grade K Magnetite, 88 PSl, 40% Fines)

{(Preliminary)
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Figure 14
Fitted Partition Curves for PHT #31

(Grade K Magnetite, 19 PS|, 40% Fines)
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Fitted Partition Curves for PHT #35
(Grade L Magnetite, 88 PSI, 0% Fines)

(Preliminary)
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Figure 16
Fitted Partition Curves for PHT #32

(Grade L Magnetite, 19 PSI, 0% Fines)
{Preliminary)
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Figure 17 »
Fitted Partition Curves for PHT #40

(Grade L Magnetite, 88 PSI, 40% Fines)

{(Preliminary)
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Figure 18
Fitted Partition Curves for PHT #39

(Grade L Magnetite, 17 PSI, 40% Fines)

{(Preliminary)
I




T T ICAL PR EPQORT DQE Contr. DE-, 2-93P 2!

° With the cyclone operation at 0% fines contamination and high pressure the
composite 48M x H500M size fraction Eps were nearly identical (0.091 vs
- 0.087) for both the Grade-L and Grade-K magnetites.

. The cut point (D50) was extremely high (2.0-2.1) when using the Grade-K
magnetite. However, when using the finer Grade-L magnetite the cut point
(D50) shifted about 0.4 S.G. units lower to approximately 1.7 S.G. This is
still surprisingly high when you consider the circulating media was 1.4 S.G.

i - Task 80, Analytical h5-14

As discussed in previous Quarterly Reports the analytical requirements have been
determined. They are:

. Custom Coals on site laboratory performed % solids, ashing, wet screening,
and sample preparation

. MTU’s IMP performed density, magnetics/nonmagnetics separations, ashing
on the 500M x O nonmagnetics and microtrac analysis.

. CTE's Kentucky laboratory performed all fine washability analysis.
. CTE’s Pennsylvania laboratory performed sulfur, sulfur forms, and Btu
analysis. :

The circuit decommissioning task has been deleted from Custom Coal's Contract as
DOE has elected to leave to Micro-Mag circuit in place for possible future testing. As
a result, the 20K that was budgeted for decommissioning the circuit will be used for
additional testing. However, all equipment will be transferred to DOE possession
prior to Custom Coals leaving site.

i 10 - k 1 : Data Evaluation (Mon -1

The data evaluation task began in January 1995 with the Laboratory Procedure
Investigation and will run through October 1996. It will include evaluation of the
preliminary laboratory procedure studies done prior to the circuit commissioning, as
well as evaluation of all the circuit commissioning and testing results. Custom Coals’
Project Manager will keep up on all data evaluation and present it in a timely fashion,
within the Monthly Technical Status Reports and Quarterly Technical Progress
Reports.
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- Task 1100: Final R in nths 15-1

Custom Coals anticipates submitting a Draft Final Report in September 1996. The
report will contain:

A chronology of the project events by task series.

A summary of all testing results, sample analyses, and data
calculations.

A list of the major project conclusions with specific emphasis on the
project objectives.

A discussion of the project successes and failures with specific
emphasis on methods of eliminating problems in future projects.

An economic evaluation of the micronized magnetite project, including
case studies for scale-up of the as-tested circuit.

After review by DOE's Technical Project Management Team, the Draft Final Report
will be revised and resubmitted.

SECTION 6 - GOALS FOR NEXT QUARTERLY REPORTING PERIOD

Since the Micro-Mag project has been placed on “hold” until August of 1996, no
goals are scheduled for the next reporting period.
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