(222)

V-FIRERORBRERBR L SERT RE

‘82— 5243

L

E R

13

i

(RERXSTDHSOY/ —FKARTONEADEHEE FH3#H)

BEREBIXE BB M

Y —#KEIR 7 v & 2% OREBEIR TR £k~ ds,

RINEER ZREE SREEE
JIRARE. BEHEOBAEX

fEFS5 449 AEMBRHEHD

Lk, BEOUENAEIN, IIHVERELAY —FKER 7T 2R 5BYLTEANDT, TWCHET S

I

& ERMUEAS

Table - 1

Summarization of improvements by each process

Unit process

Troubles

Improvements

current process.

1. Slag size 1) Work was inefficient owing to a lot of 1) Omission of process and rise of alkali
(-15 m/m) process. " recovery by introducing new development
control 2) Alkali-loss was much. process.

2. Extraction 1) Z-value control was difficult by counter- | 1) Adoption of parallel-current combined

and extrate circulating process.

3. Concentration

1)

2)

Crystal which separation is difficult was
generated because of Z-value increasing.
Operation efficiency or alkali recovery
“quantity was small on account of
treatment-loss of evaporator surrounding
deposit.

1

2)

Recovery crystal form is adopted Na;COj3
* H,0 by Z-value control.

Establishment of prevention against
deposit and speedy dissolution
technique.

(m3

BERZ7AEX#EET7A—

(Waste gas) (( Size-controlled slag))

(Shot iron (( CO2 containing heat gas))
¢ (Cake) k
s l l(( Water)) .
: Z-value 1 Z-value
Magnetic control . control Crystal
separator Extractor 35 Filter Evaporator Crystal separator,
T containing containin
i . t extrate * slurry
(Sludge) { » : input " . A4
Product
() : output Soda ash )* "1 Dryer
Fig.1l Qutline of soda ash recovery process

(vl

EABRESEOEES BINBHES

& 600) 611 tM. 5| A ek
e Crystal P 507
‘E:j 500} form NaHCOj Na,;C03+H20 S ———— —_————
3 = Na,COa* Design- .
< "E 400} a2 3 . value 500 (1) ﬁ § %
= NaHCO
a Q 3 4 n
¢ E 300} 2H,0 gk & i
g = 79 —8216
2 200
100} @ HHb
o L Il L 1 i i I 1 L Il 1 L 1 1 L I 1 1 L Ll %E t %
79, 10 1112802 3 4 5 6 7 8 910 11 12'8L 2 34 56 7 8 910 11
/g }¥ [Year/month] /% 79—8733
Fig.2 Transition of soda ash recovery quantity
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