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.On Experiments for Industrial
Production of Iron Ore Pellets.
} (Study on iron.ore pellets— 1)
Shizuwo Harapa, Wataru IwauasHi,
Hachiro Tsuxamoto and Shiro MIYAZAKL.
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- Table . Summary of data on 1 t/D tests.

‘| Run! | Run2 Run 3 Run4 | Run5
' Shimokita iron sand (%) 70 70 50 50 50
Percentage of ores {Ihlngun ore (%) 30 30 50 50 50
Size of green balls ) (mm) 20 20. 20 20 20
Total naturai gas used (m3) 350°65 376°25 34700 334°55 129010
Total weight of products (kg) 1,442 1,331 2,317 2,840 4,862
Total time of operation (h) 57 52 445 44 90
Total time of operation in normal running (h) 49 43°5 41 _ 38 76

Weight of product per hour in normal . . .s . .
running - (kg/h) ‘31 _2 34+7 626 76°0 62*3

Gas consumption per hour in normal . . . . van

‘running (n%/h) 527 793 | 793 7°62 7°80
Heat requirement per ton product (kcal/t) 1,435,737 1,930,000 |1,076,000 | 850,000 [1,064,000
Temperature of firing °O) 1,100 1,150 | © 1,050 1,050 1,150
‘Strenght of pellets (kg) 99+3 863 772 166°5 16376
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Table 2. Summary of data on 7 t/D tests.
Run 1 Run 2‘ Run 3 Run 4 ! Run 5 Run 6
Percentages of ores Shimokita iron sand 40 T 40 - 40 30 35 30
Dungun ore 30 30 30 40 40 50
. Pyrite cinder 30 30 30 30 25 20
Size of griding % of 200 mesh under 56°7 657 684 655 64*3 62°5
Size of green balls (mm) | 20~25 0~30 | 20~30| 25~30| 25~30| 25~30
A\g;:l'lasge moisture per centage of green %) 5 5 12°5 14°0 13°2 152 )
-Natural gas used in combustion chamber (m?) 1,876 2,289 2,784 10, 720 5,637 6,460
Natural gas used for drying (m3) 0! 0 968 ‘ 3,784 ¢ 1,937 2,191
Total time of operation (h) 100 128 186°5 | 771 | 350 333
Weight of product per hour in normal - ] | :
running (kg/h) 302 c 296 253 | 265 ‘; 267 ; 365
Natural gas consumption per hour in i . . s . .
normal running (m3/t) 159 |. 158 15°8 16°2 c 154 | i8-1
Heat requirement per ton product (kecal/t) | 530,000 r 535,000 | 624,000 | 605,000 : 575,000 | 572,000
Temperature of firing (°C) 1,050 ; 1,150 1,200 | 1,150 PoL 150 1,150
Strenght of pellets (kg) 158 205 520 | 318 | 413" 396
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Table 3.

Summary data on 25 t/D tests.

Run 1 | i “kun 2 I Run3 ' Run 4 L‘Runiér

9% of ores Shimokita iron sand.

v Dungun ore.

v Pyrite cinder. .
Size of grinding . 9, of —200 mesh under.
Average moisture percentage of green balls. (%)
Total weight of product. . (kg)
Total time of operation. (h)
Weight of product per hour in normal

running. ‘ (kg/h)
Natural gas used per hour in normal )
running. ' (m3/h)
Oil used per hour in normal running. (kg/h)
Heat requirement per ton product. (kcal/t)
Temperature of firing. (°C)
(kg)

Strenght of pellets.

40 40 40 45 50

30 30 30 30 - 20

30 v 30 30 25 30

86 . 83 88 86 87

16 15 14°5 14*5 145
87,960 | 583,462 | 600,610 | 809,110 | 715,300
105 640 | ~ 575 | = 825 646
864 | 912 1,045 918 1,108

6 86 13°8 122 16°7
48°7 423 400 382 38°5
624,000 | 529,000 | 486,000 | .490,000 | 468,000
1,050 1,050 1,050 1,100 1,050
538 326 483 |- 568 637
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'On Industrial Production of Iron Ore
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(Study on iron ore pellets—1)
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