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AshAlyzer LB 421 — The Winning Solution

Determining ash content is a critical measurement - especially these days where energy and commodity costs are
so important. Berthold Technologies has the solution — and it’s cost effective as well. With non-contacting and
non-intrusive technology, Berthold Technologies can make this measurement reliably and consistently as well as

reduce maintenance and operating costs.

Accurate and cost-effective

m Determination of ash content during train loading
or delivery to power stations

m Monitoring the control of blending methods

m Early recognition of trends in the ash content permits
optimal process control

m Optimized process control in coal preparation

m Ideal utilization of resources in coal production and
processing leads to significant reduction of costs

Online and Non-contact
The AshAlyzer is specifically designed to work in

harsh environments such as coal mining and processing.

It allows the precise determination of the ash content
and the calorific value of coal, right on the conveyor
belt. Continuous, reliable and precise. Neither heat nor
dust affect the measurement.

As an option the AshAlyzer can be provided with a
microwave moisture measurement which uses micro-
waves to compensate for moisture changes that may
affect the ash measurement accuracy.
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AshAlyzer system highlights

Accurate results in real time
The continuous real time monitoring of the coal quality
permits the optimized control of processes.

Transmission measurement

Representative and accurate results, taking into
account the whole coal cross-section on the belt;
compensates for loading and bulk density variations.

Precise and reliable

High accuracy regardless of ash content range. High
long-term stability due to automated drift and decay
compensation. Unrivalled in price and performance.

Simple handling and operation

The installation of the AshAlyzer on existing conveyor
belts is simple, with minimal space requirements. The
dedicated evaluation system provides the user with all
necessary information and controls at a glance.

Field-tested System

We have many years of experience in the coal industry,
in particular with ash analysis. The AshAlyzer is in
operation worldwide and has proven its maturity and
user friendliness.




Microwave moisture measurement (3)
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Cs Transmission & Am Transmission

Cesium high-energy photons

Attenuation reveals variations in bulk density
and loading

Americium low-energy photons
Attenuation picks up changes in coal composition

Based on the 2 signals the evaluation unit
continuously determines the ash content online

Collimated, narrow beams

Monitoring & Control

m 12" TFT touch screen, flat panel industrial
computer

X-ray Transmission
measurement

State-of-the-art X-ray
generator

Collimated beam of
X-ray transmitted
through the coal

Even more sensitive
to variations in ash
compositions

Signal is used by the
evaluation unit to
compensate for these
variations

Microwave moisture
measurement

Low-intensity micro-
wave transmits
through the material

Water molecules in
the coal attenuate
the transmitted
signal

Sender and receiver
on opposite sides

m Large display, easy-to-use, intuitive interface

m Remote control/display and service functionality
m Robust dust and moisture protection IP65

m Large and clear graphical and numerical displays

m Standard industrial 4 to 20 mA outputs makes
it easy to integrate in existing process control
systems

m Displays the time dependent trend of the ash,
the calorific value and moisture etc.




Committed to technological leadership

Berthold Technologies was established in 1949
and is located in Bad Wildbad, in the Black Forest
in Germany. Since then, Berthold has been
developing superior non-contacting measurement
systems, including ground-breaking achievements
such as the radiometric level switch and the conti-
nuous level gauge for difficult operating and
environmental conditions.

Applications in Mining:
radiometric belt scales, density and level measu-
rements, microwave moisture on-belt

The bottom line of Berthold Technologies’ success
and growth has been, and still is, research and
development, which has always focused on

our customers’ needs. Berthold Technologies’
process control division offers one of the most
comprehensive product lines for non-contact

monitoring of process parameters. Berthold
Technologies sets the standards worldwide
through technological leadership and provides
customized measurement solutions — from project
planning right up to the start of operation:

m After-sales service and support that is unmatched
by any competitive supplier

m Our team of worldwide representatives has the
expertise, experience and serious concern for
the needs of the coal mining and processing
industry

m Each potential application is assessed by our
experts, in close consultation with the client,
to ensure the optimal deployment of monitors
and their associated systems and services




Your local distributor
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BERTHOLD TECHNOLOGIES GmbH & Co. KG - P.O. Box 100163 - D-75312 Bad Wildbad, Germany
Phone +49 7081 177-0 - Fax +49 7081 177-100 - industry@berthold.com - www.Berthold.com
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