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HIGH INTENSIVE MIXERS

High-Intensive Mixers have been used for years in industrial processing applications to produce
a full gamut of materials, from powders, slips, and slurries, to taffy-like materials with
viscosities exceeding well over 1,000,000 centipoise (cP). Mixers also pelletize a variety of
materials —iron oxide, weld flux, ball clay, and proppant.

It is only recently that the high-intensive mixers have been considered for applications within
the utility sector. One of the primary applications given consideration today includes
optimization of conditioning water for fly ash.

ASH CONDITIONING WATER

Typically when fly ash is conditioned using existing pug mill / paddle mixers the amount of
water required to stabilize the ash prior to transportation and placement is 16 to 20%. This of
course varies depending on coal type burned. In some cases the amount of ash conditioning
water required is included in the solid waste management permits and identifies the minimum
amount of water that has to be added to the fly ash. These requirements have developed based
upon the existing ash conditioning equipment capabilities and transportation and land filling
requirements. Although today there is much greater concern regarding the amount of water we
use at a power plant and the amount we discharge, even if that discharge is to stabilize fly ash.
Further the industry normally pays ash management companies a cost per ton for placement on
site or at offsite disposal facilities. The Lancaster Products “K” Series High —Intensive Mixer
stabilizes (conditions) fly ash using 50% less water than existing pug mill / paddle mixers. This is
accomplished by the fact that the water molecules come into individual contact with the ash
particles. The combination of: a rotating mixing pan, a counter-current rotating high speed
rotor, a counter-current rotating plow, and a stationary mixing pan side wall scraper, eliminates
all dead zones within the mixer. There are no dead corners or upswept surfaces where ash can
lodge. During mixer discharge, the plow and mixing pan side wall scraper also provide for an
extremely efficient material removal from the pan bottom and side wall surfaces. Material is
conditioned in under 30 seconds and discharged.



ECONOMICS

With the cost of ash disposal continuing to increase and the concerns to minimize water usage,
the High-intensive mixer can save money by saving water. Conditioning ash using 50% less
water can save the utility S5 to $15 per ton on disposal. By hauling less water fewer trucks are
needed lowering the plants CO2 footprint further. The mixer is low profile, typically fitting into
the existing head space of traditional ash conditioning technologies with similar electrical
requirements.

ADDITIONAL BENEFIT

The mixer can also be used as a pelletizer. The fly ash / water mixture will pelletize in as little as
three minutes. The utility can use the pelletized fly ash on site or market it for use as under
drain material, road sub base, foundation backfill or lightweight aggregate.
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DSM beginning to pelletize under 5 min
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