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Often the most difficult step in establishing a control system is the development of a suitable dynamic
process model. As such a model is not available elsewhere, a first principle dynamic mathematical model
was developed for a coal dense medium separation circuit. Each unit operation was modelled individually
and then integrated together to form a complete non-linear state-space model for the circuit. This model
was used to simulate the process and it was validated using real process data derived from a plant exper-

When developing models from first principles, it is necessary to estimate the model parameters. These
parameters, specifically for non-linear state-space relationships, require a unique solution. A parameter
identifiability method was used to show that the non-linear dynamic models developed have unique
parameters for a specific set of input-output data.

© 2010 Elsevier Ltd. All rights reserved.

1. Introduction

Raw coal that is mined contains a number of impurities and is
typically processed to improve its overall quality. The mineral pro-
cessing of this run-of-mine (ROM) coal involves a complicated and
sophisticated operation including comminution, classification and
separation. These separation processes normally make use of par-
ticle classification on the basis of density (England et al., 2002).
Coal, typically being lighter, is separated from the heavier gangue
by utilising the difference in specific gravity. These processes can
make use of mediums that are made to have specific relative den-
sities to ensure the separation of coal from gangue.

Coal beneficiation primarily makes use of gravity separation in
coal washing (Majumder et al., 2004). It is explained that dense
medium separation (DMS), specifically the dense medium cyclone
(DMC), is the main processing unit used for cleaning coal, benefici-
ating nearly 55% of coal that is washed worldwide (Honaker and
Patwardhan, 2006; de Korte, 2003a). The United States makes
use of the DMS process for 65% of its washed coal. It can be deter-
mined from the data collected by de Korte (2003b) that 98% of the
53 coal-preparation plants in South Africa are making use of the
DMC as their beneficiating unit.

Implementing a control system requires a high level of process
understanding (Liptadk, 1995) that can lead to improved plant
performance in terms of stability and economics (Bauer and Craig,
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2008). Process control enables the reduction of plant upsets due to
disturbances and ensures a plant keeps to its desired setpoints, i.e.
it reduces the difference between the desired specifications and
measured control variables. Control systems typically make use
of a mathematical model that incorporates the plant dynamics,
and a well controlled plant will reach its steady state in the fastest
time possible after start-up or process setpoint changes.

By applying the concepts of process control to DMS of coal,
there is an opportunity to improve product yield and quality, e.g.
reducing ash in the coal products. Process control could allow for
an improvement in current coal beneficiation operations and it is
for this reason that the dynamic DMS circuit model described here
was developed.

Mathematical models are generally used in process controller
design to improve process performance and stability and ulti-
mately ensure economic benefits (Bauer and Craig, 2008). It is of-
ten necessary to develop a model that is simple enough to be
used for control, but sophisticated enough to capture the plant
dynamics. Craig and Henning (2000) describe a general control
framework, illustrated in Fig. 1, where a mathematical model of
the real plant needs to be developed before a control system can
be designed. Once the control system performs satisfactorily in
simulation it is then implemented and monitored to ensure its
value has been realised.

Many static models have been developed for dense medium
separation circuits. However, these models are typically not suit-
able for dynamic controller design for which models that describe
the time evolution of variables are required. Napier-Munn (1991)
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Fig. 1. General control framework (Craig and Henning, 2000).

developed a static model for a DMC, which incorporates the parti-
tion factor as a function of relative density (RD) and ore feed par-
ticle size. This model was derived by substituting equations from
Lynch (1977), King and Juckes (1984), King and Juckes (1988).

Scott and Napier-Munn (1992) developed a similar type of mod-
el in which the separation efficiency has been used. Another tech-
nique that has been used to model the size-density partition
surface of a DMC without the use of the pivot phenomena is sto-
chastic modelling (Rao et al., 2003). A model, which incorporates
both size and density partitions, was developed by Rao (2004)
who used a Weibull function. This efficiency model makes use of
pivot coordinates and density that is size-dependent, as developed
by Plitt (1971). A more complicated model developed by Clarkson
(1983) makes use of a force balance with turbulence to include
more operating variables to simulate the performance of separa-
tion. Erasmus (1973) developed an equation which can be fitted
to the partition curve by making use of an ideal washer in which
no misplacement occurs. This can be evaluated cyclically over time
(Napier-Munn, 1991) to obtain an imperfect performance regres-
sion model (Erasmus, 1973) that must be fitted to sink and float
data.

A computer simulation by Firth et al. (1983) was developed to
simulate the efficiency of DMS processes. This technique requires
a large number of partition coefficient data sets and feed composi-
tion data divided into several relative density fractions with re-
spect to each size fraction. Sufficient information on the
separation process and ore feed size distribution with washability
data is required in order for the simulation to be accurate.

A number of hydrocyclone models have been developed and are
described by Chen et al. (2000). These models, however, are pri-
marily developed for particle size classification and not particle
separation due to density.

Other DMC models have been developed that make use of more
sophisticated techniques such as computational simulations using
Eulerian models for the medium and Lagrangian models for the
coal particles (Suasnabar and Fletcher, 1999). Brennan (2003) re-
ports on an algebraic slip mixture model which makes use of com-
putational fluid dynamics (CFD) to solve the Reynolds averaged
Navier Stokes equations. Cortés and Gil (2007) indicate that CFD
modelling can become very costly owing to the unsteady nature
of the flow that requires large eddy simulations or direct numerical
simulations.

CFD models that incorporate Navier Stokes equations (Cortés
and Gil, 2007) have also been developed for the DMC; however,
these models are computationally very costly and are difficult to
incorporate into an online controller.

A model developed for dense medium baths or drums is re-
ferred to by Napier-Munn (1991). This model, developed by Scott
and Lyman (1987), uses sedimentation theory to express the sepa-

ration cutpoint within the drum. Napier-Munn (1991) determined
a partition factor equation for the drum separator.

Similar regression type models have also been developed for
screens. It is indicated (Firth et al., 1983) that Gottfried (1973)
developed a generalised equation for wet screening, which can
be used to evaluate the partition coefficients per particle size
fraction.

Section 2 of this paper describes the DMS process modelled in
this paper. A motivation for performing the study is also discussed
by using an actual DMS plant to illustrate possible process
improvements. Section 3 explains how the different equipment
models have been developed from first principles. The model
parameter estimation method, identifiability and validation are de-
scribed in Section 4. A short explanation of the industrial experi-
ment that was conducted is also given in this section. Section 5
illustrates the different model simulation results that were ob-
tained and Section 6 concludes the paper.

2. The DMS process and motivation for control

A DMS circuit example and motivation for process improve-
ment is described below.

2.1. The DMS process

Fig. 2 illustrates a typical configuration of a DMS plant with two
modules. The ROM coal ore is crushed and screened to a manage-
able size before it is processed by the DMS plant. This ore is typi-
cally classified by a double-deck wet screen where the oversize
of the first deck is +25 mm material, which is usually beneficiated
using a dense medium drum separator. The oversize of the bottom
deck reports as +6 mm and —25 mm material, which is beneficiat-
ed using a coarse DMC. The undersize is collected and classified
further using a single-deck dewatering screen to remove slime
(=1 mm). The oversize is beneficiated using a fine DMC while the
undersize is processed with an ultrafine DMC.

Most DMC circuits look similar to that represented in Fig. 2,
where the sized ore is mixed with a magnetite medium and
pumped into the inlet of the DMC. The product and discard are
washed to recover the medium, which is collected and used in a
closed circuit. A density controller manipulates the medium RD
by regulating the amount of water that is added to it. The tag
names used to describe the measuring instruments in Fig. 2 are
indicated in Table 1. For the purposes of this study, only the fine
cyclone circuit is used for model validation and simulation. How-
ever, it is possible to expand the models to the other cyclone
circuits.

2.2. Motivation for DMS process control

By analysing product yield and product quality data from an ac-
tual DMS plant, process improvement by making use of process
control can be evaluated. If variations or oscillations in product
yield and quality due to disturbances or changes in setpoints are
found, control could eliminate or reduce such deviations.

The yield from an actual DMS plant is shown in Fig. 3 using a
sample time of 60 s for the entire month of October 2008. The yield
varies greatly during the month, possibly owing to instability or
lack of control and changes in setpoints. It must be noted, however,
that changes in setpoints will occur to enable the production team
to produce various products of different ash contents based on the
washability curve of the ore.

Using the yield curve in Fig. 3, a Fast Fourier Transform (FFT)
(Fig. 4) can be generated. The larger spikes in the graph indicate
prevalent oscillations having associated periods in the yield
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Table 1
DMS plant instrumentation tag names.

Tag name Description

L120-LT-1210

Module one circulating medium cyclone sump
ultrasonic level transmitter

L120-PT-1206 Module one fine cyclone pressure
L100-WT-1002 Plant feed conveyor one belt scale
L140-WT-0300 Drum feed conveyor belt scale
L140-WT-0305B Combined discard conveyor belt scale
L140-WT-4300 Stacker conveyor belt scale

L120-DY-1203 Circulating medium fine cyclone module one current-to-
pressure converter

L120-DT-1203 Module one circulating medium density

time-based curve. The average yield for October was 51.3%, with a
standard deviation of 25.1%.

In order to examine some of these variations more closely, an
hour of data sampled every 1 s is used. Fig. 5 illustrates this curve
for a typical plant start-up and operating mode. The FFT of this
curve has also been computed (Fig. 6) to illustrate the oscillations
for that hour in more detail. It can be seen that there are spikes, for
example, at frequencies 1.1 mHz, 2.2 mHz, 3.1 mHz, 4.6 mHz and
11.8 mHz. This corresponds to oscillations in Fig. 5 having time
periods of 15 min, 7.5 min, 5.4 min, 3.6 min and 1.4 min.

Figs. 7 and 9 illustrate the ash percentages of the peas and duff
products for the month of October 2008 at a sampling period of 2 h.
It can be seen that product quality (i.e. ash content) varies signifi-

N[ Secondary sareen | Y
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circuit A O, dis» Pi.dis
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cyclone
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cyclone
corrected

medium
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washing
screens 120-DY-1203

] Module 2
fine overflow

140-WT-4300
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Yield (%)
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Fig. 3. Yield over the month of October 2008.

cant in the figures. The average ash content for the peas product
during October 2008 is 15.4% with a standard deviation of 2%.
The average ash content for the duff product during October
2008 is 15.9%, with a standard deviation of 2.1%. The correlation
between the peas and duff ash content data is 68%, which indicates
the distribution of ash from the ore is similar for the two products.
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Fig. 5. Yield for an hour during October 2008.

x 10* FFT of the yield during a typical hour in October 2008

2+t 4

181 R
X:0.001111

16} Y: 1,5236+004 : R
[}

14} 1
12} 1

1F X: 0.002222 E
Y: 8346

0.8} . : R
06t X: 0003111 j

Y: 4689

X: 0.004667
X:0.01178 B
Y: 2363

[ ]
04 \/ Y:3083
[ ]

027 M. |
0 : : W/V\/
0 0.005 0.01 0.015

Frequency (Hz)

Fig. 6. FFT of the yield for an hour during October 2008.
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Fig. 7. Ash percentage of the peas product during October 2008.
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Fig. 8. FFT of the peas ash percentage for October 2008.
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Fig. 9. Ash percentage of the duff product during October 2008.
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Fig. 11. FFT of the yield for October 2008.

The FFT for the peas and duff ash content curves is computed
and illustrated in Figs. 8 and 10. There are spikes in the peas ash
percentage FFT at frequencies 1.3 pHz, 8.1 puHz, 10.0 pHz and
11.9 pHz. This corresponds to oscillations in Fig. 7 having time
periods of 8.9 days, 1.4 days, 1.2 days and 23 h. The spikes for the
duff ash percentage FFT are at frequencies 1.3 pHz and 8.1 pHz,
which show a similar response in oscillations to the peas ash per-
centage FFT with 8.9 days and 1.4 days.

By reducing the frequency scale of Fig. 4 to be of a similar range
to Figs. 8 and 10, the yield frequency response can be compared to
the frequency response for ash percentages of peas and duff
(Fig. 11). Spikes occur at frequencies 2.277 nHz, 9.866 pnHz and
11.76 pHz, which correspond to oscillations having time periods
of 5.1 days, 1.2 days and 23.6 h.

The relationship between yield and ash content at specific sep-
aration densities can be seen from the comparison of the frequency
responses of the yield (Fig. 11) and ash contents in peas (Fig. 8) and
duff (Fig. 10).

Disturbances or oscillations in the yield and product qualities
indicate that there is an opportunity for process improvement in
this DMS plant. Process control can be used to provide this
improvement by ensuring the plant runs closer to steady state
and ensure that setpoint changes are tracked properly. An

improvement to the process, such as improvement in average yield
or ash content, can have significant financial implications.

3. Model development

The DMS circuit models described below were all developed
from first principles.

3.1. Single-deck screen

In developing a dynamic model for the single-deck screen, the
conservation of overall mass was used. This was applied to each
section of the screen to form an approximation of a distributed
parameter system. Fig. 12 illustrates a simplification of this mass
distribution. The following is a list of assumptions were made for
the modelling of the single-deck screen:

e The screen is a distributed parameter system, but can be
approximated with n first order lumped parameter systems or
components.

e The overflow and underflow mass feed rates (Wy; and W,y;) of
each component i are proportional to their mass (My;) on top
of each component i.

e The proportion of mass split («y) for each component i is depen-

dent on the particle size distribution of the feed (,”/%).

Using these assumptions, the rate of change of mass of compo-
nent i is given as,
dej
dt

M fi
Tfuf

Modelling each mass component i of the single-deck screen for
a maximum of n components, result in Wy being the initial feed
into the screen and Wy, being the final mass feed rate of the

M::
=Wyia— o=~ (1) (1)
f

Wuf,i+1

Fig. 12. Simplified representation of the mass distribution for a single-deck screen.

Table 2
Single-deck screen model variables and descriptions.

Variable Description

Wriiq Mass feed rate of the ore fed into component i (kg/s)

Wi Mass feed rate of the ore overflow exiting mass component i (kg/s)
Wi Mass feed rate of the ore underflow exiting mass component i (kg/s)
M Mass of ore for mass component i (kg)

o Percentage of mass split for mass component i

5 Time taken for ore to be transported over screen component i (s)
Thuf Time taken for ore to be transported through screen component i (s)
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Fig. 13. Simplified representation of the mass distribution for a double-deck screen.

oversize material. The undersize material is collected and can be
taken as the sum of all underflow mass components (i.e.
> Wysi). The associated variables for this model are described
in Table 2.

3.2. Double-deck screen

Similar to the development of the single-deck screen dynamic
model, the conservation of overall mass is also used here, and is ap-
plied to each section of each deck of the double-deck screen to
form an approximation of a distributed parameter system. Fig. 13
illustrates a simplification of the mass distribution for the double
deck screen. The following is a list of assumptions made:

e Each deck of the screen is a distributed parameter system, but
can be approximated with n first order lumped parameter sys-
tems or components.

e The overflow and underflow mass feed rates (W, ;, Wy;, W¢;, and
W) of each component i are proportional to their mass (Mo,
and M.;) on top of each component i for both the top and bot-
tom deck.

o The proportion of mass split (¢, and o) for each component i on
the top and bottom deck is dependent on the particle size dis-

tribution of the feed (% and W‘“‘).

Wop

Using these assumptions, the top and bottom rate of change of
mass of component i is given as:

Mo _ Woi 1 — 0 Mo _ (1= o) M, , (2)
dt T Toco

dM..; _ M,; M

T - Wtc.t—l + Wc,l — e 7 - ( - CXC) chc . (3)

Modelling each mass component i of each deck for a maxi-
mum of n components, result in W, o being the initial feed into
the double-deck screen, W, , being the final mass feed rate of
the oversize material for the top deck and W, , being the final
mass feed rate of the oversize material for the bottom deck or
coarse material. The undersize material of the bottom deck is
collected and can be taken as the sum of all underflow mass com-
ponents (i.e. >°1 ;Wy;). The associated variables for this model are
described in Table 3.

Table 3
Double-deck screen model variables and descriptions.

Variable Description

Woi1 Mass feed rate of the ore fed into component i on the top deck (kg/s)

Woi Mass feed rate of the ore overflow exiting mass component i on the
top deck (kg/s)

Wei Mass feed rate of the undersized ore exiting mass component i from
the top deck (kg/s)

M,; Mass of ore on the top deck for mass component i (kg)

o Percentage of mass split on the top deck for mass component i

T Time taken for ore to be transported over the top deck screen
component i (s)

Taem Time taken for ore to be transported through the top deck screen

component i (s)

Wi Mass feed rate of the ore fed into component i on the bottom deck
(kg/s)

Wiei Mass feed rate of the ore overflow exiting mass component i on the
bottom deck (kg/s)

Wi Mass feed rate of the undersized ore exiting mass component i from
the bottom deck (kg/s)

M. Mass of ore on the bottom deck for mass component i (kg)

e Percentage of mass split on the bottom deck for mass component i

Te Time taken for ore to be transported over the bottom deck screen
component i (s)

Tefe Time taken for ore to be transported through the bottom deck

screen component i (s)

pp,i’Qp,i

P, 0,

pp,med’ Qp,med

Fig. 14. Simplified representation of water-magnetite in-line mixing.
3.3. Magnetite medium water addition

The conservation of overall mass was again used to develop the
dynamic model for the addition of water to the medium. Fig. 14
illustrates a simplification of this system. The following is a list
of assumptions that were made:

e In-line mixing takes place between the added water (Q,,) and
medium (Qp;). The effluent is well-mixed within a constant vol-
ume V), of the pipe.

e The valve is linear with a constant pressure drop Ap.

o The volumetric flow rates of the recovered (Q,;) and corrected
medium (Qpmeq) is instantaneous before and after a step is
introduced in the valve position ¢, (i.e. no valve dynamics).

By assuming a linear valve (where Q,, = Cy% \ /13% is the flow

rate of water through the valve) the following model can be
formulated,

Miner. Eng. (2010), doi:10.1016/j.mineng.2010.05.020
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Table 4
Magnetite medium water addition variables and descriptions.

Table 5
Mixing box model variables and descriptions.

Variable Description Variable Description

pw=1000 Density of water (kg/m?) Wore Mass feed rate of the ore (kg/s)

Qu Volumetric flow rate of the water (m3/s) DPmb.med Density of the corrected magnetite medium (kg/m?®)

C, Valve coefficient (@ Volumetric flow rate of the corrected magnetite medium (m>/s)

4 Valve position (%) DPmb Density of the mix (kg/m?)

Ap Pressure drop over the valve (kPa) Qmb Volumetric flow rate of the mix (m?/s)

Pp.i Density of the recovered magnetite medium (kg/m?) Vinb Fixed volume of mixing box (m?)

Qi Volumetric flow rate of the recovered magnetite medium (m?/s)

Ppmed Density of the corrected magnetite medium (kg/m?)

Qe Volumetric flow rate of the corrected magnetite medium (m?/s) W

vy Volume required until solution is perfectly mixed (m?>) c,0
Pe.o

pmb,med ’ me,med

/4

ore

B

mb

pmb ’ me

Fig. 15. Simplified representation of a mixing box.

dpp.med _ _Qp‘med

1000K, ¢  Q,;
dt Vp P p.med + Vp

100 "V, Pri @)

where K, = C,/755. The associated variables for this model are de-

scribed in Table 4.
3.4. Mixing box

In developing a model for the mixing box, the conservation of
overall mass was used in conjunction with Fig. 15, where the ore
is mixed with the medium. The following is a list of assumptions
that were made.

e The medium and ore is well-mixed within a constant volume
Vb

e The volumetric flow rates of the corrected medium and mix
(Qmb,mea and Qmyp) are instantaneous before and after a step is
introduced in the medium density (Omp.meq) Or mass feed rate
of the ore (W,,.). The fixed-speed pumping of material and con-
stant mixing box volume result in no rate of change of volume.

The rate of change of density of the mix is given by,

dpmb _ 7Qm

b me.med
dt - Vmb pmb+

1
Vmb Prmb.med + Tmb Wore7 (5)

with the associated variables as described in Table 5.

S
.

c,o

c,i
pc,i 4" xc,(),ash’ pc,a‘\'h
Qc,i xe,o,SJ pc,S
Xe,i,ashr Pe,ash xc,o,HZO’ pc,HzO
Xe,i,s:Pe,s Xe,o,vol2 Pe,vol
xc,i,Hz()’ pc,HZ() Xe 0,00 Pec,C
xc,i,vol’ pc,vol xc,a,med
xc,i,C’ pc,C pc,o,med
X

c,i, med

pc,i,med

Qc,i,med

c,u,ash’ pc,ash
c,u,S» pc,S
c,u,H,0> pc,HZO
c,u,vol» pc,vol
c,u,C» pc,C
c,u,med

Pe u,med

Fig. 16. Simplified representation of a DMC.

3.5. DMC

In order to model the throughput of the DMC dynamically, it is
necessary to make use of the conservation of overall mass, while
the conservation of mass of components is used to model the qual-
ity (i.e. ash percentage) of the coal product. A representation of the
DMC can be found in Fig. 16, associated variables describing the
model being given in Tables 6 and 7.

The following is a list of assumptions that were made:

e The volume of the mix in the cyclone (V,) is constant.

e The volumes of the overflow (V,) and underflow (V,,) mix in
the cyclone and are split at a constant ratio o.

o The volumetric flow rates of the feed (Q.;), overflow (Q.,) and
underflow (Q.,) are constant before and after a step is intro-
duced in the medium density (p.;) or feed rate of the ore (W,;).

e The volumetric flow rates of the overflow (Q.,) and underflow
(Qc.,) are split at a constant ratio o.

e Only ash, sulphur, moisture, volatile, medium and fixed carbon
components will be considered for the conservation of mass of
components in the feed (i.e. Xcjash + Xcis + Xcin,0 + Xcivol+
Xcimed + Xcic = ])v overflow (le Xcoash T Xcos + XC‘O.HZO + Xc,o.z/ol“"
Xcomed + Xcoc = 1) and underflow (i.e. Xcyash + Xcus + XcuH0+
Xc.u,vol + Xcumed + Xcuc = ])
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Table 6
DMC input variables and descriptions.
Variable Description
Wi Mass feed rate of the feed mix (kg/s)
Pei Density of the feed mix (kg/m?)
Qi Volumetric flow rate of the feed mix (m>/s)
Uei Linear velocity of the feed mix (m/s)
Ve=Veo+ Vey Volume of the material within the cyclone (m?)
a Overflow and underflow proportionality
constant
Ac Area of the inlet (m?)
Rc Effective radius at which separation takes place
near the spigot (m)
de Average particle size (m)
Xeiiash XS XciHy00 Xcivol Percentage ash, sulphur, water, volatiles and
Xeic fixed carbon in the feed mix

Peash Pess Per,or Pevols Pec  Ash, sulphur, water, volatiles and fixed carbon
densities (kg/m?)

Xeimed Percentage magnetite in the feed mix
Pcimed Density of the magnetite medium in the feed mix
(kg/m?)
Qcjimed Volumetric flow rate of the magnetite medium in
the feed mix (m3/s)
Table 7
DMC output variables and descriptions.
Variable Description
Weo Mass feed rate of the overflow (kg/s)
Peo Density of the overflow (kg/m?)
Qo Volumetric flow rate of the overflow (m/s)
Veo Volume split of the overflow within the DMC (m?)

Xcoash» Xco5 XcoH,0, Percentage ash, sulphur, water, volatiles and fixed
carbon in the overflow

Xc,o,vob Xc0,C
pconred Percentage magnetite medium in the overflow
Pcomed Density of the magnetite medium in the overflow (kg/
m?)
Weu Mass feed rate of the underflow (kg/s)
Peu Density of the underflow (kg/m?)
Qcu Volumetric flow rate of the underflow (m3/s)
Veu Volume split of the underflow within the DMC (m?)

Xcuash Xeus» XeuH,0, Percentage ash, sulphur, water, volatiles and fixed

Xcuvob Xeu,C carbon in the underflow

e i Percentage magnetite medium in the underflow
Peumed Density of the magnetite medium in the underflow (kg/
3

m>)

Keo Proportionality constant for the overflow (m?/s)

Keu Proportionality constant for the underflow (m?/s)

Ke0.ash Proportionality constant for the ash overflow (m?3/kg s)

Keuash Proportionality constant for the ash underflow (m>/kg s)

Keos Proportionality constant for the sulphur overflow (m?/
kg s)

Keus Proportionality constant for the sulphur underflow (m?/
kg s)

Keom,0 Proportionality constant for the moisture overflow (m3/
kg s)

Keun,0 Proportionality constant for the moisture underflow
(m*/kg's)

Keovol Proportionality constant for the volatile overflow (m?/
kgs)

Keuvol Proportionality constant for the volatile underflow (m?/
kg s)

Ke.omed Proportionality constant for the magnetite medium
overflow (m3/kg s)

Kemed Proportionality constant for the magnetite medium
underflow (m3/kg s)

Keoc Proportionality constant for the fixed carbon overflow
(m*/kg's)

Keuc Proportionality constant for the fixed carbon underflow
(m®[kg s)

AWeo

o The rates of change in mass for the overflow ( ) and under-

dr
(pco and p,) to the magnetite medium density (0cimea), the

flow (dw“’> are proportional to the difference in their densities

acceleration due to a centrifugal force ( ) and the percentage

of either ash or carbon in the feed (xcqsh OT Xcic)-

The rates of change in percentages of components to the over-
dXcpash AXcos XcoHy0 dXco ol dxcoc

ﬂOW c.0.as o 7 rda[vn and ro )

and underflow

de ° dt ° dt >
dXcyash dX, dXcutiy0 dx I dx,
Cuoh ens _cetan —auwd apd —4AC) are proportlonal to the differ-

ence in their component densities (Ocash Pcs Pemyor Pevor AN
Pcc) to the magnetite medium density (pcimeq), the difference
in their component percentages (Xc.o.ash» Xc.0,5 Xc.0,H,05 Xc.o0b Xc,0,6
Xeuashy Xeas XewHy00 Xcuwol aNd Xy ) to their corresponding feed
percentages (Xciash, Xc,is» Xc.iH,00 Xcivol aNd X¢jc), the acceleration

2
due to a centrifugal force (%’) and inversely proportional to

R

the average particle size of the ore (d.).

In order to simplify the model, it is assumed that the volumetric
flow is at steady state (i.e. Qc; = Qo+ Q) and that the overflow
and underflow are volumetrically split by a proportion «. This

means that Qo= oQ.y (i.e. Q¢ = 2%i and Qcy = Q“) Similarly, it

T+ 1+a
is assumed that the cyclone volume V. is separated according to

the same split proportion o as in the volumetric feed flow (i.e.
Veo =% and V, ). By using the overall conservation of mass

GO ™ Tto C”_Hx
the following relationship describing the DMC can be developed:
dp dp.,
Vc.o d;'O + Vc.u d; = Wc.i - Qc,upc‘u - Qc‘upc.u' (6)

The concept of the acceleration due to the centrifugal force with-
in the cyclone can be used to model the effects of the dynamics of
the density response for the cyclone. The centrifugal force indicates
that the rates of change in mass for the overflow and underflow are
proportional to their differences in densities to the medium density.
The percentage of ash or carbon will also influence the dynamics of
the cyclone and can yield the following relationship:

dpeo

Veo dty = KCU (pc,i,med - pc_o)xc.i.Ca (7)
dpey

Vo = s~ P ®

Qu

where = is the centrifugal acceleration (where A, is the cross-
sectlonal area of the inlet and R. is the effective radius of the cy-
clone near the spigot where most of the separation takes place).
By combining Eq. (6) with Egs. (7) and (8), the overflow and under-
flow density transfer functions for the DMC can be developed.

Similarly, the conservation of mass of each component within
the ore that is being beneficiated can be determined. The compo-
nents that were used in this model include ash, sulphur, moisture,
medium and carbon. This results in the following dynamic mass
balances:

dx dp., dx dp
Vc.opcyo Zat,ash + Vc oXco.ash ——7— d + Vc up cc,iLtt:ash + Vc,uxc.u‘ush ﬁ
= Wc,ixc,i.ash - Qc,apc,oxc‘u,ash - Qc,upc‘uxc.u.ashv (9)
dx dp dx dp
Vc.opc,o C;.ta,S + Vc 0Xc05 d;O + Vc‘upc.u C;tus + Vc uXcus d;u
= Wc,ixc.i,s - Qc,apc.oxC-,U«S - Qc.upc_uXC,uSv (10)
dx dp dx Y
Vc.opc,g %HZO + Vc.oxc,oeHZO Tw + Vc.upg u C;tHZO + Vc uxc.u,HZO ﬁ
=WeiXcino — QcoPcoXcot,0 — Qc.upc,uxc.u.Hzm (11)
dx dp dx dp
Vc,apc,o %val + Vc,oxc.o‘uol Tw + Vc,upc u %uol + Vf,uxc.u.vol ﬁ
= Wc,ixc,i.vol - Qc.opc.oxc‘a‘ual - QC‘UPC.MXC.U,M)I? (12)
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dx d dx d
Vc.opw C;i,mEd + Vc o0Xc,0.med 5; 0 + Vc‘upc u cdutmed + Vc uXc u,med Z; 2
= Wc.ixc.i‘med - Qc.opaaxc,u‘med - Qc.upauxc,u.med: (13)
dx d dx d
copco COC+VCOXC0C Z O"‘Vc.upc‘u#u‘c"rvcuxcuc Z;u
= Wc,ixc,i,C - Qc,opc,oXC.O‘C - Qc‘upcuxc.u,c- (14)

To develop solutions for the rates of change in component per-
centages, some assumptions have to be made. The rates of change
in component percentages for the overflow and underflow are as-
sumed to be proportional to the difference in their component den-
sities to the medium density. It is also assumed that the rates of
change in component percentages are proportional to the differ-
ence in their component percentages to their corresponding feed
percentages and their acceleration due to gravity. The rates of
change in component percentages are also assumed to be inversely
proportional to the average particle size of the ore. This will yield
the following relationships:

dx,

i‘lotaSh KCOash (pczmed pash)(xc,i.ash - Xc.o,ash)v (15)
dxC u.asi
Th = Kfvu‘ash (pash - pc,zlmed) (xc‘i,ash — Xcuash )7 (1 6)
dx

dcwto:S =Keos(Peimea = Ps)(Xeis = Xeos) (17)
dx,

dctus K”’S(ps - pcj,med)(xfis _Xf‘“S)’ (18)
dx
%HZO — Kc,o.,HzO(pc,i,med — szo)(Xf,i,Hzo - Xc,o,H20)7 (19)
dxc.,
THZO = I<C,u,H20(pH20 - pc‘i.med)(XCfVHzO — XcuH,0); (20)
dxC 0.0

dl’y l KCO uol(pclmed pvol)(xf-i-,vOl - xf~0~”°l)’ (21)
dx

;qu = KCu Uol(pyol pc,i,med)(xc.i,vol - Xc‘i,u.vol)v (22)
dx

C;tmed KCO ﬂwd(pumed pao.med)(XC-,ivad - x“’*mEd)’ (23)
dx

cdutmed K umed (pc umed — pc.i,med) (Xf=i-m9d = Xcumed), (24)
dx

(;;-C =Keoc(Peimea = Pc)(Xeic — Xeoc) (25)
dxeu,

dt = Kr,u.,C(Pc - pc‘i.med)(xc-iyc - va”vc)' (26)

In the case of the percentage of magnetite in Eqs. (23) and (24),
the difference between the overflow and underflow medium den-
sity and the feed medium density is used.

By using the equations in this section, a non-linear model of the
DMC can be derived.

3.6. Magnetite make-up corrected medium tank

Fig. 17 illustrates the variables involved in the corrected med-
ium tank model as defined in Table 8. The following is a list of
assumptions that were made:

e The volumetric flow rates of the recovered medium (Qtmed),
make-up medium (Q¢q;s) and corrected medium (Q;) are instan-
taneous before and after a step is introduced in the recovered
medium density (p¢meq) Or make-up medium density (0¢dis)-

e The effective area of the corrected medium tank (A,) does not
change with a change in height of the medium (h;) in the cor-
rected medium tank.

Qr,dis: Pt dis

Wl,med’ Qt,med’ pl,med

Vr’ht’At
P, 0, >

Fig. 17. Simplified representation of a corrected medium make-up tank.

Table 8
Corrected medium tank variables and descriptions.

Variable Description

Wimed Mass feed rate of the magnetite medium recovered (kg/s)

Ptmed Density of the magnetite medium recovered (kg/m?)

Qtmed Volumetric flow rate of the magnetite medium recovered (m>/s)

Prdis Density of the magnetite make-up medium disturbance (kg/m?)

Qt.dis Volumetric flow rate of the magnetite make-up medium
disturbance (m?/s)

Ot Density of the corrected medium (kg/m?)

Q Volumetric flow rate of the corrected medium (m?/s)

Ve Volume of the magnetite medium in the corrected medium tank
(m?)

h, Height of the magnetite medium in the corrected medium tank
(m)

i Maximum height of the magnetite medium in the corrected
medium tank (m)

A Effective area of the corrected medium tank (m?)

By using the conservation of overall mass, the following rela-
tionship for the tank can be determined:

dp, dh;
dt + A, dt

where the rate of change in height of solution in the tank can be ex-
pressed by using the conservation of volumetric flow,

dh
At dit[ = Qt.med + Qt.dis - Qt- (28)

Atht Qt med Pt med + Qtdzsptdzs Qrpu (27>

4. Parameter estimation and validation procedure

Performing an industrial experiment on a DMS plant makes it
possible to illustrate the accuracy of the models that have been
developed by comparing the output of the models to the actual
measured output of the plant in response to actual measured plant
manipulated variables (Fig. 18). The correlation of the plant (y) and
model output (¥) can then be computed to ascertain the accuracy
of the model.

Input Plant >y

Model — )

Fig. 18. Comparison of a plant model to an actual plant output.
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It is possible for a non-linear DMC model that there may be dif-
ferent solutions for the same set of input-output data sets. Xia and
Moog (2003) have developed a technique that allows the input-
output data sets for a non-linear dynamic model to be mapped
uniquely to the parameters defining the system. The number of
higher order derivatives required in the identification process
make it possible to determine how many measurements of the in-
put and output variables are required to calculate the actual values
of the parameters that define the model.

4.1. Parameter identifiability

Since the ash component equations (Egs. (9), (15) and (16)) are
similar to those of the other mass components in Section 3.5, it is
possible to simplify the identification of the DMC by only consider-
ing ash. If the ash component proves to be identifiable, the same
will apply for the other components. In order to ensure that the
DMC non-linear ash component model is identifiable, it is neces-
sary to assume that certain parameters can be measured to a high
degree of accuracy or assumed constant.

The volume V. of the DMC can be measured or calculated to a
relatively high degree of accuracy. The volumetric flow rate Q.; into
the DMC can be assumed to be a constant, as the DMC is normally
fed by a fixed-speed pump. Other parameters, such as the cross-
sectional area of the feed inlet (A;) and the effective radius at the
spigot (R.), are also known. The particle density of ash (pgsn) is a
physical property and can be assumed to be known.

By only considering the parameters «, K, Keyasn and Xcjqsn in

X1 Pco
the identifiability process, the variables x = X2 _ | Peu
X3 Xc,u‘ash
X4 Xcu,ash
o
0= Keu andu= "] = Wei can be assigned. Complete
Kc,u.ash 175] pc,i.med
Xc,iash

observability (observing the state of a system from output mea-
surements) in the output is defined as y = h(t,x,0,u). As a result
the state-space representation x = f(t, x, 0, u) is as follows:

o 1+ ch Qc.i 1+o
NS N ey Kl )
Q;
X ——Xciash, 29
e (29)
1+o QZ
5(2 V Kcu( _uZ)A?RCXuasha (30)

. T\ [1+a i
x3:< ){W UrXcjash — %Z’X1x3f§‘j‘x2x3

1 +a Qc.i Qc.i 1 + o Q2

X3< 2V, Uy 7V75X1 - OCV,;XZ *TVCKC,L:(XZ - UZ)AgR Xciash
1 2

- &X2Kc,u.ash(pc_agh )AZR d (Xctash X4)
1. (1+a Q

— &X4 <V6Kc,u(X2 - UZ)AgR Xczash>:| (31)

2
X4 = Kc.u.ash(pc.ash )AzR d (chash X4 ) (32)

Xia and Moog (2003) indicate that a system is algebraically identi-
fiable if there exists a T > 0, a positive integer k and a meromorphic

function @: RY x R**DM » RKDP . RY such that det22 » 0 and

&0, u,u,...,ubyy . .. y®¥)y=0 hold on [0,TIV(0,u,i,...,ub),
¥¥,...,y%®) where (6,x0,u) belong to an open and dense subset of
R? x R x C}[0,T]. CN[0,T] denotes the set of all admissible inputs
(on [0,T]) that have continuous derivatives up to the order N.
u,i,...,u® and y,y,...,y® are the derivatives of the input u(t)
and output y(t,0,xo,u); u(t) € C[0,T].

By defining @ as the difference between the first time derivative
of the output (M) and the state derivative (), the Jacobian 22

for the DMC state-space system (Eqs. (29)-(32)) has a rank of 4.
This allows a unique solution for the parameters in 6 for the
DMC to be determined. This can be achieved by using measure-
ments from inputs and outputs based on the functions pco, Pco,
Pcus pc,uv Xc,0,ashy Xc.aush- Xeu,ash Xc.uush- Wc.i and Pcimed- The four
parameters (0) are therefore algebraically identifiable and can
therefore be estimated uniquely. In order to estimate these param-
eters, at least two measurements of each state (i.e. Pco, Pcus Xc0.ash
and X, qsn) Will be required and at least one measurement of W,;
and p¢;meq Will be necessary.

4.2. Parameter estimation and validation

System identification (Ljung, 1987) means that once a set of
candidate models is obtained, it is necessary to assess the candi-
date models using the available data.

Ljung (1987) supposes that a set of candidate models has been
selected as a model structure .# and is parameterised with partic-
ular models .#(0) using parameter vector 6 € D_, c R%. The map-

ping of the data ZV where ZN = [y(1),u(1),y(2),u(2),...,y(N)u(N)],
to the set D ,,
ZN — (:)N S D‘,;,q (33)

is known as a parameter estimation method. In order for a model to
predict a system output, a prediction error,

€(t, 0.) = y(t) — y(t]6.), (34)

calculated using a certain model .#(6,) must be computed for
t=1,2,...,N for a known data set ZN. Ljung (1987) indicates that
the prediction error (e(t,0")) has similar properties for non-linear
state-space models, except that Eq. (34) is a non-linear function
of past data. Parameter estimation is described as the process where
Oy is selected so that the prediction error (Eq. (34)) becomes as
small as possible (Ljung, 1987).

Ljung (1987) mentions two approaches to determine the quality
of the model. These are the scalar-valued norm approach and the ap-
proach that demands that (t, fy) is uncorrelated with a given data
sequence. The scalar-valued norm that measures the size of € is used
for the parameter estimation of the equipment models for this paper
to ensure consistency in the selection of model parameter values.

The norm,

N(0,ZN) = =N tZNj (35)

with ¢(-) as a positive scalar-valued function can be used to deter-
mine the quality of the model .#(0). The minimisation of Eq. (35),

Oy = On(ZV) = arg mingep , Vn(0,ZV), (36)

allows the estimation of fy. The procedures used to estimate 6 are
referred to as prediction-error identification methods (PEM). For
this paper ¢(-) is chosen as the quadratic norm (Ljung, 1987),
1
ie) = =€ (37)
2
By applying Eq. (36) it is possible to obtain a PEM to estimate
model parameters by iteration. A process illustrated in Fig. 19 (Rath-
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Initial 0;, i=0

Simulate model

M, With 9. Calculate
0, i=i+1
A
Compute norm
V,(0.,z")
Is No

Vy<V,?

Yes

Acceptable 0,

Fig. 19. Parameter estimation iteration (Rathaba, 2004). .#. refers to the different
equipment models that have been developed in Section 3.

Table 9

Equipment models that can be used in place of .#. in Fig. 19.
M, Eq. (s)
Single-deck screen (1)
Double-deck screen (2) and (3)
Magnetite medium water addition (4)
Mixing box (5)
DMC (6)-(26)
Magnetite make-up corrected medium tank (27) and (28)

aba, 2004) can be used to ensure that the model parameters define
the actual process to a certain degree of accuracy V;. By computing
the norm (Eq. (35)) and iteratively changing the model parameters
(0n), it is possible to find a model that fits the data to a specific accu-
racy. The process in Fig. 19 can be applied to the different equipment
models (.#.) developed in Section 3. Table 9 indicates the different
equipment models that can be used in place of .#..

Table 10 shows the model parameter values determined by
using the PEM for the dynamic equipment models that have been
developed. In the case of the screens, the proportion of mass split
describing the various overflows and underflows are estimated
by using measured input (W;) and output (W} and W,) feed rate
streams. This is because of the variability of the particle size distri-
butions of the ore from the drilling and blasting in the mining
operation. By assuming that each screen deck can be modelled as
10 first-order linear system distributions in series, the 10th root
of each mass split parameter is calculated.

4.3. Industrial experiment test case

In order to verify the model simulations it was necessary to per-
form a specific setpoint change on the DMS plant while taking
measurements of the relevant inputs and outputs.

Magnetite make-up
corrected medium tank

Pcimed — Pcomed
Pcumed — Pc,imed
Qc,i,med

Keo

Kc.u

Kc.o.ash

Kc,u,ash

KC.U.S

Kc.u.S

KC.O.HZO

Kc.uAHZO

Kc.a.vol

Kc,u,vul

Kc,o,med

Kc.u.med

Qf,med
Q
A

ht,max

11
Table 10
Model parameter estimates.
Equipment model Parameter Estimate
Single-deck screen o w0/W;
w;
5 0.7 (s)
Tfuf 6.3 (s)
Double-deck screen oo 10 /%7
T 0.7 (s)
‘EU.CU 0'7 (S)
o (TR
(s “\’/%
e 0.7 (s)
Tete 1.4 (s)
Magnetite medium Qi 0.495 (m?[s)
water addition
Qp.med 0.495 (m3[s)
Vp 3,53 (m?)
K, 0.16E-3 (m?)
Mixing box Qmb 0.500 (m3[s)
me,med 0.495 (mB/S)
Vib 0.16 (m3)
DMC Qi 0.500 (m?/s)
v, 0.38 (m3)
o 2
Pe.ash 2000 (kg/m?)
Pes 1920 (kg/m?)
Pcyvol 1100 (l(g/m3)
PeHy0 1000 (kg/m>)

100 (kg/m?3)

100 (kg/m?)
0.495 (m°/s)
0.22 (m?s)

0.22 (m?s)
200E—6 (m>s/kg)
77E—6 (m3s/kg)
390E—6 (m>s/kg)
390E—6 (m>s/kg)
150E—6 (m°>s/kg)
30E—6 (m>s/kg)
890E—6 (m>s/kg)
8.9E—6 (m’s/kg)
480E—6 (m>s/kg)
390E—6 (m>s/kg)

0.495 (m>/s)
0.495 (m°/s)

0.28 (m?)
1.5 (m)

Density (kg/ms)

1600

1
1550 F

Manipulated variables

160

Feedrate (kg/s)

140

— Measured mediuml

— — — Measured plantfeedl

0

200 400 600 800 1000 1200 1400 1600 1800

Time (s)

Fig. 20. Industrial step test for fine cyclone circuit.
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Table 11
Laboratory results for fine cyclone circuit step test.

Time % Ash % Moisture % Volatiles % Fixed carbon
Fine cyclone product screen 12:15 14.5 0.9 11.8 72.8

12:20 14.5 13 12.3 71.9

12:25 15.6 1.5 111 71.8

12:30 16.0 14 11.9 70.7

12:35 15.8 1.5 12.3 70.4

12:40 16.1 1.5 129 69.5
Average 15.4 14 12.1 71.2
Standard deviation 0.73 0.23 0.61 1.20

The manipulated variable in the DMS plant is the medium den-
sity for each DMC. Since it was difficult to take samples of the feed
ore and product from the coarse and ultrafine cyclones, only the
fine cyclone circuit was used. Fig. 20 illustrates the change in den-
sity setpoint that was made for the step test on the fine cyclone cir-
cuit and the measured ore feed rate conveyed into the plant.
During the step test, the feed rate of the ore into the plant dropped
owing to the control system that is currently implemented. The
reason for this is to ensure that no spillages occur at the product
conveyor belts.

During the step test representative samples were collected by a
South African Bureau of Standards-approved laboratory every
5 min from the product washing screen of the fine cyclone. The
laboratory results from the samples can be found in Table 11.

4.4. Model input

As input to the model, the manipulated variables of the process
include the feed rate of ore into the plant and the density setpoint
of the medium. These variables are measured and time trends are
shown in Fig. 20. The data used for input to the model has a sample
period of 14 s.

5. Simulation results and discussion

By interconnecting and simulating the models described in Sec-
tion 3, using the input from Section 4.4 and incorporating the
parameters from Section 4.2, it is possible to simulate each equip-
ment model. The Runge-Kutta approximation (Mathews and Fink,
1999) can be used to solve the differential equations describing the
models.

Simulated throughput of the single— and double-deck screens
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Fig. 21. Simulated throughput for single and double-deck screens.

Measurements of the product qualities during the industrial
experiment (Table 11) are also required to allow the comparison
of actual product components to the simulation, specifically for
the DMC.

5.1. Single- and double-deck screens

Fig. 21 illustrates the simulated response for the double-deck
and single-deck screen products. In this simulation it was esti-
mated that the feed ore measurement takes approximately 140 s
before it actually reaches the double-deck screen. This transfer de-
lay approximation was accepted by the plant metallurgist as a rea-
sonable estimate (Lundt, 2008). The correlation between the
simulated oversize material and actual oversize measurement is
0.89. The average yield for the double-deck screen oversized mate-
rial is 41%. For the coarse material, the average yield is 39%. The
undersized material from the bottom deck is collected and used
as input for the single-deck screen simulation. The yield for this
fine material is 71%.

The correlation between the simulated oversize material and
actual oversize measurement is high. This high correlation means
that the model predicts the oversize material accurately. The yield
for the different sized products is also comparable to that of what
the mine from which the experimental test was conducted typi-
cally obtains.

5.2. Magnetite medium water addition
Fig. 22 illustrates the simulated response of the water-addition
model for the medium RD control. This model input is the med-

ium-density response from the DMC simulation. The other model
input is the valve position for the addition of water. It is assumed
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Fig. 22. Simulated response of the water-addition model.
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Simulated density response of the medium and ore mix105
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Fig. 24. Simulated overflow and underflow densities.

that the DMC medium density is delayed by 14 s before it reaches
the water-addition model. This transfer delay approximation was
accepted by the plant metallurgist as a reasonable estimate (Lundt,
2008). It is also assumed that there are no losses of medium in the
recovery stage.

The correlation between the simulated response and actual
density measurement is 1.00. The high correlation in the water-
addition comparison means that the model predicts the output
accurately.

5.3. Mixing box

Fig. 23 illustrates the simulated response of the mixing box den-
sity output. The simulated fines output from the single-deck screen
is used as input for the ore feed into the mixing box. The actual
medium-density measurement is used as the second input to this
model. It is assumed that the medium takes 28 s from its measure-
ment point to reach the mixing box. This transfer delay approxima-
tion was accepted by the plant metallurgist as a reasonable
estimate (Lundt, 2008). The cyclone feed pressure can be used as
an indication of how the mix density responds and can be com-
pared to the simulated output. The oscillations in the pressure
could be a result of the pump cavitating or the vibrations of the
screens.

Ash percentage in the overflow simulation
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Fig. 25. Comparison of simulated, simulated mean with error-bar (95% confidence
interval) and measured ash percentage in overflow.
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Fig. 26. Comparison of simulated, simulated mean with error-bar (95% confidence
interval) and measured moisture percentage in overflow.
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interval) and measured volatile percentage in overflow.
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Simulated density response for the magnetite medium makeup tank
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Fig. 28. Simulated response of the medium make-up.
Table 12
Simulation comparison results summary.
Equipment model Correlation
Magnetite medium water addition 1.00
DMC
Ash 0.72
Moisture 0.80
Volatile 0.72
5.4. DMC

Fig. 24 illustrates the simulated DMC overflow and underflow
density responses. The underflow density response is larger than
the overflow density response. Fig. 25 illustrates a comparison be-
tween the simulated and actual ash percentage response. Since
samples could only be taken every 5 min for analysis, the simu-
lated mean for every 5 min was also computed. The laboratory re-
sults can be found in Table 11.

The correlation for the ash comparison is 0.72. Similarly the
moisture and volatile components are simulated and illustrated
in Figs. 26 and 27. The moisture comparison has a correlation of
0.80. For the volatile comparison the correlation is 0.72.

If the samples for the DMC model were taken at faster intervals,
the deviations shown in the error-bars for Figs. 25-27 will be re-
duced. Due to the limitation in sampling the product every 5 min
(Table 11) during the industrial experiment, the number of sam-
ples obtained is small. Since most of the measured product ash,
moisture and volatile percentages lie within the 95% confidence
interval for the error-bars in Figs. 25-27, the model predicts the
different outputs with a reasonable degree of accuracy.

5.5. Magnetite make-up corrected medium tank

Fig. 28 illustrates the simulated response for the magnetite
make-up corrected medium tank. The medium-density response
from the DMC is used as input for this model. The tank height is
incorporated into this model by making use of the Runge-Kutta
approximation.

5.6. Results summary

The correlation for each simulation comparison (where applica-
ble) is summarised in Table 12.

6. Conclusion

This work illustrates how dynamic models of a coal beneficia-
tion DMS circuit can be developed from first principles. The models
were developed from first principles as no such models could be
found in the current published literature. Each equipment model
in the DMS circuit was developed using the conservation of overall
mass. The conservation of mass of components was used to model
the ash, moisture and volatile percentages for the DMC.

The equipment models were found to be non-linear, and the
model parameters were identified and estimated to a reasonable
degree of accuracy. The validation of the models was performed
using an industrial experiment test case where plant data were col-
lected and samples were taken from a fine cyclone product and
analysed. During the test case, the medium density for fine cyclone
circuit was adjusted by introducing a step change. The high corre-
lation of 100% for the magnetite medium water addition, 72% for
the ash and volatile in the DMC overflow, and 80% for the moisture
in the DMC overflow indicate that the models simulate the DMS
process reasonably well.

By analysing the performance of an existing DMS plant, it was
found that improvements could be made with better process con-
trol. The models developed in this work can be used for the design
of a DMS plant controller in future.
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