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ABSTRACT: Coal is a major source of energy. The available Indian coal quality is very poor having  

very high ash content and low calorific value. Indian coal generates a large quantity of ash as a by-product of 

combustion. The objectives of the present study were to reduce the ash content of coal to produce ultra-clean 

coal. The coal was treated with a dual chemical leaching process consisting of NaOH followed by HCl. 

During experiments, the concentration of NaOH was varied from 2.5 to 10 M with 1.4 N HCl. Effect of 

shaking speed and time was analysed at 0, 50, 100, 150 and 200 rpm and 1, 2, 3 and 4 hours respectively. 

After chemical leaching, the ash content was reduced from 35.33 to 0.98% in the ultra-clean coal.  

The concentration of alkali, shaking speed and time of duration were found as highly influencing 

parameters for the reduction of ash content in the coal. Moreover, the current study should result  

in a better option for the removal of ash content from low-rank Indian coals. 
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INTRODUCTION 

Coal plays a most important role in the generation of 

power and is used as a source of energy for society. 

Generally, bituminous and sub-bituminous types of coal 

are found in India which has high ash content 30 to 40 % [1]. 

Coal is a heterogeneous compound made up of  

inorganic and organic components. The inorganic portion 

is generally mineral matter. During combustion, inorganic 

compounds are converted into ash and cause harmful 

impacts like the contamination of water and soil by 

leaching of heavy metals [2, 3]. Low-rank coal is not 

suitable for use in combustion, liquefaction and  

 

 

 

gasification processes [4]. Ash handling and environmental 

hazards are major problems faced by thermal power 

plants which run on low-rank coal. The coal consists of 

considerable amounts of nitrogen, sulphur, and mineral 

matter along with significant quantities of silicates, metal 

sulfides, metal oxides, metal sulfates, etc. The cleaning of 

low-rank coal is necessary before its utilization in various 

applications to prevent environmental hazards. High-rank 

coal is depleting at a faster rate from mines, so the 

conversion of low-rank coal into superior coal has come 

into demand [5]. For this purpose, chemical and physical  
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coal beneficiation methods have been developed. 

Currently, physical coal cleaning methods like froth 

flotation, magnetic and gravity separation are most 

commonly employed to liberate impurities [1]. These 

methods have negligible effects on the removal of 

mineral matter from parent coal.  

Chemical cleaning (beneficiation) is the technique  

by which high degrees of demineralization can be achieved. 

Acid, alkali and alkali-acid coal cleaning techniques  

were adopted by various researchers [5-10]. HCl and molten 

caustic leaching were effective in coal cleaning at high 

temperatures [5]. Coal cleaning with HF and HNO3 

produced low-ash coal [6]. Potassium hydroxide and HCl 

chemical cleaning at high temperatures were effective  

in the complete removal of sulphur [7]. In an investigation, 

it was observed that the effects of froth flotation and 

chemical cleaning processes provided high degrees of 

reduction in sulphur and ash from parent coal [8].  

The treatment of coking coal with Fe2(SO4)3, H2O2, CH3OH, 

and FeCl3 was also effective in the removal of ash as well 

as of sulphur content [9]. The use of kerosene-pine oil  

in the Froth flotation method was superior in ash removal 

over kerosene and pine oil individually [10]. Higher rates 

of decrease in sulphur and ash content were noticed  

in a treated coal sample with smaller particles size [11]. 

By treating coal samples with 0.5 N NaOH and 1.4 N HCl, 

46.8% decreases in the mineral matter can occur [12].  

The demand for chemically-treated coal in the future  

can be increased due to the large availability of low-rank 

coals having high ash and sulphur contents. The use of 

chemically-cleaned coal leads to lower environmental 

pollution and also decreases solid waste in the form of ash [13]. 

Previous studies indicate that chemical treatment can lead 

to the production of high-quality coal and environmentally 

friendly energy production systems. 

A literature review reveals that coal cleaning methods 

improve the quality of coal and help to reduce the ash 

content of coal. Limited work has been reported  

on the multi stage chemical cleaning of low-rank Indian 

coals with aqueous solutions of alkali or acid chemical 

agents. In the present study, an attempt has been made  

to investigate chemical leaching characteristics of low-grade 

Indian coal with NaOH and HCl at different 

concentrations. The experimentation was extended  

to a three-stage chemical cleaning of coal in order to observe 

optimum conditions. 

EXPERIMENTAL SECTION 

A coal sample was collected from the Guru Gobind 

Singh Super Thermal Power Plant, Ropar (Punjab), India. 

The collected sample was present in lump form. These 

lumps were crushed into small sizes (less than 5 cm) with 

the help of a hammer type coal crusher and then 

pulverised by a rotary ball mill. The pulverized coal 

sample was dried in an electric oven (manufactured  

by Narang Scientific work Pvt. Ltd., New Delhi, India) 

for three hours at 120°C to remove moisture from the coal. 

The sample was further processed for dry sieving using  

a mechanical sieve shaker (manufactured by Mody testing 

instruments corporation, Vadodara, India). The sieve 

analysis was carried out on BS-410 sieves (British 

Standard) to study the particle size distribution of 

pulverized coal. The sample of 75-106µm mesh size  

was collected from the respective sieves and used for 

further experimentation. The leaching experiments were 

conducted with changing the NaOH concentration from  

2.5 to 10 M and further treated with 1.4 N HCl.  

The particle of the coal sample was taken in the range  

of 75-106 µm due to the enrichment of this particle size 

range in the pulverized coal sample. The coal was mixed 

with an aqueous solution at a ratio of 1:10 (gram/ml).  

As coal is hydrophobic in nature, to ensure the proper 

mixing the slurry was stirred with the help of a magnetic 

stirrer (manufactured by IKA, Bangalore, India) for 10 minutes. 

The detailed procedure of the investigation is represented 

in Fig. 1. After mixing, a shaking operation was performed 

using an orbital shaker (manufactured by Remi 

Elektrotechnik Ltd., Vasai, India) at 150 rpm, 50°C for two 

hours. The coal sample was filtered with 11µm Whatman 

disc filter paper and dried in an oven at 120°C to scrub 

out coal from filter paper. The treated coal samples were 

repeatedly washed with distilled warm water until  

a natural pH value wasn’t achieved. The demineralized 

coal was again treated with 1.4 N HCl (Hydrochloric 

acid) for one hour. After the filtration of treated coal,  

the percentage of ash in the coal sample was determined 

using a muffle furnace (manufactured by Macro 

Scientific Works Pvt. Ltd. Delhi, India). In the second 

stage, the first-stage processed coal sample was again 

treated with respective concentrations of NaOH and 1.4 N 

HCl for durations of two and one hours respectively; again, 

the suspension was filtered at room temperature and the 

percentage of ash content was analysed.   
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Fig. 1: Schematic representation of procedure followed in experimentation. 
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Table 1: Proximate Analysis of untreated coal sample. 

S. No. Parameters Weight % 

1 Moisture 5.52 

2 Ash 35.33 

3 Volatile matter 19.09 

4 Fixed carbon 40.06 

 

 

 

 

 

 

 

 

 

 

 

 

Fig. 2: Effect of NaOH concentration on ash removal. 

 

The same procedure was followed in the third stage of 

chemical leaching. The second-stage processed coal 

sample was further treated with NaOH and HCl. The final 

coal suspension was filtered, dried, and preceded for ash 

content analysis. To analyse the effect of shaking speed, 

the leaching experiments were performed at different 

shaking speeds namely, 0, 50, 100, 150, and 200 rpm  

for two hours. Further analyses were carried out to test  

the effect of reaction time at a constant speed of 150 rpm 

at a temperature of 50ºC for one, two, three and four hours.  

 

RESULTS AND DISCUSSIONS 

Effects of NaOH concentration on ash content 

Three-Stage chemical treatment of coal has been 

carried out to investigate the effect of alkali NaOH 

concentration on ash content in the coal sample, which  

is shown in Fig. 2. Proximate analysis of untreated coal is 

represented in Table 1. During the experiments,  

the concentration of NaOH was varied from 2.5 to 10 M  

with a fixed concentration of HCl (1.4 N) at 150 rpm 

shaking speed for the duration of two hours. The ash 

content was determined by a proximate analysis using 

 a muffle furnace (IS-1350). The percentage decrease in 

ash content was calculated by using equation 1: 

a b
Percentage decrease in ash content 100

a


           (1) 

Where a represents ash content in the parent coal 

sample, and b is the reduced ash content percentage  

in chemically-treated coal. From Fig. 2, it is observed that 

the ash content present in the coal sample decreases with 

an increase in NaOH concentration. In the coal sample, 

initially, ash content was found to be 35.33% (by weight). 

After the first stage of the experimentation, ash content  

in the coal, sample was reduced to 24.71, 24.02, 21.28 

and 17.665% with 2.5, 5, 7.5 and 10 M NaOH solution 

respectively. The first-stage processed samples were not 

sufficient to produce ultra-clean coal (having an ash 

content of less than 1%), so further experiments were 

carried out while the value of ash content was reduced to 

10.59, 9.54, 7.71 and 5.29 % after the second stage. After 

the third stage, ash content was reduced to 7.06, 5.36, 

3.29 and 0.98%. Results show that ultra-clean coal was 

produced with 10 M NaOH and 1.4 N HCl solutions after 

the third stage of the chemical leaching process. Alumina 

and silica present in coal react with NaOH to form 

soluble compounds namely, silicates and aluminates as 

represented in the following chemical equations [7]: 

2 2 3 2SiO 2NaOH Na SiO H O                                 (2) 

2 3 2 2 2Al O 2NaOH Na AlO H O                              (3) 

As NaOH concentration increases, the concentration 

of silicate and aluminate ions also gradually increases  

in the solution until alumina silicate does not start 

accumulating. The mineral matter present in the form of 

alumina and silica in coal was dissolving out from  

the coal. Similar observations were also drawn by researchers 

[14-16] with KOH-HCl, HCl-HF, Ca(OH)2-HCl and 

HNO3-HCl respectively, to produce ultra-clean coal. 

 

Effect of shaking speed on ash content 

The chemical leaching experimentation was also 

performed to investigate the effect of shaking speed  

on ash content in the coal sample. Experiments  

were performed at different shaking speeds (0, 50, 100, 150 
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and 200 rpm) with 10 M NaOH and 1.4 N HCl solutions. 

Samples were shaken in an orbital shaker for two hours  

at a temperature of 50ºC. Variation of ash reduction with 

shaking speed is shown in Fig. 3. The decrease in the ash 

content was observed with an increase in shaking speed. In the 

initial stage, the ash content in the coal was reduced to 30.23, 

25.67, 21.59, 17.66 and 15.852% (by weight) with shaking 

speeds of 0, 50, 100, 150 and 200 rpm respectively. Similarly, 

ash content was reduced to 20.43, 15.54, 10.32, 5.29 and 

3.72% after the second stage. However, the values of ash 

content were reduced to 16.45, 11.32, 6.65, 0.98 and 0.62% 

after the third stage. Results show that ultra-clean coal  

was produced with 10 M NaOH solution at shaking speeds of 

150 and 200 rpm. The gradual decrease in ash content at the 

higher rpm was due to an increase in the mass transfer rate 

between coal and leaching agents. The results obtained were 

aggregated with results discussed by other researchers [8]. 

 

Effect of reaction time on ash content 

The effect of time duration on chemical washing of 

coal is investigated in this section. Coal particles of 75-106 

µm were treated with 10 M NaOH and 1.4 N HCl solutions 

for durations of 1, 2, 3 and 4 hours. Details of the reduction 

of ash content with variations of time are represented  

in Fig. 4. The decrease in the ash content was noticed with 

an increase in reaction time. The ash content of the parent 

coal was reduced to 19.96, 17.66, 15.84 and 13.32% after 

the first stage with reaction time periods of 1, 2, 3 and 4 hours 

respectively. Similarly, the weight percentage of ash 

content was reduced to 8.32, 5.29, 4.53 and 3.52% after  

the second stage of chemical leaching. Subsequently,  

ash content was reduced to 5.64, 0.98, 0.45 and 0.3% after 

the final stage. The ultra-clean coal was produced with 10 M 

NaOH and 1.4 N HCl solutions while treated for durations 

of 2, 3 and 4 hours. The decrease in ash content for coal 

cleaning at higher time duration was due to increases  

in reaction time. Present results were quite close to investigations 

previously carried out by a few researchers [17-20]. 

 

Effect of Temperature on Ash Content 

The effect of temperature on ash content in coal was also 

investigated at different temperatures namely 25, 40, 50 and 

60˚C. Coal samples of particle size 75-106 µm were treated 

with 10 M NaOH and 1.4 N HCl solutions. The decrease  

in ash content was noticed with an increase in temperature  

as shown in Fig. 5. In the first stage, ash content  
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Fig. 3: Effect of shaking speed on ash reduction. 

 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

Fig. 4: Effect of reaction time on ash removal. 

 
 

 

 

 

 

 

 

 

 

 

 

 

 

Fig. 5: Effect of temperature on ash removal. 
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Table 2: Effect of chemical leaching on ash constituents (by EDS) and calorific value (by  Bomb Calorimeter). 

Stages Coal samples 
Ash constituents (wt. %) 

Calorific Value 

(MJ/kg) 
Al2O3 SiO2 CaO FeO K2O Na2O Unburnt Carbon 

Initial Untreated coal 18.43 48.13 5.43 9.65 2.86 2.58 7.56 21.17 

First 

2.5 M NaOH + 1.4 N HCl 15.34 40.56 5.34 7.56 2.32 2.12 6.8 25.19 

5 M NaOH + 1.4 N HCl 14.02 36.28 4.32 6.08 1.94 1.93 4.98 25.41 

7.5 M NaOH + 1.4 N HCl 12.38 28.56 3.45 5.23 1.50 1.67 3.54 25.88 

10 M NaOH + 1.4 N HCl 9.98 10.98 2.65 3.98 1.28 1.51 1.56 26.55 

Second 

2.5 M NaOH + 1.4 N HCl 12.56 32.65 4.54 5.78 1.96 1.95 5.22 25.78 

5 M NaOH + 1.4 N HCl 9.87 28.54 3.95 4.65 1.21 1.53 3.10 25.94 

7.5 M NaOH + 1.4 N HCl 7.23 20.95 2.45 3.45 1.08 1.26 2.56 26.36 

10 M NaOH + 1.4 N HCl 5.90 4.95 1.54 2.43 0.89 0.98 0.92 27.03 

Third 

2.5 M NaOH + 1.4 N HCl 10.54 22.45 3.46 3.56 1.42 1.34 3.54 25.99 

5 M NaOH + 1.4 N HCl 8.65 16.54 2.75 2.13 1.02 1.20 2.86 26.24 

7.5 M NaOH + 1.4 N HCl 5.46 7.86 1.90 1.56 0.78 0.97 1.4 26.72 

10 M NaOH + 1.4 N HCl 1.56 1.25 0.98 0.45 0.35 0.67 0.56 27.38 

 

 

 

 

 

 

 

 

 

 

 

 
 

Fig. 6: EDS image of ash retained from untreated coal. 
 

from coal was reduced to 20.98, 17.66, 14.69 and 12.48% 

with temperature 25, 40, 50 and 60˚C respectively while 

ash content in coal was reduced to 7.54, 5.29, 3.38 and 

2.12% respectively after the second stage. However  

the values of ash content were reduced to 4.54, 0.98, 0.73 

and 0.65% after the final stage. Decrease in ash content 

was observed at higher temperatures due to increase  

in reaction kinetics with temperature [5, 17, 21]. 

 

Effect of chemical leaching on Calorific Value and ash 

constituents of coal sample  

Chemical characterizations of parent coal and 

chemically-treated coal ash were studied using EDS 
 

(energy dispersion x-ray spectrography). The chemical 

composition of ash obtained after every stage  

is represented in Table 2. Results obtained from EDS of 

parent coal ash (Fig. 6) shows that aluminum oxide and 

silica oxide were present in major proportions. However, 

other compounds, like calcium oxide, iron oxide, 

potassium oxide, and sodium oxide were present in minor 

proportions. In the parent coal, Al2O3, SiO2, Na2O, FeO 

and CaO were present in percentages of 18.43, 48.13, 

2.58, 9.65 and 5.43% (by weight) respectively. However, 

the percentage of all ash constituents decreased with  

an increase in NaOH concentration, as represented  

in Table 2.  
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Fig. 7: EDS of ash retained from coal treated by 1.4 N HCl and NaOH of (a)2.5 M , (b)5 M , (c)7.5 M and (d)10 M. 
 

The chemical leaching treatment was successfully 

completed at the end of the third stage. An EDS image  

of 2.5 M NaOH and 1.4 N HCl treated coal is represented 

in Fig. 7(a), which reveals that percentages of Al2O3, SiO2, 

CaO, FeO, K2O and Na2O were reduced to 10.54, 22.45, 

3.46, 3.56, 1.42 and 1.34% respectively. From Fig. 7(b), 

it is noticed that ash constituents further undergo decrease 

to 8.65, 16.54, 2.75, 2.13, 1.02 and 1.20% when treated 
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on treating with 5 M NaOH and 1.4 N HCl. Previous 

trends show that the NaOH concentration significantly 

contributes to the reduction of ash constituents, which  

can also be found in Figs. 7(c) and 7(d). After treating  

the coal samples with 7.5 M NaOH and 1.4 N HCl, 

percentages of ash constituents were found at percentages 

of 5.46, 7.86, 1.90, 1.56, 0.78 and 0.97%. Ultra-clean 

coal was produced with 10 M NaOH and 1.4 N HCl; 

percentages of ash constituents were 1.56, 1.25, 0.98, 

0.45, 0.35 and 0.67%. The significant decrease in the 

percentage of unburnt carbon from 7.56 to 0.56%  

was observed after the chemical treatment.  

The calorific value of treated (as well as of parent) 

coal was determined by using a bomb calorimeter (manufactured 

by Widsons Scientific Works, New Delhi, India). Calorific 

value (CV) was calculated by the formula below: 

 2334.2 T A B
Calorific value

X

   
  
 

                   (4) 

Where ΔT is temperature change, X is the weight of 

the coal sample (in grams), A is the weight of nichrome 

wire (in grams), and B is the weight of cotton thread  

(in grams). 

The CV of parent coal was found to be 21.17 MJ/kg. 

The CV of the coal was increased with an increase  

in alkali concentration. After the chemical leaching 

treatment in the last stage, the calorific values of the coal 

sample were 25.99, 26.24, 26.72, and 27.38 MJ/kg with 

2.5, 5, 7.5 and 10 M NaOH concentrated solution, 

respectively. This increase in calorific value shows that 

chemicals used for cleaning did not react with the 

carbonaceous matter present in coal [21-24]. 

 

CONCLUSIONS 

The experiments were performed to reduce ash 

content from pulverized coal. NaOH and HCl reacted 

with inorganic matter that was present in the coal.  

Ultra-clean coal was produced after three stages of chemical 

treatments and led to reductions in ash content from 35.33 to 

0.98% with 10 M NaOH solution. The concentration of 

alkali, shaking speed and time duration were found  

as highly-influencing parameters for the reduction of ash 

content in coal. Ultra-clean coal was obtained after 

chemical treatments with 10 M NaOH and 1.4 N HCl. 

The calorific value of the ultra-clean coal was  

27.38 MJ/kg.  Moreover, the current study should result 

in better options for the removal of ash content from  

low-rank Indian coals. Future aspects of this study  

are not only limited to coal cleaning, however; they  

can be extended to investigations of the chemical extraction 

from salts obtained after chemical treatments. 

 

ETHICAL ASPECTS 

There were no violations of people's rights. 

 
Received : Jun. 27, 2016  ;  Accepted : Nov. 20, 2017 

 

REFERENCES 

[1] Meshram P., Purohit B.K., Sinha M.K., Sahu S.K., 

Pandey B.D., Demineralization of Low Grade Coal - 

A Review, Renew. Sust. Energy Rev. (RSER), 41: 

745-761 (2015). 

[2] Strydom C.A., Bunt J.R., Schobert H.H., Raghoo M., 

Changes to the Organic Functional Groups of an 

Inertinite Rich Medium Rank Bituminous Coal 

During Acid Treatment Processes, Fuel. Process. 

Technol. (FPT), 92: 764-770 (2011). 

[3] Saikia B.K., Dutta A.M., Baruah B.P., Feasibility 

Studies of De-sulfurization and De-ashing of Low 

Grade Medium to High Sulfur Coals by Low Energy 

Ultrasonication, Fuel. (F), 123: 12-18 (2014). 

[4] Sharma D.K., Gihar S., Chemical Cleaning of Low 

Grade Coals through Alkali-acid Leaching 

Employing Mild Conditions under Ambient 

Pressure, Fuel. (F), 70:663-665 (1991). 

[5] Duz M.Z., Saydut A., Erdogan S., Hamamci C., 

Removal of Sulfur and Ash from Coal Using Molten 

Caustic Leaching, A Case Study from Hazro Fields 

Turkey, Energ. Explor. Exploit. (EEE), 27(6): 391-

400 (2009). 

[6] Jorjani E., Chapi H.G., Khorami M.T., Ultra Clean 

Coal Production by Microwave Irradiation 

Pretreatment and Sequential Leaching with HF 

Followed by HNO3, Fuel Process. Technol. (FPT), 

92: 1898-1904 (2011). 

[7] Mukherjee S., Borthakur P.C., Effects of Alkali 

Treatment on Ash and Sulphur Removal from Assam 

Coal, Fuel Process. Technol. (FPT), 85: 93-101 (2003). 

[8] Alam H.G., Moghaddam A.Z., Omidkhah M.R., The 

Influence of Process Parameters on Desulfurization 

of Mezino Coal by HNO3/HCl Leaching, Fuel 

Process. Technol. (FPT), 90: 1-7 (2009). 

http://www.sciencedirect.com/science/article/pii/S1364032114007588
http://www.sciencedirect.com/science/article/pii/S1364032114007588
http://www.sciencedirect.com/science/article/pii/S0378382010002961
http://www.sciencedirect.com/science/article/pii/S0378382010002961
http://www.sciencedirect.com/science/article/pii/S0378382010002961
http://www.sciencedirect.com/science/article/pii/S0016236114000775
http://www.sciencedirect.com/science/article/pii/S0016236114000775
http://www.sciencedirect.com/science/article/pii/S0016236114000775
http://www.sciencedirect.com/science/article/pii/S0016236114000775
http://www.sciencedirect.com/science/article/pii/001623619190182A
http://www.sciencedirect.com/science/article/pii/001623619190182A
http://www.sciencedirect.com/science/article/pii/001623619190182A
http://www.sciencedirect.com/science/article/pii/001623619190182A
http://journals.sagepub.com/doi/abs/10.1260/0144-5987.27.6.391
http://journals.sagepub.com/doi/abs/10.1260/0144-5987.27.6.391
http://journals.sagepub.com/doi/abs/10.1260/0144-5987.27.6.391
http://www.sciencedirect.com/science/article/pii/S0378382011001810
http://www.sciencedirect.com/science/article/pii/S0378382011001810
http://www.sciencedirect.com/science/article/pii/S0378382011001810
http://www.sciencedirect.com/science/article/pii/S0378382011001810
http://www.sciencedirect.com/science/article/pii/S0378382003001395
http://www.sciencedirect.com/science/article/pii/S0378382003001395
http://www.sciencedirect.com/science/article/pii/S0378382003001395
http://www.sciencedirect.com/science/article/pii/S0378382008001653
http://www.sciencedirect.com/science/article/pii/S0378382008001653
http://www.sciencedirect.com/science/article/pii/S0378382008001653


Iran. J. Chem. Chem. Eng. Alkali Leaching of Indian Coal for Ash Reduction Vol. 37, No. 6, 2018 

 

Research Article                                                                                                                                                                  155 

[9] Ehsani M. R., Desulphurization of Tabas coal using 

Chemcial Reagents, Iran. J. Chem. Chem. Eng. 

(IJCCE), 25(2): 59-66 (2006). 

[10] Ehsani M. R., Eghbali F., Reduction of Sulphur and 

Ash from Tabas Coal by Froth Flotation, Iran. J. 

Chem. Chem. Eng. (IJCCE), 26(2): 35-40 (2007). 

[11] Weng S.H., Mossbauer Analysis of the Microwave 

Desulfurization Process of Raw Coal, J. Appl. Phys. 

(JAP), 73: 4680–4692 (1993). 

[12] Bolat E., Saglam S., Piskin S., Chemical 

Demineralization of a Turkish High Ash 

Bituminuous Coal, Fuel Process. Technol. (FPT), 

57: 93–99 (1998). 

[13] Ryberg M.W., Owsianiak M., Laurent A., Hauschild M.Z., 

Power Generation From Chemically Cleaned Coals: 

Do Environmental Benefits of Firing Cleaner Coal 

Outweigh Environmental Burden of Cleaning?, 

Energ.  Env. Sci.(EES), 8(8): 2435-2447 (2015). 

[14] Steel K.M., Besida J., O’donnell T.A., Wood D.G., 

Production of Ultra Clean Coal Part I—Dissolution 

Behaviour of Mineral Matter in Black Coal toward 

Hydrochloric and Hydrofluoric Acids, Fuel Process. 

Technol. (FPT), 70: 171-192 (2001). 

[15] Wang J., Tomita A., Removal of Mineral Matter 

from some Australian Coals by Ca(OH)2/HCl 

Leaching, Fuel. (F), 77:1747-1753 (1998). 

[16] Spears D.A., The Determination of Trace Element 

Distributions in Coals using Sequential Chemical 

Leaching - A New Approach to an Old Method, 

Fuel. (F), 114: 31-37 (2013). 

[17] Abdollahy M., Moghaddam A.Z., Rami K., 

Desulfurization of Mezino Coal using Combination 

of Flotation and Leaching with Potassium 

Hydroxide/Methanol, Fuel. (F), 85: 1117-1124 

(2006). 

[18] Penica E.T., Camacho L.F., Herrera C.A., Martinez D., 

Effect of Complexing Agents in the Desulphurization 

of Coal by H2SO4 and H2O2 leaching, Miner. Eng. 

(ME), 29: 121-123 (2012). 

[19] Samanta R.S., Mondal C., Separation of Mineral 

Matter from Indian Coal by using Solvents, Int. J. 

Res. Eng. Technol. (IJRET), 3(2): 349-357 (2014). 

[20] Rehman F., Malik S. R., Khan A. M., Zafar M. S., 

Waqas S., Chemical Treatment of Coal by Alkali 

Leaching Process, Sci. Int. (SI), 27(6): 6137-6140 

(2015). 

[21] Wahab A., Nawaz S., Shahzad K., Akhtar J., Kanwal S., 

Munir S., Sheikh N., Desulfurization and 

Demineralization of Lakhra Coal by Molten Caustic 

Leaching, Energ. Source. A (RUEE), 37: 1219-1223 

(2015). 

[22] Kusakabe K., Orita M., Kato K., Morooka S., Kato Y., 

Kusunoki K., Simultaneous Desulphurization and 

Demineralization of Coal, Fuel (F), 68: 396-399 

(1989). 

[23] Steel K.M., Wu Z., Demineralization of a UK 

Bituminous Coal using HF and Ferric Ions, Fuel (F), 

86: 2194-2200 (2007). 

[24] Sun T., Shen Y., Jia J., Novel Desulfurization 

Method of Sodium Borohydride Reduction for Coal 

Water Slurry, Energ. Fuel. (EF), 25: 2963-2967 

(2011). 

 

http://www.ijcce.ac.ir/article_8091.html
http://www.ijcce.ac.ir/article_8091.html
http://www.ijcce.ac.ir/article_7651.html
http://www.ijcce.ac.ir/article_7651.html
http://aip.scitation.org/doi/pdf/10.1063/1.352763
http://aip.scitation.org/doi/pdf/10.1063/1.352763
http://www.sciencedirect.com/science/article/pii/S0378382098000757
http://www.sciencedirect.com/science/article/pii/S0378382098000757
http://www.sciencedirect.com/science/article/pii/S0378382098000757
http://pubs.rsc.org/en/content/articlelanding/2014/ee/c5ee01799h#!divAbstract
http://pubs.rsc.org/en/content/articlelanding/2014/ee/c5ee01799h#!divAbstract
http://pubs.rsc.org/en/content/articlelanding/2014/ee/c5ee01799h#!divAbstract
http://www.sciencedirect.com/science/article/pii/S0378382001001710
http://www.sciencedirect.com/science/article/pii/S0378382001001710
http://www.sciencedirect.com/science/article/pii/S0378382001001710
http://www.sciencedirect.com/science/article/pii/S0016236198001082
http://www.sciencedirect.com/science/article/pii/S0016236198001082
http://www.sciencedirect.com/science/article/pii/S0016236198001082
http://www.sciencedirect.com/science/article/pii/S0016236112007417
http://www.sciencedirect.com/science/article/pii/S0016236112007417
http://www.sciencedirect.com/science/article/pii/S0016236112007417
http://www.sciencedirect.com/science/article/pii/S001623610500400X
http://www.sciencedirect.com/science/article/pii/S001623610500400X
http://www.sciencedirect.com/science/article/pii/S001623610500400X
http://www.sciencedirect.com/science/article/pii/S0892687511003785
http://www.sciencedirect.com/science/article/pii/S0892687511003785
http://www.academia.edu/6864376/SEPARATION_OF_MINERAL_MATTER_FROM_INDIAN_COAL_BY_USING_SOLVENTS
http://www.academia.edu/6864376/SEPARATION_OF_MINERAL_MATTER_FROM_INDIAN_COAL_BY_USING_SOLVENTS
http://www.sci-int.com/pdf/636372722270749656.pdf
http://www.sci-int.com/pdf/636372722270749656.pdf
http://www.tandfonline.com/doi/abs/10.1080/15567036.2013.837547
http://www.tandfonline.com/doi/abs/10.1080/15567036.2013.837547
http://www.tandfonline.com/doi/abs/10.1080/15567036.2013.837547
http://www.sciencedirect.com/science/article/pii/0016236189901099
http://www.sciencedirect.com/science/article/pii/0016236189901099
http://www.sciencedirect.com/science/article/pii/S0016236107001172
http://www.sciencedirect.com/science/article/pii/S0016236107001172
https://pubs.acs.org/doi/abs/10.1021/ef200657c
https://pubs.acs.org/doi/abs/10.1021/ef200657c
https://pubs.acs.org/doi/abs/10.1021/ef200657c

