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Abstract

:

When obtaining sulfuric acid from pyrite concentrates, a significant amount of waste is generated in the form of pyrite cinders that require disposal. The methods used in processing this raw material are, as a rule, the pyrometallurgical processes of chlorination and chloride sublimation, the disadvantages of which include increased energy consumption and a lack of complexity in the extraction of valuable components. Hydrometallurgical processes are in less demand due to their multi-stage nature and complexity of execution. The method of chemical activation developed at the JSC “Institute of Metallurgy and Ore Beneficiation” makes it possible to isolate iron and non-ferrous metals into separate, middling products and to concentrate noble metals in the cake at the first stage. Physical and chemical studies of the cake found that its basis comprises iron compounds. The silver in the cake is associated with pyrite, while the gold is associated with hematite; it is also possible to find gold in the form of AuCl3. The content of gold in the cake is 1.5 g/t, and the silver content is 17.7 g/t. Based on physical and chemical studies and data from the literature, various versions of the hydrochlorination method are proposed to open the cake.
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1. Introduction


One of the main methods for producing sulfuric acid is the roasting of sulfur-containing raw materials, usually pyrite concentrates, to produce sulfur dioxide. The storage of pyrite cinders formed during the roasting process, like any other manufactured waste, causes significant land rejection, adverse hydrogeological and geochemical changes, and intense pollution of the soil, water bodies, and air.



Under the influence of atmospheric precipitation and climatic conditions in the accumulated cinders and waste, changes in the chemical and phase compositions and the formation of compounds containing many heavy and toxic metals that are soluble in aqueous media occur, with a detrimental effect on the environment. On one hand, the accumulated pyrite cinders and waste pose a real threat of pollution to water and air; on the other hand, they are a valuable source of ferrous, non-ferrous, and precious metals which has not been used to date due to the lack of economically viable technologies.



Chlorination is a classic method for processing pyrite cinders that has been introduced in a number of countries [1,2,3,4,5]. It should be noted that, in terms of iron content, pyrite cinders are equivalent (50–60%) to good iron ores; however, their use for iron smelting is hindered by the presence of non-ferrous metals and sulfur. Therefore, the technological processing scheme should provide a fairly complete extraction of non-ferrous metals and result in a product that is suitable for blast-furnace smelting. This is achieved by the chlorinated roasting of pyrite cinders, followed by the leaching of non-ferrous metal compounds. A method involving the low-temperature (550–600 °C) chlorinated roasting of cinders with common salt (or calcium chloride) was introduced at the Duisburg plant in the Federal Republic of Germany [1,6]. However, the need to leach excessively large volumes of chlorinated cinder in order to extract non-ferrous metals is one of the bottlenecks that reduces the practical significance of this approach.



The most promising direction of chlorinated roasting is chloride sublimation [2,7], in which table salt is used as a chlorinating agent. Pre-granulated, raw materials are loaded into a shaft furnace heated by hot (1250 °C) gases. Iron is not chlorinated in an oxidizing atmosphere, and non-ferrous metal impurities are removed in the form of chlorides, which have lower boiling points. There is a separation of non-ferrous metals from iron. Thi method is characterized by sufficiently high rates for the extraction of non-ferrous metals. However, it can only be used for processing pyrite cinders of strict chemical and granulometric compositions.



Recently, ammonium chloride has been used as a chlorinating agent [8], making it possible to expand the range of possible compositions for the feedstock.



The most noteworthy chloride-free method for processing pyrite cinders was developed by Outokumpu, and it involves the melting of pyrite concentrates in a neutral atmosphere with the sublimation of sulfur, the production of troilite matte, the removal of slag, matte granulation in water, and oxidative roasting. This method makes it possible to obtain a product containing up to 67% iron, but it does not allow for the extraction of non-ferrous and precious metals [9].



One method proposed in a later development includes heating the cinder and melting it in the presence of a reducing agent and flux mixtures composed of materials containing CaO and Al2O3 and processing the resulting iron-based alloy with solid oxidizers containing calcium sulfate [10]; in some cases, SiO2 is used as a flux [11]. The disadvantage of this method is the low recovery of precious metals.



All of the described methods are pyrometallurgical and energy intensive. Recently, much attention has been paid to hydrometallurgical methods for processing pyrite cinders.



The method described in [3] includes a preliminary, four-stage leaching of non-ferrous metals with water and a solution of sulfuric acid and the subsequent leaching of precious metals with a hydrochloric acid solution of thiocarbamide. This method allows for the separation of blister copper, iron oxide pigment, and zinc oxide into separate products and the extraction of precious metals from a hydrochloric acid thiocarbamide solution.



The disadvantages of this method are the multi-stage, low extraction of iron and precious metals from the cinder and the contamination of the obtained iron oxide pigments with non-ferrous metal impurities.



A known method for the deep processing of pyrite cinders includes leaching non-ferrous metals with a bacterial complex [4]. The disadvantages of this method are the long duration of bacterial leaching and the complexity of the cultivation process for acidophilic thionic bacteria.



Based on the available information [5,12,13], hydrometallurgical methods have remained the predominant direction of the research in recent years.



We have developed a method for the chemical activation of technogenic, raw materials [14,15]. Due to the conditions of chemical activation, the opening of the primary concentrate of noble metals is achieved. This technique also makes it possible to concentrate noble metals into a separate intermediate product, the processing of which is possible by one of the known methods and is determined by its composition and structural features.



Currently, a significant amount of gold-bearing raw materials in the world are processed using sodium cyanide [14,15,16,17]. Depending on the structural features of the raw materials, a number of technological methods are additionally used; these are mainly reduced to the preliminary oxidation of raw materials by roasting the ore or obtaining a concentrate, bacterial oxidation, treatment with nitric acid, or exposure to oxygen under high pressure in an autoclave (redox process), etc. [16,17].



The advantage of hydrochlorination in the processing of gold-bearing raw materials lies in the combination of two processes performed at once: oxidation and leaching, according to the equation:


2Au + 3Cl2 + 2Cl− = 2AuCl−4











The use of chlorine in the hydrometallurgical cycle of gold production has a fairly long history. For a long time, the method was the main and practically only option in the hydrometallurgical processing of gold-bearing ores.



The disadvantages of the chlorination process in the initial period were the need to use a large amount of chlorine-containing reagents, its toxicity, and the insufficient efficiency of the equipment and design of the process.



Over time, thanks to advances in theory and practice, chlorination has gained increasing strength and has been successfully used in the processing of gold-bearing raw materials.



One of the relatively new directions in the field of chlorination leaching of gold from raw ore materials is hot hydrochlorination, in which a pure chloride medium is used for leaching and is combined with halide solutions containing a high concentration of NaCl, NaBr, and CuCl2. In this case, the process of gold dissolution is combined with the chemical opening of gold-bearing sulfides.



This method was used by Intec (Australia) and Outocumpo (Finland) [18] when developing their own options for the process of chlorination extraction of copper and gold from chalcopyrite concentrates.



Further development of the process revealed the possibility of extracting gold in this way not only from chalcopyrite but also from its accompanying iron sulfides: arsenopyrite and pyrite. In this case, gold is freed from association with the indicated sulfides and passes into solutions.



Ongoing, intensive research on the theoretical and technological aspects of the hydrochlorination process and a comparison of the performance of this process with the cyanidation of gold ores and concentrates revealed a number of advantages of hydrochlorination. These include [19]:




	(a)

	
A higher rate of gold leaching by chloride solutions due to the use of high concentrations of an oxidizing agent (molecular chlorine);




	(b)

	
The possibility of obtaining hydrochloric acid solutions rich in Au content, from which it is convenient to subsequently extract gold by direct electrolysis;




	(c)

	
The effectiveness of the application of the chlorinated leaching of gold to various ore materials that are difficult to cyanidate, for example, antimony, arsenic, copper and telluride concentrates;




	(d)

	
A fairly simple and effective method for the subsequent adsorption extraction of gold on activated carbon. Unlike cyanidation, gold from chloride solutions is deposited on coal granules in the form of metal:











4AuCl3 + 3C + 6H2O = 4Au + 12HCl + 3CO2











At present, the process of hydrochlorination is especially relevant to the processing of carbonaceous, gold-bearing ores. The US Bureau of Mines has developed a variant of this technology for the chlorine oxidation of such raw materials. This process is called CICL (“CARBORI–in Chlorine Leaching”). It combines successive operations of the chlorine deactivation of natural carbon, the chlorination leaching of gold, and its adsorption from the pulp with activated carbon.



It should be noted that, in addition to with cyanidation and hydrochlorination, the thiosulfate processing method has recently received increasing attention in the worldwide practice of gold extraction [20,21,22,23].



There are many options for the use of sulfur-containing reagents. However, they all have certain disadvantages: the formation of elemental sulfur and a decrease in the recovery of precious metals, poor pulp filterability, the high cost of individual reagents, etc. Nevertheless, the use of sulfur-containing reagents for the extraction of noble metals is an attractive option due to its non-toxicity, the possibility of deep opening, and recovery without pre-concentration.



In any case, the choice of one or another method of processing gold-bearing raw materials, as mentioned above, is based primarily on the study of their composition and structure [24,25,26,27].




2. Materials and Methods


The quantitative content of concentrated gold and silver leaching was determined on an atomic emission spectrometer with inductively coupled plasma (ICP), the Optima 8000 DV (ICP, PerkinElmer, Norwalk, CT, USA).



X-ray phase data of the noble metal concentrate were obtained with the help of a D8 Advance diffractometer (Bruker AXS GmbH, Karlsruhe, Germany) with a cobalt anode, radiation, Cu, and X-ray fluorescence data, with the help of a Venus 200 wave dispersion spectrometer from “PANalytical” Netherlands. Diffractograms were decoded and interplanar distances were calculated using EVA software (HVAC version, LBS, Bhandup West, Mumbai, India). Sample transcripts and phase searches were performed with “Search/match” software using the ASTM card database.



The X-ray phase method results were supplemented with mineralogical analysis data obtained using an AxioScope.A1 (Carl Zeiss Microscopy GmbH, Oberkochen, Germany). Infrared (IR) spectra were recorded with an Avatar 370 CsI FTIR spectrometer (Nicolet Instrument Corporation, Raleigh, NC, USA) in the spectral range of 4000–300 cm−1.



For pulp hydrochlorination, a plant was used that included a chlorine generator: a two-chamber electrolyzer with an MK-40 membrane-separated anode and cathode chambers and a closed reactor with a stirrer for pulp leaching. The cathode was steel, and the anode was titanium coated with ruthenium oxide. Chlorine gas from the anode chamber entered the reactor, which contained the slurry. In the process of leaching, the pulp was mixed with a PE 8399 mixer from the Ekros company, Russia, St. Petersburg. The concentration of sodium chloride in the anolyte was 300 g/dm3.



Electrochlorination was carried out in a single reactor in which chlorine gas was generated, and leaching was simultaneously carried out with stirring. Graphite electrodes were used.




3. Results


Pyrite cinders are a finely dispersed, technogenic raw material with a complex composition.



The most valuable components of pyrite cinders are noble metals. The use of the chemical activation method to process pyrite cinders allowed 26% of the ferrous metals and more than 75% of the non-ferrous metals to be separated into industrial products and precious metals to be concentrated in the cake at this stage. This cake can be considered a primary concentrate of noble metals. Physical and chemical tests of the concentrate showed that its content of gold was 1.5 g/t and its silver content was 17.7 g/t. Among the main components, Fe, S, Al, Si, and Ca prevailed (Table 1), and the main phases were iron compounds (Table 2).



The results of the X-ray phase method are supplemented by the data of the IR spectroscopic method (Figure 1), according to which the presence of the following bands was revealed in a sample of pyrite cinders: iron oxide, α-Fe2O3—539, 471, 375, and 328 cm−1 [28]; hematite, Fe2O3—545, and 471 cm−1 [29]; natrojarosite, NaFe3(SO4)2(OH)6—3394, 1623, 1094, 1031, 1007, 630, and 478 cm−1 [29]; kaolinite, Al4[(OH)8|Si4O10]—3627, 1623, 1031, 1007, 916, 758, 690, 539, and 471 cm−1 [29,30]; quartz, SiO2—795, 778, 690, 397, and 375 cm−1 [30,31]; albite, Na[AlSi3O8]—1163, 609, 589, and 478 cm−1 [31]; anorthite, Ca[Al2Si2O8]—1163, 758, 667, 539, and 471 cm−1 [31]; and [CO3]2—group—1420 and 876 cm−1 [32].



Possible presences included: gold trichloride, AuCl3—368, 355, and 303 cm−1 [28]; faustite, 4(Zn;Cu)Al6 (PO4)4 (OH)8 ∙ 4H2O–1031, 1007, 916, 758, 690, 539, and 471 cm−1 [29]; high alumina brick—552 cm−1 [32].



Gold was also present in both free form and in intergrowths with hematite and waste rock in ultrafine and finely dispersed forms. There were gold particles covered with oxidation films of goethite–limonite composition—“gold in a shirt” [18]. The shape of gold particles was varied: spherical, irregularly shaped, and, less often, elongated. The surface of the grains was both smooth, with clear contours, and rough and embossed. The color ranged from pale yellow to bright golden. The distribution of forms of gold in the presence of concentrate is shown in Figure 2.



According to the mineralogical analysis, hematite was present in the form of fine-grained zonal aggregates, indicating their stage of oxidation. Sulfide mineralization was extremely weak and was represented by pyrite, chalcopyrite, and silver particles.



Thus, from the presented results, it follows that iron compounds were the basis of the obtained concentrate. Silver in the concentrate is associated with pyrite, while gold is associated with hematite; it was also possible to find gold in the form of AuCl3.



Based on the literature data [10,11,12] and the results of the physical and chemical analyses for the opening of the primary concentrate of precious metals, a method of hydrochlorination was proposed. Over the course of the research, the following options were tested: saturating the pulp with chlorine gas based on the obtained concentrate and sodium chloride at a concentration of 10 g/dm3, and a combination of chlorine generation and pulp leaching in one reactor. Chlorine gas emitted at the anode in the chlorine generation process was fed into the reactor and acted on the pulp. As an active oxidizing agent, it destroyed the matrix holding the noble metals, providing more favorable conditions for their transfer into the solution.



The hydrochlorination process intensity, in addition to the concentration of sodium chloride in the anolyte, was determined by the current density, the duration of the process, and the ratio of solid to liquid phases. The concentration of sodium chloride in the anolyte was equal to 300 g/dm3. The results of the experiments are presented in Table 3, which shows that the degree of gold leaching increased with an increase in the current density and the process duration. With an increase in duration of up to 56 h (current density 1000 A/m3), the degree of gold recovery was 35–40%, while it was only 18% for 7 h. The optimal ratio can be considered 1:5 or 1:7.



The second option included pulp formation from the noble metal concentrate and analyte, leading from the previous leaching with pulp saturation using chlorine gas.



The formation of ClO− and ClO3− ions is possible during the interaction of chlorine gas with an aqueous solution of the anolyte; according to thermodynamic calculations [11,12] and confirmed by IR spectroscopic analysis (Figure 3), an advantage can be found in terms of the ClO3− ion formed during the following reaction: 3ClO− = 2 Cl− + ClO3−.



The absorption bands of valence ν(OH)–3427 cm−1, strain δHOH-1647 cm−1, and vibration ν L H2O with a maximum at the wavelength of 628 cm−1 of molecular water vibrations were fixed in the spectrum (Figure 3) [28]. The presence of [ClO3]− 969 cm−1 and [ClO4]− 1110 cm−1 ions [28], as well as [SO3]2−–969 cm−1 and [SO4]2−1110 cm−1, is possible [29].



The presence of [SO3]2− and [SO4]2− ions in the solution can be explained by the oxidation of the pyrite contained in the primary noble metal concentrate.



Studies on the hydrochlorination process were carried out with the following parameters: a T:L ratio of 1:5, a current density of 1000 A/m3, and a duration of 7 h. The results obtained are presented in Table 3 and Figure 4, Figure 5 and Figure 6. It follows from the table and figures that the degree of gold leaching was 31.1%. In this experiment, the impact on the pulp not only affected chlorine gas but also the oxidizing agents contained in the analyte, resulting in an increase in the degree of gold leaching.



The degree of recovery of silver in the solution did not exceed 13.5% in the described experiments. It is known that an insoluble compound—silver chloride—is formed in chloride solutions. However, in an atmosphere of atomic chlorine, the formation of silver chlorine complexes by analogy with gold is possible; however, these complexes are very unstable and decompose with the formation of insoluble silver chloride. In our case, the silver concentration in the solution was very low, indicating that the amount of precipitate was extremely small.



The electrochlorination process was carried out according to the procedure indicated above at a current density of 1000 A/m3 and a duration of 7 h. The concentration of sodium chloride varied from 50 to 300 g/dm3. The best results were obtained at a NaCl concentration of 150 g/dm3 and are shown in Table 3. The degree of gold leaching under these conditions for 7 h was 89.7%, and the degree of silver leaching was 36%.



IR spectroscopic studies of a pyrite cinder sample after the chlorination process (Figure 7) revealed the presence of bands within: iron oxide, α-Fe2O3—540, 478, 373, and 326 cm−1 [28]; hematite, Fe2O3—548 and 478 cm−1 [30]; natrojarosite, NaFe3(SO4)2(OH)6—3361, 1624, 1186, 1094, 1027, 1011, 630, and 478 cm−1 [31]; kaolinite, Al4[(OH)8| Si4O10]—917, 758, 691, 540, and 478 cm−1 [28,32]; quartz, SiO2—794, 777, 691, 395, and 373 cm−1 [28,30]; and A group [CO3]2—1425 and 878 cm−1 [29]. Possibly present was high aluminum brick—789 and 553 cm−1 [29].



When comparing the data obtained from the IR spectroscopic analysis of the pyrite cinder sample before and after electrochlorination, it can be seen that gold, which was in the original sample in the form of AuCl3, was passed into solution.



Thus, the results obtained show that the electrochlorination process is more effective than pulp hydrochlorination. In this process, along with an oxidizer, an electromagnetic field acts on the pulp, resulting in the active destruction of the lattice of the host noble minerals. It also follows from the obtained data that it is possible to achieve a gold extraction rate from the solution of approximately 90%, and to extract non-ferrous metals and iron during the first stage via the preliminary chemical activation of pyrite pulp and subsequent electrochlorination. During electrochlorination, approximately 60% of the silver is concentrated in the cake, from which it can be extracted by nitric acid leaching or cyanidation.




4. Conclusions


The scientists of the JSC “Institute of Metallurgy and Ore Beneficiation” have developed a method for the chemical activation of technogenic raw materials. This method can be used in the processing of pyrite cinders [7], making it possible to separate non-ferrous metals and iron into separate, middling products during the first stage and to concentrate gold and silver in a cake. Physical and chemical studies of the cake showed that iron compounds are its basis, silver is associated with pyrite, and gold is associated with hematite. Some of the gold is present as chloride. Based on physical and chemical studies and data from the literature, various hydrochlorination methods have been proposed and studied in order to open the cake.



The electrochlorination variant turned out to be the most effective, which made it possible to transfer approximately 90% of the gold into solution in 7 h. The degree of silver recovery under these conditions was 41.1%. Silver can be recovered from the cake after electrochlorination by cyanidation or leaching with nitric acid.



The method of extracting gold and silver developed and described in this article will complement and complete the current technology for processing pyrite cinders using the method of preliminary chemical activation. The technology as a whole is quite compact and can be used for processing not only pyrite cinders but also other technogenic and raw mineral materials of similar composition.
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Figure 1. Infrared spectrum of the initial sample of pyrite cinders. 
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Figure 2. Distribution of forms of gold in the presence of concentrate. 






Figure 2. Distribution of forms of gold in the presence of concentrate.



[image: Chemengineering 07 00014 g002]







[image: Chemengineering 07 00014 g003 550] 





Figure 3. IR spectrum of the analyte. 
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Figure 4. Influence of current density on the degree of extraction of precious metals. 
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Figure 5. Effect of the S:L ratio on the recovery rate of precious metals. 
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Figure 6. Effect of duration on the degree of recovery of precious metals. 
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Figure 7. The infrared spectrum of a sample of pyrite cinders after chlorination. 
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Table 1. Results of X-ray fluorescence analysis of the elements in the concentrate sample.
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Composition of Noble Metal Concentrate, %






	
Na

	
Mg

	
Al

	
Si

	
P

	
Ti




	
0.613

	
0.137

	
1.691

	
6.364

	
0.070

	
0.097




	
Ca

	
K

	
Cl

	
S

	
Mn

	
Fe




	
0.904

	
0.207

	
0.020

	
3.105

	
0.015

	
42.647




	
Co

	
Cu

	
Zn

	
As

	
Se

	
Sr




	
0.066

	
0.152

	
0.376

	
0.099

	
0.223

	
0.027




	
Zr

	
Ba

	
Hg

	
Pb

	

	




	
0.008

	
2.586

	
0.062

	
0.188
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Table 2. Results of X-ray phase analysis in the concentrate sample.
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	Compound Name
	Formula
	S-Q





	Maghemite, syn
	Fe2O3
	62.5%



	Hematite, syn
	Fe2O3
	20.9%



	Quartz, syn
	SiO2
	7.5%



	Szomolnokite, syn
	FeSO4·H2O
	5.8%



	Barium tetraaluminate|Barium Aluminum Oxide
	BaAl4O7
	3.3%
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Table 3. Hydrochlorination variants in the concentrate sample.
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	Experimental Conditions
	Time, h
	S:L.
	Current Density, A/m3
	Au Content, mg/m3
	Extraction

Au,%
	Ag Content, mg/m3
	Extraction

Ag,%





	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	7
	1:5
	250
	0.084
	5.6
	0.212
	1.2



	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	7
	1:5
	500
	0.174
	11.6
	0.443
	2.5



	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	7
	1:5
	1000
	0.280
	18.7
	0.673
	3.8



	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	7
	1:3
	1000
	0.289
	19.3
	0.690
	3.9



	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	7
	1:7
	1000
	0.275
	18.3
	0.655
	3.7



	Pulp: concentrate and sodium chloride 5 g/dm3 + chlorine gas
	56
	1:5
	1000
	0.596
	39.7
	1.044
	5.9



	Pulp: concentrate and anolyte from the previous experiment + chlorine gas
	7
	1:5
	1000
	0.465
	31.0
	2.389
	13.5



	Electrochlorination
	7
	-
	1000
	1.360
	89.7
	7.274
	41.1
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