
Large bag�lter systems are used to abate particulate from many modern incineration processes due to their high collection ef�ciency and overcoming the 
problems of ef�uent disposal associated with wet collection systems.  Since bag�lters are no different than other process plant, it is important to ensure 
the plant is always operating at optimum conditions to ensure particulate emissions are minimised.  PCME provides a number of solutions to help plant 
operators obtain this optimal performance:

� A multi-compartment broken bag system, capable of monitoring the emissions from each bag compartment and indicating and isolating the 
  location of a compartment in which a bag failure has occurred

� A �prediction� system for associating the dust peaks caused by bag cleaning to the cleaning cycle of the bag�lter, enabling the location of failing  
 bag rows to be anticipated and diagnosed

� An integrated bag cleaning and monitoring system, controlling the cleaning of the bag�lter to minimise emissions by not �overcleaning�, linked  
 to pressure drop and emissions data for bag�lter optimisation. 

PCME provides the software and hardware integration services to ensure that these improvements are fully integrated into the existing plant control systems 

The injection of activated carbon and limestone into an incinerator can play an integral method of controlling Dioxin 
and HCl emissions from many incinerators especially those burning PVC waste as found in Hospital and Municipal 
incinerators.  PCME provides instruments capable of monitoring and reporting the �owrate of these powdered 
materials into the incinerator.  These provide alarms when �ow-rates fall outside a pre-determined range.  PCME 
has two alternative approaches to powder �ow monitoring to ensure reliable operation even in an aggressive plant 
environment:

� Measurement of �ow trends and blockages using a non-intrusive Electrodynamic sensor installed in the  
 pneumatic handling line feeding the powder

� Deriving �ow rate from measurement in changes in weight of the powder feeder 

The �ow sensor can be applied to limestone �ow lines while the �ow rate monitor be applied to both activated 
carbon and limestone �ow.
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Real time identi�cation of bag row deterioration

Installation monitoring and 
reporting the �ow rate of 
powdered materials




