NEW WAYS IN CHEMICAL PROCESSING WITH ACID-ED
Patrick Altmeier, of PCA GmbH, discusses how electrodialysis can become a useful tool for intelligent design of
closed flow chemical production lines.

The chemical industry produces a wide range of products making modern life possible by using a few simple raw
materials such as water, mineral oil and gas, rock salt, oxygen, nitrogen, sulfur and raw phosphate. Countries with
small natural resources exhibit a well developed refining industry using some base chemicals such as chlorine,
caustic soda, ammonia, sulfuric nitric and phosphoric acid. Beyond these most important base chemicals, there is the
group of ionic compounds such as acids, bases and salts, which represent a key substance group for the chemical
industry.
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This processing scheme is shown in Figure 1b.
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before delivery. Once a certain concentration limit has
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