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METHYL ISOBUTYL CARBINOL

 

MIBC

The Preferred frOTher chOice 

FOR MANY SULFIDE ORES AND COALS
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froth flotation is used in the mining industry 

to selectively separate valuable hydrophobic 

minerals from hydrophilic waste gangue. This 

technique is especially useful for separating 

a wide range of sulfides, carbonates, and 

oxides prior to further refinement. 
MiBc is used as a frother in the flotation process. MiBc absorbs at the 
water-air interface, aids in the production of bubbles, and stabilizes the 
flotation froths. Two major types of frothers in commercial use today 
are short chain aliphatic alcohols and polyglycols. MiBc is the most 
commonly used alcohol frother due to its many advantages:

l fast kinetics 

l forms dry but easy-to-break froths 

l Preferred choice for many sulfide ores and coals

l Produces high-grade concentrates with excellent selectivity 

l especially suitable for fine particles (<10 μm) 

MiBc    The Preferred frOTher chOice 

MIBC frother guiding rules

ATTRIBUTE MIBC

Suitable Ores Sulfide Ores and coal
 (cu, cu-Mo, cu-Au,   
 polymetallic, Au, Ni)

Kinetics fast 

frothing power Weak 

Bubble size Large 

Bubble     
persistence Low

Addition Stage addition

dosage 10-100 g/ton

ph  8-10 (recommended)

coarse particle     
recovery Low

     MIBC

offers fast

kinetics and excellent

selectivity, and it forms

dry but easy-to-break froths
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MIBC outperforms 
other frothers 
l Background: in china, there 

are many frother agents used in 

mining flotation processes.  

celanese, in collaboration with 

central South University in 

china, conducted a research 

program comparing the perfor-

mance of different frother agents.

l Approach: Two copper ore 

samples from Yunnan and inner-

Mongolia china were prepared 

and characterized by their 

physical properties. MiBc and 

other frother agents were tested 

measuring copper recovery rate 

and copper concentrate grade.

l Results: for both copper 

ores, MiBc outperforms other 

frothers in terms of copper 

recovery rate and copper 

concentrate grade.

MIBC improves productivity 
at a coal mine

l Background: A coal mine was using a 

commercial frother in its flotation process to 

recover combustible particles. it experienced low 

combustible recovery due to inconsistent feed 

compositions (Ash %). 

l Approach: MiBc and a PPG were tested in  

the field and all other flotation parameters (such 

as feed, collector, air flow and etc.) were kept  

at the same level.   

l Results: MiBc gave consistent recovery 

yields of 70-80% (orange), well above 60-70% 

of the existing frother (blue). Trial results are 

summarized in the graphic at left. This simple 

frother change translates to a 1.5% increase of 

mine yield. 
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MIBC improves productivity at a coal mine

MIBC is a preferred choice of frother because   

it can significantly contribute to the overall recovery 

rate and concentration grade in flotation processes. 
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Celanese  and the C-logo are registered trademarks of Celanese international Corporation.  © 2013 Celanese international Corporation. all rights reserved.  to the best of our knowledge, 

the information Contained herein is aCCurate. however, neither Celanese nor any of its affiliates assumes any liability whatsoever for the aCCuraCy or Completeness of the information 

Contained herein. final determination of suitability of any material and whether there is any infringement of patents is the sole responsibility of the user. all ChemiCals may present 

unknown health hazards and should be used with Caution. although Certain hazards may be desCribed in this publiCation, we Cannot guarantee that these are the only hazards that 

exist. users of any ChemiCal should satisfy themselves by independent investigation of Current sCientifiC and mediCal knowledge that the material Can be used safely. in addition, no 

CertifiCation or Claim is made as to the status, under any law or regulation, inCluding but not limited to the toxiC substanCes Control aCt of either the ChemiCals disCussed above or any 

subsequent polymerization or reaCtion produCts that result from a formulation Containing them.  

Please contact your local Celanese 

sales representative, email us at 

Specialty.Derivatives@celanese.com, 

or visit us at www.celanese.com

Celanese Corporation is a global technology leader in the production of differentiated 

chemistry solutions and specialty materials used in most major industries and consumer 

applications. With sales almost equally divided between North America, Europe and Asia, 

the company uses the full breadth of its global chemistry, technology and business expertise 

to create value for customers and the corporation. Celanese partners with customers to 

solve their most critical needs while making a positive impact on its communities and the 

world. Based in Dallas, Texas, Celanese employs approximately 7,600 employees worldwide 

and had 2012 net sales of $6.4 billion. For more information about Celanese Corporation 

and its product offerings, visit www.celanese.com or our blog at www.celaneseblog.com.


