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At present, heterogeneous and fine-grained masonry rubble can only be recycled at very low level. To
overcome this limitation, the material was employed as feedstock for the production of lightweight
aggregates in a thermal process similar to that used in the manufacture of expanded clay and expanded
slate. To that end, the fundamental suitability of masonry rubble as a raw material was evaluated.
Experiments were carried out which indicated that lightweight granules with defined, adjustable prop-
erties similar to those of natural-material-based aggregates could be manufactured from masonry rubble.
Structural lightweight concretes produced with these secondary aggregates achieved comparable perfor-
mance to lightweight concretes produced with conventional expanded clay. Lightweight recycled build-
ing material aggregates represent a product that hardly requires any primary resources in its
manufacture. In principle, the technique also seems to be well suited for high-quality recycling of other
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mineral waste materials.
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1. Introduction

At present, the mix of various wall construction materials, mor-
tar, plaster, and further components that make up recycled
masonry rubble cannot be adequately utilized. This results from
the considerable heterogeneity of the material composition and
the large proportion of fines. In Fig. 1 a typical input pile of
masonry rubble consisting of clay brick, other masonry blocs and
a fine unidentifiable fraction is shown. For this material, there
are no suitable recycling options. On recycling facilities the tem-
porarily stored amounts of masonry rubble grow. The dumping
fees increase or the acceptance is completely denied.
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In the future, strict closed-loop recycling laws and limited land-
fill capacity will prevent the disposal or application of these mate-
rials as fill or in the construction of landfills completely. In this
context, a technology for the manufacture of lightweight aggre-
gates from masonry rubble was developed as part of a joint
research project. These lightweight construction aggregates are
produced from mineral construction waste and can be employed
in the manufacture of lightweight mortars and concretes.

To date, lightweight aggregates have been primarily manufac-
tured from natural resources. In areas with a volcanic history, that
includes naturally occurring stone such as pumice, tuff, and lava.
These materials are quarried and processed for use as lightweight
aggregates for the manufacture of mortar and concrete. Other
lightweight aggregates are produced synthetically, through a ther-
mal technique - analogous to the natural process - that expands
and stabilises the granulate material. Clay and slate that meet
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Fig. 1. Example for the input pile of masonry rubble at a recycling plant.

the following requirements are natural raw materials for these
synthetic lightweight aggregates:

- When heated, the material must achieve a pyroplastic state
with a favourable viscosity.

- A quantity of gas sufficient for pore formation must develop
within the pyroplastic temperature range.

Industrial by-products are another source of raw materials for the
manufacture of lightweight aggregates. Well known examples
include coal fly-ash and bottom ash from power plants, which can
be directly employed following mechanical processing. Recovered
glass can also be used as a feedstock for lightweight aggregates [1-
3]. Following the grinding process, it must be run through a shaping
and firing process as well. Additional industrial by-products under
consideration for the manufacture of synthetic lightweight aggre-
gates, as described in the technical literature, include:

- Coal wash waste and flotation residues from coal processing, as
well as with the addition of red mud [4-6].

- Ash from combustion processes [7-10].

- Fine particle waste from pumice processing [11].

- Uncontaminated or contaminated sediments and sludge from
rivers, lakes, and water reservoirs, as well as sewage sludge
[12-18].

Thus, the raw materials are extremely diverse. They originate
from different sectors of the waste industry. So far, building rubble
has been missing from this range of materials, despite being quan-
titatively the dominant type of waste. Whether building construc-
tion and demolition wastes (CDW) can be used to manufacture
lightweight aggregates, and thereby enable a closed cycle for
fine-grained and heterogeneous materials, is the topic of the
research presented in this paper.

2. Characteristics of masonry rubble

The quantity of masonry accumulated since 1950 in existing
building stock in Germany is illustrated in Fig. 2 [19]. As of 2010,
it had reached more than 2000 million tons. The actual quantity
may be higher than this value, as the quantity of masonry already
existing in the building stock in 1950 is not included in this esti-
mate. The quantity of masonry rubble produced in the demolition
and rehabilitation of buildings is in the order of magnitude of 20

million tons. Considering that 15 to 20 million tons of wall con-
struction materials are produced annually, this is a notable poten-
tial source of raw materials.

In contrast to concrete rubble and unmixed clay brick rubble,
masonry rubble consists of multiple components. As well as brick,
other construction materials present can include calcium-silicate
brick, aerated autoclaved concrete, precast concrete, or natural
stone. Additional components can include lime mortar, lime
cement mortar, cement mortar, interior and exterior plasters, insu-
lation, tiles, and facade panels. Recycled aggregates manufactured
from this material through comminution and screening can vary
greatly in their composition. This has been confirmed by the
results of sorting analyses of processed masonry rubble (Fig. 3).
The brick and other ceramic material content vary between a min-
imum and a maximum of 24 and 92 mass% respectively, with a
mean value of 50 mass%. Concrete and mortar are the second most
dominant material group. The mean is 46 mass% with a range
between 8 and 70 mass¥%.

Within a batch of material there may be a variety of building
materials with greatly differing properties. This diversity of mate-
rials is reflected in the width of the frequency distribution of the
particle density (Fig. 4). Even when materials with a particle den-
sity less than 1760 kg/m> are omitted, the range of the densities
is 750 kg/m>.

To date, the consideration of chemical composition as a charac-
teristic of masonry rubble is rarely made. The exceptions are the
works by [20,21] indicating the composition of pure bricks and
other ceramic products. However, for the recovery as raw materials
the composition of masonry rubble is particularly relevant. In order
to make an initial assessment, the oxide composition of the
unmixed primary components of masonry in the ternary system
Si0y-Al,03-flux (CaO + MgO + Fe,03 + Na,0 + K,0) is recorded
(Fig. 5). This system is used to assess raw materials for ceramic
building materials, including those for the manufacture of
expanded clay according to [22,23].

Mineral-bound building materials as aerated autoclaved con-
crete, calcium silica brick or concrete lie virtually along one line
in an unmixed state. Their Al,Os; content has a mean value of
4 mass%. Pure, ceramic-bound building materials set themselves
apart from mineral-bound materials through their distinctly higher
Al,03 content. In contrast, systematic differences in the Al,05 con-
tent of mixed masonry rubble composed of brick, other coarse
ceramics, concrete, and/or other building materials are not
discernable.



378 A. Mueller et al./Construction and Building Materials 98 (2015) 376-387
—— Gross quantity of masonry in building stock, excluding
demolition
4,000 — __ Quantity of masonry in existing building stock T 80
o ©
(] L 70 b
% ? 3,000 |- ¢ Demolished masonry per year, values before 1996 — %
L= extrapolated linearly =
c= F 60 ©
>3 o
€S 2000 = 5
2 7} F 50 o
1,000 = ——— === =t 40 §
=T £
g L 30 ©
2 o YN asse -
£e£g S S
g2 L 20 ¢
Tt 3T o)
c9 2 c o
T o 2%
QESTO F 10
S22
'E O x 0
= o 0
1950 1960 1970 1980 1990 2000 2010
Year
Fig. 2. Cumulative quantity of masonry in extant structures and quantity of masonry rubble arising from deconstruction and demolition [19].
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Fig. 3. Brick content of 42 masonry samples taken from processed masonry rubble
piles at various stationary recycling plants including the used raw materials (own
results).

rubble MW 1 with a brick content of 48 mass% (approximately the
mean value given in Fig. 2) was crushed, ground to a particle size
<100 pm, doped with an expanding agent, and granulated in a pel-
letier mixer. Subsequent the green granules are stabilised and at
the same time expanded by a thermal treatment in a laboratory
rotary kiln (Fig. 6). The influence of the firing temperature and
the amount of added expanding agent on particle density and sin-
gle grain strength were investigated. Following preliminary analy-
sis, silicon carbide (SiC) was selected as the expanding agent.
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Fig. 4. Distribution of particle density (oven dry) of one of the masonry samples used for the production of lightweight aggregates from masonry rubble (own results).
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Fig. 5. Relative positions of the unmixed main components of masonry rubble and
of real masonry rubble in the ternary system SiO,-Al,03-flux (CaO + MgO + Fe,-
05 + Nay0 + K;0) Gray area: [22,23]. Data points: own results.

The influence of the material composition of the raw materials
was investigated in a second step. Five samples of masonry rubble
were taken from recycling facilities. Their brick content varies
between 0 and 80 mass%. The material composition and the chem-
ical composition of these raw materials for the manufacturing of
the lightweight aggregates are given in Table 1.

The thermal treatment was carried out in a laboratory rotary
kiln with the parameters shown in Table 2. The temperature profile
in the kiln and the kiln outlet are shown in Fig. 7. The residence
time of the material in the kiln was about 8 min. The residence
time at temperatures >1100 °C was only 3 min. In order to realize
a higher residence time, the granules were thermally treated two
times partly.

The following methods were used for the characterization of
lightweight aggregates produced:

- The particle density was measured with a powder pycnometer.
It works on the principle of volume displacement of a
“fluid-like” powder [24]. The volume of the sample equates to
the volume of the displaced powder, which is distributed and
compacted around the sample by vibration in an automated
measuring process.

- The single grain strength is determined using a pellet testing
device. The grain of material is placed between a pressure plate
and a punch and subjected to a linearly increasing load. The
maximum force at the moment of failure is used as the measure
of grain strength, applied over a circular area calculated from
the diameter of the (presumed) spherical particle. A comparison
with the grain strength measured at a defined particle bed with
a pressure plate showed a satisfactory agreement.

As the results in Fig. 8 shows, increased firing temperature
results in a reduction in particle density of the lightweight aggre-
gates. Grain strengths for all of the granules follow a maximum
function, whereby the maximum value for both particle fractions
was achieved with a firing temperature of 1120 °C. The lowest den-
sity (1000 kg/m?) was achieved at firing temperatures of 1160 °C
and 1180 °C. For the 2/4 mm material, a further increase in firing
temperature resulted in slightly higher density. However, this
effect was not observed for the 4/8 mm material, as no recoverable
granulate could be produced at the maximum firing temperature
of 1200 °C. The granules began to melt and the grains adhered to
each other.

The influence of the silicon carbide content on the expansion
process was analyzed for a firing temperature of 1180 °C (Fig. 9).
Green granules with differing SiC content were fired either once
or twice in a rotary kiln. Double-firing is intended to extend the
exposure time at a firing temperature above 1000 °C, which is
otherwise restricted by the length and inclination of the rotary kiln
to approximately 3 min. The density of granulate subject to a single
firing indicates that values below 800 kg/m? are already possible
with a SiC content of 1 mass%, which doesn’t change much after
a second firing. Dosing with 3 mass% reduces the density further
if the material is fired a second time. Densities at or even below
600 kg/m> are achievable. Thus, the exposure time in the oven
must be adjusted to correspond with the SiC dosing.

The influence of the brick content of the masonry rubble on the
density of the lightweight aggregate is illustrated in Fig. 10. Even
20 mass% brick content allows aggregate with a density below
1000 kg/m? to be manufactured under laboratory firing conditions.

Raw material Preprocessing Grinding Shaping Stabilization Product
i High shear mixer v
or e,

oy W% Crushing,
3 Screening

S

Ploughshare mixer

Rotary kiln .'f'e': &

.
e
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Fig. 6. Process scheme for the manufacture of lightweight aggregates from masonry rubble.
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Table 1
Material and chemical composition of the masonry rubble used as raw material.
MW 0 MW 1 MW 2 MW 3 MW 5 MW 9

Material composition and density
Concrete and natural aggregates [mass%] 48 40 40 23 49 3
Clay brick [mass%] 26 48 49 71 26 92
Other mineral components [mass%] 19 11 9 5 19 4
Impurities [mass%] 7 1 1 1 7 0
0D particle density [kg/m?] 1950 2420 2360 2390 - -
Chemical composition [mass%]
SiO, 72.4 68.9 703 711 67.7 76.7
Al,03 10.6 12.0 11.7 8.6 9.7 10.8
Fe,03 2.0 3.7 2.2 1.8 3.2 53
Cao 10.2 9.2 8.2 114 111 1.6
MgO 13 23 1.6 15 1.8 1.2
K,0 0.9 1.6 2.6 2.2 25 2.2
Na,0 0.1 0.7 1.2 2.0 0.7 0.5
SO5 2.0 0.7 1.1 0.4 1.7 0.3
Cl~ 0.03 0.02 0.03 0.02 0.02 0.02

Table 2

Technical parameters of the laboratory rotary kiln.

Type Electrically heated ceramic tube
Diameter 100 mm

Length 2000 mm

Heated length 1000 mm in 3 heating zones
Through put 1-3 kg/h

The lowest densities were achieved with brick contents
between 40 and 70 mass%. It appears that densities increase above
70 mass%. Overall, the aggregate seems to be relatively robust in
relation to fluctuations in the brick content of the initial material.
Increases in density at high brick content - atypical for masonry
rubble - requires further clarification through further measure-
ments. A conclusive explanation is still pending.

As a conclusion from the experimental results can be derived
that masonry rubble is suitable as raw material for the manufac-
ture of stable granules with a density of 1800 kg/m?, if no expand-
ing agent is added. In order to achieve lightweight aggregates, an
expanding agent must be added that causes the formation of pores.
SiC is suitable for this purpose. With an addition of 3 mass% SiC, the
bulk density of the granules drops to 600 kg/m®. The firing temper-
ature must be within the range of 1100-1180 °C. The residence
time at these temperatures must be at least 6 min. The content
of clay brick in the used masonry rubble is not critical to the qual-
ity of the lightweight aggregates.

4. Properties of the lightweight aggregates

The properties of the manufactured lightweight granulates
were assessed through a comprehensive experimental program.

1400

1000
800

600

Inside temperature [°C]

400

200

1200 4

In addition to determining bulk, particle and true densities, the
investigations included water absorption, chemical properties,
and environmental compatibility.

If water absorption and particle strength are considered depen-
dent on particle density (Fig. 11), the most important characteristic
for the classification of lightweight aggregates, then the following
statements can be made:

- The water absorption of the manufactured lightweight aggre-
gates is comparably less than that of the expanded clays
included in these analyses.

- In terms of particle strength, the manufactured lightweight
aggregates did not differ from expanded clay.

The low water absorption can be explained in terms of the
specific microstructure of the particles as shown in Fig. 12. Each
particle is enclosed by a low-porosity cover. The interior of the par-
ticles consists of an open system of irregular macropores and cav-
ities in the micro- and millimeter range. In particular, the large
irregular pores interrupt capillary water transport within the par-
ticles, which results in the moderate macroscopic water absorption
of the manufactured aggregates.

The particle density distribution of the manufactured aggre-
gates shown in Fig. 13 is clearly narrower than the distribution
of the used raw material (see Fig. 4). The spread is just
140 kg/m>. The large proportion of particles with particle densities
greater than 1000 kg/m? is probably due to the fact that the expan-
sion process was not complete. A reduction in this fraction can be
expected following an additional firing.

1180 1185

142

40 80 120 160 200 240 280 320 360 400

Time [sec] (0 = material input, 480 = material outflow)

Fig. 7. Kiln outlet and temperature profile in the kiln.
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Fig. 8. Influence of the firing temperature on the particle density and the grain
strength of expanded granules produced from masonry rubble MW 1 with
48 mass% clay brick, dosed with 3 mass% SiC.

The aggregates produced meet the specifications for the chem-
ical properties of aggregates and the required environmental
parameters. The contents of water-soluble chloride, acid-soluble
sulfate and total sulfur were tested according to DIN EN 1744-1
[26]. To evaluate the environmental compatibility, harmful inor-
ganic components were analyzed in the solid samples as well as
the aqueous leachates. Figs. 14 and 15 shows the relative salt,
arsenic and heavy metal contents of various lightweight granulates
referring to the relevant limits that are set as 100%.

5. Manufacturing concrete from lightweight aggregates

Extensive analyses of lightweight concretes with dense struc-
ture were undertaken in order to verify the applicability of the
lightweight aggregates [27,28]. The aggregates used for the con-
crete were produced in the laboratory and in small-scale trials.

The lightweight concrete was manufactured with aggregates
with a grading that fits the ABS line, 450 kg/m> CEM I 32.5 R
cement, and a water-cement ratio of 0.45. The 2/4 mm and
4/8 mm particle size groups consisted of both the manufactured
lightweight aggregates for testing and commercially available
expanded clay with similar density as a control. In each case, they
accounted for 54 vol.-% of the aggregates used. The particles smal-
ler than 2 mm consisted of natural sand. The porous granulates
were pre-moistened to account for additional water absorption.
The absorbed water - 70% of the 60-min water absorption — was
added along with the mixing water.

In terms of its mechanical strength and modulus of elasticity,
concrete produced with the newly developed lightweight aggre-

Single thermal treatment
=O=Double thermal treatment
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Fig. 9. Influence of SiC-dosage on the particle density of expanded granules
produced from masonry rubble MW 1 with 48 mass% clay brick, fired at a
temperature of 1180 °C.

gates had similar values to the comparison concrete produced from
conventional expanded clay (Fig. 16).

With 28-day compressive strengths between 35 and 50 MPa,
the lightweight concretes can be assigned to the LC 25/28 and LC
35/38 strength classes according to the standard DIN EN 206-1
[29]. Oven-dry densities between 1660 and 1760 kg/m? identify
the material as a D1.8 class lightweight concrete. These lightweight
concretes typically have a total porosity between 30 and 35%. The
static modulus of elasticity ascertained for concrete cylinders
increases slightly with increasing density from 18 to 22 GPa. Fur-
ther properties of hardened concrete manufactured with the new
aggregates are also comparable with those for concrete containing
conventional expanded clay. For example, the shrinkage behavior
of lightweight concretes specimens containing aggregates made
from masonry rubble is almost identical to those of the compara-
tive concretes as shown in Fig. 17. At the age of 91 days, the shrink-
age exceeds about —0.8 mm/m, which is acceptable due account of
used testing conditions [27]. Furthermore, the carbonation rate of
concretes containing lightweight aggregates from masonry rubble
is as high as the comparison concretes with expanded clays or nat-
ural gravel. The mean values of carbonation depths are shown
along the square root of time in Fig. 18. As expected, the carbona-
tion behavior is not deteriorated due to the high porosity of light-
weight aggregates. A dense aggregate/cement paste interfacial
zone is considered to be the reason for the high durability of the
lightweight concrete. The carbonation depth would reach the crit-
ical value of 20 mm after 6-7 years supposing that the linear cor-
relation with the square root of time is valid for a longer period.



382 A. Mueller et al./Construction and Building Materials 98 (2015) 376-387

2000 I I
AFraction 2/4 mm

E 1600 | OFraction 4/8 mm A
ke /
£ /
Z' 1200 //
¢ h___| O
3 A~ ,
2 800 - % /
-

400

0
0 20 40 60 80 100

Brick content of raw material [mass-%]

Fig. 10. Influence of the brick content of the input material on the particle density
of the expanded granules produced from masonry rubble, under the following
conditions: SiC-dosage 1 or 3 mass%, firing temperature 1165-1180 °C (values from
[25], among others).

— 30
O\O
@ 25 -
E X % X
§ 20 X
e X
o] L 2 ). 4
o 15
o &
< 10
M
’g 5 |- #Lightweight aggregate of masonry rubble
i X Expanded clay
N 0 L L L )
0 400 800 1200 1600
Particle density [kg/m?]
16 T T T 1
® Lightweight aggregate of masonry rubble
— X Expanded clay
T 12
£
Z /
S /
2 8
5 x
® /
£ X/
c 4
o :%)I o™
xA‘ 8
0
0 400 800 1200 1600
Particle density [kg/m?]

Fig. 11. Dependence of water absorption and grain strength on particle density,
comparing lightweight aggregates from masonry rubble with expanded clay.

Estimating these results, it has to be considered that the carbona-
tion rate is much slower under outdoor weathering then under lab-
oratory conditions.

Lightweight concrete elements were produced in a concrete
plant under practical conditions using lightweight aggregates (par-
ticle size groups 2/4 and 4/8 mm) manufactured from masonry

Fig. 12. Overview image of the fracture surface of an expanded granule (top) and
micrograph of the surface (middle) and the inside (bottom) of the granule. Provided
by Alexender Schnell (top), Steffen Liebezeit (middle, bottom).

rubble. Conventional expanded clays with a similar density were
once again used as a control (see Fig. 19).

The manufactured aggregates produced fresh and hardened
concretes with properties on par with those made from expanded
clays.

6. Potential as construction aggregate

From all tested properties, it follows that the lightweight aggre-
gates from masonry rubble have a great potential as aggregates in
construction industry. They can be used as aggregates for struc-
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tural lightweight concrete as well as for concrete blocks or ele-
ments. Because of their low thermal conductivity, the aggregates
from masonry rubble are also useable as bulk insulation material.

Manufacture of the lightweight aggregates can be accomplished
using expanded clay production technology, according to the pri-

—
o
o

mary process steps illustrated in Fig. 20. It begins with the treat-
ment of masonry rubble, similarly to the process used in the
recycling industry. The material is then stockpiled, and can be
homogenized at the same time. Manufacture of the aggregates
themselves begins with grinding. After addition of the expanding
agent, the powdered masonry rubble is granulated. Experiments
show that pelletizing mixers, pelleting presses, and pelletizing
disks are suitable [30]. Thermal stabilization and expanding in a
rotary kiln follow. In the subsequent cooler, the sensible heat of
the granules is used to preheat the combustion air. An application
of an inert release agent is necessary. After leaving the cooler the
expanded granules are graded to recover the release agent at least
partially. The various process steps could be separated and dis-
tributed across several different locations. Preparation of the
crushed masonry rubble could be achieved at recycling plants.
Manufacture of the green granulates does not necessarily need to
be at the location of the rotary kiln. The most appropriate solution
will depend on adapting to regional constraints.

In terms of consumption of primary resources, manufactured
lightweight aggregates from masonry rubble presents a nearly
“primary resource free” product. Only the expanding agent and
the release agent, which are partially consumed in the thermal
process, need to be added. Silicon carbide, which is otherwise a
waste product of sanding and cutting processes, could be
employed as an expanding agent.
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Fig. 14. Content of chloride, sulfate and total sulfur of various lightweight aggregates referring to the relevant limits that are set as 100% (LG: lightweight aggregates
produced in the laboratory; HT: lightweight aggregates produced by small-scale manufacturing).
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manufacturing).
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Fig. 16. Mechanical properties of laboratory concretes produced using lightweight aggregates from masonry rubble (LG: lightweight aggregates produced in the laboratory;

HT: lightweight aggregates produced by small-scale manufacturing).
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Fig. 17. Time dependant shrinkage behavior of different lightweight concretes with
lightweight aggregates from masonry rubble measured at prisms of
40 mm x 40 mm x 160 mm stored at 23 °C and 50% relative humidity (LG: light-
weight aggregates produced in the laboratory; HT: lightweight aggregates pro-
duced by small-scale manufacturing, comparison concrete with different expanded
clays).
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Fig. 18. Carbonation of lightweight concretes with different lightweight aggregates
from masonry rubble measured at prisms of 40 mm x 40 mm x 160 mm stored at
23 °C and 50% relative humidity (HT: lightweight aggregates produced by small-
scale manufacturing, comparison concrete with expanded clay and natural gravel).

The manufacture of conventional expanded clay serves as a ref-
erence for considering the energy consumption of the recycled

material. Like the process described here, production is divided
into the following steps: coarse crushing of the raw material,
grinding, and granulation, followed by thermal treatment in a
rotary kiln. Assuming that the ‘cold’ process steps don’t differ in
their energy demand, the thermal processes can be considered in
terms of energy savings and additional energy costs (Table 3).
The energy savings arise from the fact that the masonry
rubble-derived material requires a lower water content for sharp-
ening than clay. In addition, the energy costs associated with the
dehydroxylation of the clay minerals can be saved, since this pro-
cess has already taken place as part of the original brick manufac-
turing process. An additional energy consumption can result from
calcium carbonate decomposition, if carbonised components from
mortars and concretes are included in the masonry rubble. An ini-
tial assessment indicates that energy savings of approximately 15%
are possible, taking calcium carbonate decomposition into account.

Various analyses indicate that an increase in gypsum content
in demolition debris will need to be taken into account in the
future [32]. As a result, sulfate reduction through mechanical
detachment of gypsum plaster during demolition or in the
course of processing is insufficient [33,34]. The manufacture of
aggregates from recycled material could be used to effectively
decrease the sulfate content in demolition waste, since gypsum
can be thermally decomposed and subsequently recovered from
the flue gas.

The manufacture of synthetic lightweight aggregates as per the
process developed for recycling masonry rubble brings a range of
further industrial byproducts and wastes into consideration.
According to the survey in [35], the following materials are current
topics of research:

- Coal wash waste and flotation residues from coal processing, as
well as with the addition of red mud.

- Ash from combustion processes.

- Fine particle waste from pumice processing.

- Uncontaminated or contaminated sediment and mud from riv-
ers, lakes, reservoirs, industrial processes, or sewage sludge.

The raw materials are extremely diverse. The principle of the
technique appears to be predestined for the high-quality recycling
of mineral wastes. Combined with the application of substitute
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Fig. 19. Production of lightweight concrete blocks, left concrete block of lightweight aggregates from masonry rubble, right concrete block of lightweight aggregates from

expanded clay.

Table 3

Comparison between the energy required for the manufacture of expanded clay aggregate vs. lightweight aggregates from masonry rubble, broken

down by process step (basis information by [31]).

[Kk]/kg expanded clay]

[K]/kg lightweight aggregate from recycled masonry rubble]

Heating process 1443
Endothermic chemical processes
Vaporisation of moisture 659
Dehydroxylation 241
Calcium carbonate decomposition 67
Calcium sulfate decomposition 0
Exothermic chemical processes

105
Total 2305

1225

391
0
238
37

1891

fuels, which appears possible based on the required temperatures,
a nearly primary resource and primary energy free technique could
be developed.

7. Conclusion

The results of the project show strikingly that material that was
previously only considered appropriate for low-value recycling can

in fact be processed into a high value product, conditional upon the
availability of the appropriate technology. A big advantage of the
lightweight aggregate manufactured from masonry rubble is that
the production process requires almost no primary resources.
Industrial production of lightweight aggregates from recycled
masonry rubble could provide the opportunity to replace natural
pumice and expanded clays and reduce the use of natural
resources.
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