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SUMMARY

(Y

This report presents the results of an engineering investigation of fugi-
tive emissions in the integrated iron and steel industry. This study was directed
to the accomplishment of the following objectives:

1. Identification of fugitive emission sources within integrated iron and
steel plants

2. Ranking of identified emissions sources based on relative environmental
impact

3. Recommendations of future research, development and/or demonstration
to aid in the reduction of fugitive emissions from the sources de-
termined to be the most critical.

Operations specifically excluded from this study were coke ovens, charging of
basic oxygen furmaces, and blast furnace cast houses.

Fugitive emissions in the iron and steel industry can be generally divided
into two classes ~ process fugitive emissions and open dust source fugitive
emissions. Process fugitive emissions include uncaptured particulates and
gases that are generated by iron and steelmaking furnaces, sinter machines,
and metal forming and finishing equipment, andi that are discharged to the
atmosphere through building ventilation systems. Open dust sources of fugi-
tive emissions include those sources such as raw material storage piles, from
which emissions are generated by the forces of wind and machinery acting on
exposed aggregate materials.

Quantitative data which characterize process fugitive emissions from in-
tegrated fron and steel plants are sparse. A few measurements of process fugi-
tive emissions have been published, but lack of detail on test methods adds
uncertainty to the results. In a number of cases, crude estimating techniques
have been used to generate fugitive emissions data. To compound the problem,
confusion as to the origin of emissions data frequently results from poor
documentation.

Prior to this study, little attempt had been made to quantify open dust
sources within integrated iron and steel plants. The means used in this study
to assess this source category included (a) detailed open dust source surveys
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of four integrated iron and steel plants and (b) field testing of dust emissionms
from materials handling operations and from traffic on unpaved and paved roads,

The results of this effort indicate that open dust sources contribute substant-
ially to the atmospheric particulate discharged from integrated iron and steel

- plants.

Prioritization of control needs was determined by ranking of fugitive
sources on the basis of typically controlled emissions of fine particulate
(smaller than 5 ym in diameter) and suspended particulate (smaller than 30 um
in diameter). Most adverse health and welfare effects of particulate air pol-
lution are attributed to fine particulatc; which alse has sufficient atmospheric
transport potential for regional-scale impact. However, because airborne par-
ticles smaller than about 30 um in diameter (having a typical density of 2.5
g/cm3) are readily captured by a standard high-volume air samples under nor-
mal wind conditions, both the coarse and fine particle fractionms of suspended
particulate contribute to measured ambient particulate levels.

Ranking of fugitive sources on the basis of typically controlled fugitive
emissions of fine particulate and suspended particulate produced the following

prioritization of control needs:

Fine Particulates . Suspended Particulates

(1) Electric Arc Furnaces (1) Vehicular Traffic

(2) Vehicular Traffic _ (2) Electric Arc Furnaces
{(3) Basic Oxygen Furnaces (3) Storage Pile Activities
{4) Storage Pile Activities (4) Sintering

{5) Sintering {5) Basic Oxygen Furnaces

It is evident from these rankings that open dust sources should occupy a prime
position in control strategy development for fugitive emissions. '

Analysis of available control technology for process fugitive emission
sources indicates the substantial progress has been made in developing devices

[~-'and methods for emissions capture and removal. " However, major problems exist

in retrofitting proposed systems to existing operations. This is complicated
by the serious lack of data on (2) uncontrolled emission quantities and char-
acteristics, (b) control device effectiveness (particularly relating to capture
efficiency) and (c) control costs.

A number of promising control methods are alse available for open dust
sources. Again, however, little data exist on the effectiveness of these
methods; which must be related to the intensity of control application. Al-
though cost data can be derived, costs need to be related to the specific
method design which will produce the desired level of control.
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Research is recommended to determine the cost-effectiveness of promising
control options for both process sources of fugitive emissions and open dust
sources. This will allow for rational selegtion of control methods for further
development. Example cost-effectiveness afalyses for a process source (canopy
hood system for electric arc furnace) and for various open dust sources indi-
cate the contrel of open dust sources has a substantially more favorable cost-
effective ratio. : )

A major problem hindering the development of control efficiency data is
the lack of specified reference methods for the measurement of fugitive emis-
sions. Generalized methods have been propesed, but these methods have not been
evaluated for accuracy and precision in relation to specific source conditions.
Moreover, practicable measurement method options produce data which are generally
not source specific. P

A notable exception to this situation 1s the MRI exposure profiling method:
This method was successfully used in this study to measure source specific emis-
sion rates and particle size distributions for a number of open dust sources.
However, in spite of the demonstrated advantages of exposure profiling over
conventional upwind/downwind sampling, the latter technique persists as the
backbone of current field oriented research on open dust sources, which is
being conducted primarily in other industries.
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CONCLUSIONS AND RECOMMENDAT IONS

This section presents the major conclusions reached in this investigation
and recommendations for reducing negative impacts of these conclusions. 1In
fulfillment of the program objectives, a major effort was put forth to evalu-
ate the need for future research and development programs which would provide |
fugitive emissions control technology for integrated iron and steel plants.
Consequently, the recommendations focus on needed future work.

The emission factors available for fugitive process sources (as presented
in Table 3-1 and 3-2) are, for the most part, either derived from testing but
not supported by adequate reporting techniques, or are .estimates rather than

measured values. .These inadequacies have produced a range of quantitative un-

certainty (as presented in Table 3-4) as large as a factor of 7. The lack of

quantified emission factors hinders the reliable assessment of the air quality
impact of a proposed or existing steel plant, and the development of raticnal

fugicive emission control strategies.

There are two possible recommendations to deal with the deficiencies in
available fugitive emission factors for process sources. The first would en-
tail contacting original investigators and producing a more detailed report on
available emission factors. Those factors which were obviously inadequately
documented could then be replaced by new, more adequately supported values.
The second recommendation would be to use the available factors to estimate a
range of impacts. However, this latter strategy would be unacceptable if im-
portant decisions hinged on the application of highly uncertain values.

Prior to this study only a few emission factors had been developed for
open dust sources. As a result of testing conducted as part of this study,
several open dust sources have been quantified, but available data for most
sources are still insufficient to develop predictive emission factor equations
of acceptable reliagbility. Consequently, an obvious recommendation is to con-
duct further tests on major open dust sources such as unpaved roads and stor-
age plles.

Justification for further investigation of open dust sources is presented
in Table CR-1, which compares nationwide stack and fugitive emissions for the
iron and steel industry. It is important to note that the emission rates pre-
sented are approximate. These values are intended to give a relative comparison

xvii -

i_____l’_rgce;iing page hlank*_




TABLE CR-1. COMPARISON OF NATIONWIDE STACK AND FUGITIVE EMISSIONS

Estimated 1976 typically controlled

) fine particulate emission rates?
General source category Stack Fugitive
A. Process sources
Sintering 58,000 t/yr 4,700 t/yr
(52,000 T/yr) {2,500 T/yr)
Hot metal transfer 3 - 750 t/yr
- (830 T/yr)

Electric arc furnace (EAF) 15,000 t/yr
(13,000 T/yr)

Basic oxygen furnace (BOF) . 13,000 t/yr
(12,000 T/yr)

Open hearth furnace (OHF) 4,400 t/yr
: " (4,000 T/yr)

Scarfing 110 t/yr
: : (98 T/yr)

- B. Open sources

Unloading raw materials -
Convefor transfer stations . -
Storage pile activities ' i
Vehicular traffic ' ' -

Wind erosion of exposed areas - -

23,000 t/yr
(25,000 T/yr)

9,100 t/yr
(10,000 T/yr)

1,200 t/yr
(1,300 T/yr)

610 t/yr
(670 T/yr)

430 t/yr
(470 T/yr)

790 t/yr
(870 T/yr)

5,200 t/yr
(5,700 T/yr)

11,500 t/yr)
(13,000 T/yr)

480 t/yr
(540 T/yr)

a/ t/yr = metric tonnes (2,204 1b) per year; T/yr = short tons (2,000 1b) per

year.
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of source importance rather than an absolute quantification of emissions from
each source,

The major conclusions from Table CR-l are:

1. Fine particulate emissions from vehicular traffic (13,000 T/year) and
storage pile activities (5,700 T/&ear) rank second and fourth, re-
spectively, in terms of the magnitude of fugitive emissions emitted
nationwide from controlled socurces.

2. TFine particulate emissions from vehicular traffic are comparable, on
an individual basis, to typically controlled stack emissions from
EAFs and BOFs. :

3. Wind erosion and raw material unleoading and conveying.are small. open .
dust sources on a nationwide basis. {(On a specific plant basis,
wind erosion may constitute a considerable portion of the emissions
because of dry climate.)

Before further testing of fugiltive emission sources proceeds, there ex-

ists the need for the specification of standardized methods of measurement. It -

is recommended that for open dust sources, the relative merits of the available
techniques, specifically upwind/downwind sampling and exposure profiling, be
evaluated for each source type and that a single technique be detailed as a
reference method for each source category. The same recommendations are made
for process sources.

The control equipment for the process fugitive sources reviewed in this
study already exists and has been applied in isolated cases. However, problems
with application of these controls lie in retrofitting control equipment to
existing operations. This 1s complicated by the serious lack of data on (a)
uncontrolled emission quantities and characteristics, (b) control device ef-
fectiveness (particularly relating to capture efficiency), and (e) control
costs.

A number of promising control methods are also available for open dust
sources. Agailn, however, little data exist on the effectiveness of these
methods, which must be related to the intensity of control application. al-
though data can be derived, costs need to be related to the specific method
design which will produce the desired level of control.

Research 1z recommended to determine the cost-eifectiveness of promising
contrel options for both process sources of fugitive emissions and open dust
sources., This will allow for rational selection of control methods for fur-
ther development. The results of a cost effectiveness analysis presented in
Table 7-7 have shown that watering and road oiling of unpaved roads and broom
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and vacuum sweeping of paved roads are at least a factor of twenty times more
cost effective than use of canopy hoods in a typical electric arc furnace shop.
Cost effectiveness is measured as dollars of annual capital investment and
operating cost per pound reduction of fine particulate emissions.

The ranking of fugitive sources, on beth a nationwide and a local level,
illustrates the importance of control needs for open dust sources.
wide scale, the five highest ranked sources are:

- Fine Particulates

(1) Electric arc furnaces
{2) Vehicular traffic

(3) Basic oxygen furnaces
(4) Storage pile activities
(5) Sintering

(1
(2)
(3)
(4)
(5)

Suspended Particulates

Vehicular traffic
Electric arc furnaces
Storage pile activities
Sintering

Basic oxygen furnaces

On a nation-

These source emit the largest quantities of fine and suspended particulate,
taking into account typically applied control measures.

The importance of vehicular traffic as a major fugitive source of fine and
suspended particulate is evident by its first and second place positions under
both ranking schemes. On a nationwide basis, there 1is approximately one=-third
as much controlled fugitive emissions of fine particles from unpaved roads as
from electric arc furnaces, and nearly one-sixth as much controlled fugitive
emissions of fine particles from paved roads as from electric arc furnaces.

The favorable cost effectiveness ratio of unpaved road controls suggests that
they be included in plant fugitive emission control programs.
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SECTION 1.0

INTRODUCTION

Until recently, the national effort to contrel industrial sources of air
pollution has focused on emissions discharged from stacks, ducts or fluest.and
carried to the point of discharge in confined flow streams. Control strategies
have been based on the assumption that the primary air quality impact of in-
dustrial operations resulted from the discharge of air pollution from conven-
tional ducted sources.

However, failure to achieve the air quality improvements anticipated from
the control of ducted emissions has spurred a detaliled reexamination of the
industrial air pollution problem. Evidence is mounting which indicates that
fugitive (nonducted) emissions contribute substantially to the air quality im-
pact of Industrial operations and, in certain industries, may swamp the ef-
fects of stack emissions.

Iron- and steel-making processes, which are characteristically batch or
semicontinucus operations, entail the generation of substantial quantities of
fugitive emissions at numerous points in the process cycle, Frequent materials
handling steps occur in the storage and preparation of raw materials and in
the disposal of process wastes. Additionally, fugitive emissions escape from
reactor vessels during charging, process heating and tapping.

Fugitive emissions occurring in the metallurgical process industries con-
stitute a difficult air pollution control problem, Emissions are discharged
with a highly fluctuating velocity into large wvolumes of carrier gases having
poorly defined boundaries. Emissions from reactor vessels contain large quan-
tities of fine particulate with smaller amounts of vaporous metals and organ-
ics in hot, corresive gas streams. Enclosures and hooding of fugitive sources,
with ducting te conventional control devices, have met with limited success in
controlling emissions,

This report presents the results of an engineering investigation of fugi-
tive emissions in the integrated iron and steel industry. This study was di-
rected to the accomplishment of the following objectives:

1, Identification of fugitive emission sources within integrated iron
and steel plants,
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2. Ranking of identified emission sources based on relative environmen-
tal impact. '

3. Recommendations of future research, development and/or demonstration
to aid in the reduction of fugitive emissions from the sources determined to
be the most eritical.

Operations specifically excluded from this study were coke ovens, charging of
basic oxygen furnaces, and blast furnace cast houses. These sources were be-
ing investigated under separate research efforts at the time this study was
begun. B

Fugitive emissions in the iron and steel industry can be gemerally di-
vided into two classes - process fugitive emissions and open dust source fugi-
tive emissions. Process fugitive emissions include uncaptured particulates and
gases that are generated by steel-making furnaces, sinter machines, and metal
forming and finishing equipment, and that are discharged to the atmosphere
through building ventilation systems, Open dust sources of fugitive emissions
include those sources, such as raw material storage piles, from which emissions
are generated by the forces of wind and machinery acting on-exposed aggregate
materials. ) ' -

Table 1-1 lists the process sources of fugitive emissions and the open
dust sources which are the subject of this study. Although emissions from
these sources consist primarily of particulates, gaseous emissions associated
with certain operations (such as sulfur dioxide, carbon monoxide, ammonia,
hydrocarbons, and nitrogen oxides from coke manufacture and carbon monoxide
from blast furnaces, sintering and steel-making furnaces) also can be expected
to escape collection and to become fugitive in nature, Nevertheless, this in-
vestigation is5 directed to particulate emissions only, because particulate
matter is the prevalent constituent of fugitive emissions discharged from in-
tegrated iron and steel plants.

The technical approach used to conduct the subject investigation con-
sisted of the performance of the following seven program tasks,

Task 1 - Identify Fugitive Emission Sources: A comprehensive information
collection and data compilation effoxt was carried out to identify all poten-
tially significant sources of fugitive emissions occurring within integrated
iron and steel plants.

Task 2 - Quantify Fugitive Emissions: Available emissions data based on
source tests and estimating techniques were used to characterize the types
and quantities of fugitive emissions from sources identified in Task l. MRI's
exposure profiling technique was used to field test open dust sources at east-
ern and western plant sites,




TABLE 1-1, SOURCES OF FUGITIVE EMISSIONS FROM
INTEGRATED IRON AND STEEL PLANTS

n
A, Process Sources
le Scrap cutting
- 2. Sintering
* Windbox leakage
* Strand discharge
* Cooling
* Screening .
3. Hot metal transfer )
4., Hot metal desulfurization
5. Electric arc furnace
* Charging
*# Electrode port leakage
* Tapping
* Slagging
6. Basic oxygen furmace
* Deskulling
# Charging
* Leakage (furnace mouth, hood sections, and oxygen lance port)
* Tapping
* Slagging
7. Open hearth furnace
* Charging
# Leakage (doors and oxygen lance port)
I * Tapping
! * Slagging
[
| 8. Slag quenching
? - 9. Teeming
Pt o T 10, Scarfing (machine and hand)
B. Open Dust Sources
1., Unloading (rall and/or barge) - rawél materials
- 2. Conveyor transfer stations - raw and intermediate- materials
(continued)
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TABLE 1-1 (continued)

3. Storage pile activities - raw, intermediate, and wasteE, materials

Load~in

Vehicular traffic around storage piles
Wind erosion of storage piles

Load-out

* % o %

4, Vehicular traffic

* Unpaved roads
* Paved roads

5. Wind erosicon of bare areas

al
b/

e/

Raw materials - iron ore, coal, and limestone/dolomite.
Intermediate materials - coke and sinter.

Waste materials - slag and flue dust.
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Task 3 - Review Existing Control Technology: Information was collected

and analyzed to evaluate the effectiveness of available systems and techniques
applicable to the control of process fugitive emissions and open dust sources.

Tasks &4 and 5 - Develop Emigsions Classification System and Classify

Emissions: A generic classification system was developed and applied to iden-

tify the similarities and differences in fugitive emission sources thereby de-
fining generalized control problems which might most effectively be treated
in an integral manner.

Task 6 - Decermine Critical Control Needs: Using background information
developed in previous tasks, the identified fugitive sources were ranked ac-
cording to the relative environmental benefit of (or need for) emissions con-
trol requiring, if necessary, the development and demonstration of effective
control techniques.,

Task 7 - Recommend Research and Development Programs: Having idencified

and ranked control needs in Task 6, priority R&D program areas were recommended
to address these needs taking into account deficiencies in available control
technology and the expected results of research programs already underway.

This report is organized by subject area as follows:

Section 2 identifies.fuéitive emlssion sources within integrated iron
and steel plants.

v
Section 3 presents data on the quantities of fugitive emissions includ-
ing the results of the field testing of open dust sources.

Section 4 presents the results of surveys of open dust sources con-
ducted at four integrated iron and steel plants.

Section 5 summarizes control technology applicable to process fugi-
tive emissions sources.,

Section 6 summarizes control technology applicable to open dust
sources, 3

Section 7 presents a ranking of critical control needs and defines
priority RAD program areas directed to the development of control
technology for fugitive emissions.

Section 8 lists the references cited in this report.

Section 9 presents the Glossary of Terms, which defines special termi-

nology used in this report to describe and characterize fugitive emis-
sion sources,
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o A mixture of metric and English units was used in this report. The word

T ton always refers to short ton (abbreviated "T'), which is equivalent to 2,000
1b. The word tonne always refers to the metric tonne (abbreviated '"t'), which
is equivalent to 2,200 1b. An English-to-metric conversion table follows Sec-
tion 9.

LS
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SECTION 2.0

FUGITIVE EMISSIONS SCURCE IDENTIFICATION

This section provides a discussion of the various process fugitive emis-
sions sources and open dust sources within the integrated iron and steel in-
dustry. These sources are associated with the major processing operations =~
used in producing iron and steel and with the handling of large quantities of
raw materials, processed materials, and by-products. -

Figure 2-1 gives a process flow diagram for a representative integrated
iron and steel plant. Typical process material balances are given in Figure
2-2 and typical material quantity conversion factors are given in Table 2-1.
Finally, industry-wide material flows are presented in Figure 2-3.

In the following subsections, the identification and characterization of
each fugitive emission source includes: (a) description of the specific op-
erations that generate fugltive emissions, (b) quantification of the source
extent, and (c) discussion of the major physical and chemiczal characteristics
of the fugitive emissions streams at the point of discharge.

2.1 PROCESS SOURCES

Presented below is a discussion of each of the specific process fugitive
emission sources listed in Table 1-1. The characteristics of fugitive emis-
sions from process sources are summarized in Table 2-2.

2,1.1 Serap Cutting

Source Description~--

Scrap iron and steel is used in the manufacture of steel., Scrap too large
for steel furnace charging buckets and machines is cut to a proper size with
shears or a torch. Torch cutting of scrap, which 1Is typically performed out-
doors, 1s the source of fugitive emissions considered here.

There are no published data to indicate how many torch operating hours
per vear are used in the iron and steel industry. It is likely that most of
these operating hours are utilized to cut home scrap, rather than purchased
scrap.

2-1
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Coal : 1445 o

COKING
Coke . 932 %— OPERATIONS ‘é)
. SINTER:
Aie P 3280 = RACHINE
Ore 1 1047
Coke Breeze: 58 SCREEN
Limestone : 115
Total s 1220 @ § Sinter : 1150
Lump Ore  : 8s1 |
(8) Sinter : 1150 ——— BLAST
(A) Coke . 932 FURNACE ©
Limestone ¢ _ 238
Total : 3N
ve . 3321 L—Sh:g : 534
— Pig lron : 1361
Air ; 1887
Ore : 70 Fuel & Steam ; 167
Scrap : 907
© ForMeral : 138 | a Fiinc
Alloy 1 14 @
Flux : 140 PR .
Cxygen : 53 l Slag = 200
otq : @
© Hot Metal : 1600 BASIC OXYGEN
Scrap 1 659 FURNACE @
Additions : 140
Total s 2399 . ‘ ®
© Scrap H 21T |
Ore t 40 ELECTRIC ARC
Alloys : .14 7™ FURNACE ®
Coke Breaze: [} I
Electrodes 10 Slag : 154
Total : 2195 ‘ ® s
B E®orE | 2061
SCARFING
All Numbers in 18/ TON Steel. B .
74 umbers in LB/ TON Stee l Steel ; 2000 Steel: 2061

Serap : 80

1/
Figure 2-2. Mass balances--integrated iron and steel industry.”
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TABLE 2-1. TYPICAL CONVERSION FACTORS UTILIZED FOR ENGINEERING
ESTIMATES OF QUANTITIES OF MATERIAL HANDLED
Process Conversion factor Reference .
Coke canufacture 1.0 unit coal -
0.69 unit coke
Iron production 0.55 unit coke 2 b
1.0 unit iren
1,55 ts of jron bearing mategria 2

BOF steel production

OHF

steel production

1.0 uait iron

D.3 unit sinter

1.0 unit iren

1.0-.unit iron pre
1.0 unit irom

0.2 unit limestone
1.0 umit iron

0.2 unit sla
1.0 unit iron

or

0.3-C.5% unit alag

1.0 unit iren

or

0.2-0.35 unit slag
1.0 unit iron

0.7 unit hot metal
1.0 unic BOF steel

0.3 unit scrap
1.0 unit BOF steel

0.45-0.5% unic hot metal

1.0 uwnit OHF steel

0.45-0.55 unit scrap

1.0 unit OHF steel

Average of 5 years of
AIST data

Calculated by dif-
farence

ab
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Home scrap includes crop ends, skull, spills, rejected semi-finished
products, trimmings, and so on. In general, 35% of the raw steel manufactured
into finished products will end up as home scrap.l

Source Extent--

In 1976, 25 million tons were used in EAFs, 26.3 million tons in BOFs,
and 12.3 million tons in OHFs. Home scrap comstitutes about 55% of total
scrap used by the iron and steel industry, and purchased scrap makes up the

_remainder.

Emission Characteristics--

The emission characteristics for torch cutting of scrap are assumed to
be similar to those from scarfing. The most salient and probably the most -
important characteristic of scrap cutting emissions is the fine size of the
particulate released.

2.1.2 Sintering

Source Description--

As the fused layer of sinter leaves the sinter machine, it drops into
the sinter breaker and is passed through a hot screening process. The prop-
erly sized material is passed through the cooler which is normally of the in-
duced draft, annular type. Finally, the sinter is transported to the cold
screen where the proper size sinter is separated out and sent to the blast
furnace. -

The process sources of fugitive emissions in sinter plants are: (a)
strand discharge, which normally includes the sinter breaker and hot screen,
(b) cooler discharge, and (c¢) the cold screen. MRI feels that since the
windbox is under negative operating pressure, windbox leakage is not a source
of fugitive emissions.

Source Extent--

As of 1974, there were 36 sintering facilities in existence ia the
United States, with plaat capacities ranging from 2,000 to 6,000 tons of
sinter per day.=' S$inter production in the United States has been on a
downward trend for the last 10 ygars.ﬁl This trend can be attributed to
the depletion of several natural iron ore mines and the necessity to uti-
lize the lower grade taconite ores which are pelletized at the mine site.

In 1976, 36,300,000 tons of sinter were produced within the steel industry.gf

Emissions Characteristics--

As indicated in Table 2-2, particulate emissions from sintering are
coarse in comparison with other process fugitive emissions. Only 5% of the
sinter plant fugitive emissions are smaller than 5 um. The composition given
in Table 2-2 i3 actually for windbox emissions, but it is assumed that the

2-7




composition of emissions from sources downstream of the windbox is the same,
since the sinter undergoes only physical handling and sizing processes.

W

2.1.3 Hot Metal Transfer

Source Description--
Every BOF shop and most OHF shops have a hot metal transfer station. At
these stations, the_torpedo car from the blast furnace pours molten iron
either inte the charging ladle or into a mixer which is subsequently tapped
into the charging ladle. It 1s the violent mixing during these pours that .
produces iron oxide emissions. Another type of emission produced 1s kish, ;o
which consists of carbonaceous, flake-like particles that leave the molten
iron as it begins to cool.

Source Extent-- i
In 1976, 82,900,000 tons of hot metal were produced within the industry
and virtually all of this hot metal was transferred prior to processing.

Emissions Characteristics=--

Table 2-2 shows that the fugltive particulate emissions from the hot
metal transfer station are coarse in comparison to the other process fugitive
emissions. This is due mainly to the fact that the kish, which is much larger
in size than the iron oxide particles, is produced in greater weight, thus
shifting the combined size distribution toward the coarse end of the spectrum.

2;1.4 Hot Metal Desul furization

Source Description-- _ .
Fugitive emissions are generated by the addition of desulfurizers to hot

metal at a position between the blast furnace and the steel-making furnace.

Emissions result from (a) agitation of the hot metal as the desulfurizer is

.,added, (b) handling of the desulfurizer, (c) natural rejection of carbon by

the hot metal, and (d) skimming of the slag into a pot.

Source Extent--
The percentage of hot metal presently desulfurized between the blast
furnace and the steel furnace has not been published.

Emission Characteristics--
Little is known concerning the characteristics of emissions from hot
metal desulfurization. One of the constituents is kish, which has been pre- @
viously described. Another of the constituents 1s iron oxides arising from
the agitation of the hot metal. A third constituent of the emissions is the
desulfurizer itself. Some possible desulfurizers are .CaCp;, Ca0, NaCO3, NaOH,
Mg, and CaCo0j. ' o
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2.1.5 Electric Arc Furnaces

Source Description--

The sources of fugitive emissions from electric arc furnaces are charg-
ing, tapping, slagging, and electrode port leakage. Of these four sources,
only the first three are of regular occurrence. During scrap charging, the
furnace roof is removed and the direct shell evacuation (DSE) system is ren-
dered ineffective. Charging emissions are generated when dirty or oily scrap
is dropped into contact with the hot furnace lining. During tapping, the
furnace tilts forward, and the emissions occur as the molten steel enters the
tapping ladle. During slagging, the furnace tilts back and the emissions oc-
cur as the molten slag eaters the slag pot. In both tapping and slagging, it
is the violent mixing of the molten material that produces the fume.

Emissions during meltdown and refining-stages are generally captured by
the DSE system. When, for some reason, the draft on the furnace produced by
the DSE system is reduced, fumes escape through the electrode ports. '

Source Extent--

Electric arc furnaces are increasing in number in the United States. In
1972, there were 299 operating EAFs; and 450 furnaces are projected to be in
operation by 1980.lg In 1976, EAF production consisted of 69% carbon steel,
247 alloy steel, and 7% stainless steel. In terms of total steel production,
EAFs produced 15% of carbon steel, 41% of the alloy steel and 100% of the
stainless steel for a total of 20% of the entire U.S. steel production (see
Table 2-3) .2

TABLE 2-3. 1976 RAW STEEL PRODUCTION BY TYPE OF FURNACEgj
Production Percentage of
Furnace (1,000 tons) total
Electric are 24,600 , 20
Open hearth 23,500 . 18
Basic oxygen 79,900 62
Total 128,000 100

Emission Characteristics--

The major characteristics of EAF fugitive emissions are particle fine-
ness and low degree of plume buoyance. The emissions are cooled rapidly as
they travel from the EAF to the building monitor. The composition of the
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particles i1s dominated by iron oxide and zinc oxide, with the latter being
prevalent when galvanized scrap is in the charge. :

2.1.6 Basic Oxygen Furnaces . =

Source Description--

The sources of fugitive emissions from basic oxygen furnaces are charg-
ing, tapping, slagging, puffing, deskulling, and leakage from the lance port e
and primary hood. The first three sources occur regularly, but the last three
occur infrequently. During charging, tapping, and slagging, the furnace is
tilted from underneath the primary hood so that emissions generated in these
three positions, unless captured, will rise and leave through the building
monitor. Puffing is caused by the production of fume too large in volume for
the primary hood to handle, This fume escapes between the mouth of the fur-~
nace and the primary hood when the hood is of the open type. When the hood is
of the closed or combustion suppression type, puffing is nonexistent. Deskull-
ing emissions are generated during the removal of hardened steel at the mouth
of a BOF with a gas cutting lance. Finally, leakage around the lance port and
through the openings of a sectionalized primary hood occurs in a few isolated
cases. Normally, the negative pressure inside the primary hood prohibits this
type of emission. : . '

Source Extent--

BOF steel production has increased dramatically in the last decade in the
‘United States, with BOF shops frequently replacing OHF shops. By 1980, 90 EOF
furnaces will be in operation with 1ndividual fu;naée capacities ranging from
75 to 350 tons. In 1976, BOF production consisted of 92% carbon steel and 8%
alloy steel. In terms of total steel production, BOFs produced 667 of the
carbon steel and 447% of alloy steel for a total of 62% of the total U.S, raw
steel production (see Table 2-3).2

Emissions Characteristics--

' BOF fugitive emissions escape to the atmosphere through the roof monitor.
Although there is no standard design for roof monitors, one monitor is known
to be 8 x 500 ft and to have an emission stream exit velocity ranging from
500 to 800 fpm. Particulate emissions from the BOF consist mainly of Fe,03.
The particle size data available for BOFs are contradictory, with the frac-
tion smaller than 5 pym ranging from 0.06 to 0.90; in Table 2-2, 0.5 has been
chosen as an average.

2.1.7 Open Hearth Furnaces _ pe

Source Description-=-

The sources of fugitive emisslions from open hearth furnaces are charging,
leakage, tapping, and slagging. Charging emissions result from the addition
of hot metal or scrap into the hot furnace. Leakage emissions occur as a result
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of improperly positioned charging/tapping doors and from oxygen lance-port
leakage. Tapping and slagging emissions result from the violent mixing of
the poured molten material.

Source Extent==-

The increase in new BOF steelmaking capacity in the United States is off-
setting the decrease in OHF steelmaking capacity. OHFs accounted for 55% of
steel produced in 1967, but by 1976 the percentage of steel produced in OHFs
had decreased to 18% (see Table 2-3). Some forecasters have predicted the
virtual extinction of the open hearth furnace by 1990,

Emissions Characteristics=-
The fugitive emissions characteristics of open hearth furnaces are simi- -

lar to the other types of steelmaking furnaces.

2.1.,8 Slag Quenching

Source Description--

The fugitive emission source considered here 1s addition of water to
blast furnace and steel furnace slag for the purpose of cocling. The fugi-
tive emission of primary concern is gaseous H,S.

Source Extent--

Calculations show that approximately 25 million tons of blast furnace
slag were produced in 1976. The percentage of this slag that was water cooled
is unknown.

Emission Characteristics--
Little is known concerning the amount of HZS produced by slag quenching.

2.1.9 Teeming

Source Description--

The fugitive emission sources of concern in teeming are handling of ladle
additions and agitation of molten steel during pouring and ladle additions.
Source Extent-- P

Nearly all molten steel is either teemed into ingot molds or poured into
a tundish feeding continuous casting strands. The amount of steel requiring
ladle additions during teeming is unknown.

Emission Characteristicg=~-
No known tests have been performed to characterize teeming emissions.
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2.1.10 Scarfing

Source Description-- :

Prior to rolling mill operations, the billets, blooms and slabs are in-
specteéd so that defects potentially detrimental to the finished products may
be removed by chipping, grinding, or scarfing. Of these operations, scarfing--
either by hand or machine--produces the greater amounts of fugitive emissions.
Both scarfing operations employ methods to burn off the outer steel layer.
Fugitive emissions occur from leaks from the machine scarfer's control equip—
ment and from open (outdoor) hand scaerfing. :

Source Extent-= 11/
0f the total steel produced, approximately 20 to 507 is scarfed,
mainly by mechine scarfing.

Emissions Characteristics--

As indicated in Table 2-2, emissions from steel scarfing consist largely
of fine particles, which because of enhanced light scattering potentfal, may
create dense plumes.

2.2 OFEN DUST SQURCES

Fugitive emissions are discharged from a wide variety of open dust sources
within an integrated iron and steel plant. Because open dust source emissions
heights are usually less than 10 m above the -ground, the open dust source im-
pact at the plant boundary and surrounding areas is greater than the impact of
the elevated high-temperature process source having the same emission rate.
This section gives information on source description, source extent, and emis-
sions characteristics of the following open dust sources: materials handling,
storage pile activities, vehicular traffic and wind erosion of exposed areas.

2,2, Materials Handling

. Source Description=--

There are numerous fugitive dust emission points associated with the han-
dling of raw, intermediate and waste materials in the integrated iron and steel
industry. This section traces the methods by which these materials are un-
loaded from barges and railcars and transferred by conveyors.

Figure 2-4 presents a typical flow diagram for materials handling in the
iron and steel industry. Raw materials enter an iron and steel plant by
barge, rail, and to a lesser extent by truck. Barges are unloaded by clam-
shell bucket or conveyor bucket-ladder methods. This transfer process ylelds
fugitive dust when the material is dropped onto a nearby storage pile or un-
derground conveyor.
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Railcars are unloaded at side dump, rotary dump, or bottom-hopper dump
stations. The side railcar dump unloading proéess,'which is associated with
the ore bridge system, turns the loaded car at almost a 90-degree angle; and
the material falls into a special motorized railcar. At a specific location,
this car drops the material through side chutes into a pit. The material is
picked up by a clamshell bucket and 1s dropped onto a storage pile. Fugitive
dust emission peints occur during: (a) railcar side dump, (b) motorized car
side chute dump; and (¢) dropping of the material from the clamshell bucket
onto the pile.

\

The rotary (.ap railcar unloading process rotates the railcar 180 degrees
with the material falling onto an underground conveyor. The material is moved
by conveyor to the storage pile area. Up to this point, fugitive dust emis-
sions occur at the rotary dump station and at conveyor transfer stations.

The bottom dump railcar process utilizes bottom-hopper rallcars which
drop their contents onto an underground conveyor. The conveyor moves the ma-
terial to the storage pile area. Fugitive dust emissions points occur at the
bottom dump railcar station and at transfer stations along the conveyor route.

The transport and subsequent transfer of materials via conveyor systems
are open sources of fugitive dust emissions. Dust emissions attributed to
the actual conveyor transport of materials is a relatively insignificant
source of emissions. This is due to the configuration of the open conveyor
belt, which is U-~shaped and shields the material from the forces of wind un-
der average wind speed conditions. During high wind speed conditions, how-
ever, wind blown dust emissions can occur during conveyor transport of mate-
rials, :

Significant fugitive dust emissions occur at comveyor transfer stationms.

" Here the conveyed materials are transferred from one conveyor network to

another. The mixing of the exposed free faliing aggregate materials and re-
sultant drop onto a conveyor creates noticeable dust emissions.

Fugitive dust emissions result also from the physical sizing of materials
at conveyor screening stations. Here materials pass through a series of
screens to separate fine and coarse fractions. Certain steelmaking processes
such as coking and blast furnaces require materials to ‘be coarse in size;
other processes, such as sintering, utilize materials that are fine in size.

Source Extent--

Every integrated iron and steel plant has facilities for the unmloading
and subsequent conveyor transfer and screening of various materials used or
produced in the steelmaking processes, Major raw matérials include lump iron
ore, iron-bearing pellets, coal, flux materials (limestone, dolomite, etc.)
and scrap metal. Major intermediate materials include coke and sinter, while
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waste materials include slag and flue dust. Industry-wide usage levels of
these major materials in 1976 are presented in Table 2-4.

TABLE 2-4. 1976 INDUSTRY-WIDE PRODUCTION AND RECEIPT
OF INPUT MATERIALSZ/

Production and receipt

Input material (106 tons)
Lump iron oré 17.5
Iron ore pellets 86.7
Coal 79.1
Coke 60,9
Flux 29.5

Scrap metal 68.3

Published data describing the characteristics of fugitive emissions from

materials handling were found to be sparse. Because of this, a conveyor trans-

fer station was inciuded in the source testing phase of this study, to be de-
scribed in Section 3.3.2 of this report. Table 2-5 presents available infor-
mation concerning materials handling emissions characteristics.

2,2.,2 Storage Pile Actilvities

1

Source Description--- ’

The production of finished steel products entails the stockpiling of
large amounts of raw, intermediaste and waste materials. The majority of
these materials remain in storage for periods ranging between 5 to 60 days;
however, certain materials, such as waste products, may remain in storage
for several years before further usage. Fugitive dust emissjons associated
with open storage piles result from four sggisg_gggivities: (a) load-in or
addig;oq_qg_mate:ial_to.a,storagé‘ﬁftaf'fﬁ) vehicular traffic around storage
piles, usually related to maintendnce of pile configuration; (¢) wind erosion
of exposed pile surface; and (d) load~-out or removal of material+ Figure 2-4
depicts these source activities relative to the previously mentioned materi-
als handling.

In the iron and steel industry, storage pile material load-in is accom-
plished by: (a) gantry-crane clamshell buckets; (b} conveyors attached to
stationary and mobile stackers; and (c¢) front-end loaders. Fugitive dust
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emissions occur as the material 1s being dropped onto the storage pile, ex-
posing suspendable dust to ambient air currents.

Vehicular traffic around_storage-piless—consisting-of-the-movement of
front-end loaders., bulldozers, and trucks, generates fugitive dust emissions
by traveling over a dust-laden surface, usually consisting of the storage pile
materiali. Contact of the vehicle with the surface causes pulverization of
surface material and lifting of suspendable fines into wind currents,

Fugitive dust emissions also result_from.the-wind-eroeion.af storsge
piles. The threshold erosion wind velocity for this phenomenon is believed

fo be 12 mph.12/ Fine particles are injected into the atmosphere mostly as
the result of momentum transfer when saltating (bouncing) particles of larger

size strike the surface.

The load-out process is also a source of ‘fugitive adst'emiébions; Meth -
ods used for reclaiming storage plle material include; (a) '"raking' materials
onto underground conveyors; (b) front-end loading and transfer of materials to
conveyor bins; (c) mobile "bucket-wheel" reclaiming onto underground conveyors;
(d) bottom feed plow of material (underneath the pile) to underground convey-
ors; and (e) clamshell bucket removal of material to underground conveyors or’
highline cars. The quantity of fugitive dust emissions realized from these
processas is dependent on the relative mechanical force associated with the
reclaiming procedures and material silt and moisture,

Source Extent--

Table 2-6 summarizes the data pertaining to the source extent of storage
pile activity in the iron and steel industry. Values presented are averages
obtained from four open dust surveys which were conducted as part of this
study as reported in Section 4. ' .

Emissions Characteristicsg--

Table 2-7 presents emissions characteristics of the four specific storage
pile activities. These data are based largely on the results of source test-
ing conducted as part of this study.

2.2.3 Yehicular Traffic

Source Descriptione- ———H — . - -

Motor vehicles are utilized extensively in the integrated iron and steel
industry. Employees' vehicles are driven into/the plant; light-duty plant
vehlcles (cars, pickups, vans, etc.) transport employees to and from differ-
ent plant areas; and trucks of various sizes (5 to 70 tons loaded weight)
transport raw and finished materials within and outside the plant. Fugitive
dust emissions are generated by these vehicles traveling on unpaved and paved
roads.
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Unpaved road surfaces produce substantially greater emissions than paved
roads with the same traffic. Within an iron and steel plant, unpaved roads
are usually surfaced with slag or dirt. These roads may be constructed with
a firm roadbed or may consist of trails made by the traveling vehicles. The
roads may periodically be maintained by adding graded crushed slag and dirt
or may be left to the abuse of vehicles and the weather.

Paved roadways, which predominate in the iron and steel industry, are
easier to maintain. However, if the surface dust loading on a paved roadway
is allowed to increase, the level of dust emissions may approach that of an
unpaved road, -

Source Extent--

Data on average vehicle miles traveled on unpaved and paved roads within
an integrated iron and steel plant have been compiled from four plant surveys
of open dust sources conducted by MRI as part of thls study (see Section 4.0),
Table 2-B summarizes the results of the surveys.’

Emissions Characteristics--

Table 2-9 presents characteristics of dust emissions generated by vehicu-
lar traffic on unpaved and paved roads. These data are based largely on the
results of source testing conducted as part of this study.

2.2.4 Wind Erosion of Exposed Areas

Source Description--

Typically within the boundary of an iron and steel plant, there are land
areas which are devoid of vegetation and unprotected by bullding structures.
Exposed areas include empty employee parking lots, railroad bed areas, de-
molished building sites, vacant finished product storage areas, vacant tractor-
trailer staging areas, landfill areas, areas between plant buildings and areas
left vacant for future plant development. These bare ground areas are suscepti-
ble to dust reentrainment induced by the eroding action of the wind, Wind ero~
sion is associated with wind speeds greater than the threshold erosion velocity
of 12 mph. 12/..

"Although land area may be left bare of vegetation for a variety of rea-
sons, the major controlling factor is the lack of-a proper soil medium for
vegetative growth. Most iron and steel plants are bullt on slag-covered areas
which do not induce dense vegetative growth. What vegetation may grow is oc-
casionally driven upon by plant vehicles or sprayed with weed-killing compounds
to decrease potential fire hazards,

Source Extent--

Data on average acreage of exposed area within an integrated iron and
steel plant have been compiled from the four plant surveys of open dust sources
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which were conducted as part of this study. Table 2-10 summarizes the results

of the surveys.
?

Emissions Characteristics--

Data related to the emissions characteristics of dust resuspended by wind
from exposed areas are presented in Table 2-11. It is evident that little is
known about this fugitive emission source.
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TABLE 2-10, EXPOSED AREA SOURCE EXTENT
(Average Surveyed Plant)2

L
Annual
percentage
lant Exposed Unsheltered Surface Surface of time Precipitation
area areg exposed area eredibilicy silt content wind speed evaporation
(acres) (acres) (acres) {consa/acre-year) ) exceeds 12 mph Index g
1,007 . 158 LY . 47 16 28 } 65

— ——
e —

a/ Based on average of four open dust surveys (see Section 4.0).

TABLE 2-11. EXPOSED AREA EMISSIONS CHARACTERISTICS

Weight Weight
percentage percentage
Injection of suspended of fine Density Probable
height particles particles {(g/cm™) constituents

Ground level =~ MA O NA NA CaC0s,

: 5102,

Fel,.

’Feé03

NA Not Available.
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SECTIGN 3.0

FUGITIVE EMISSIONS QUANTIFICATION

This chapter contains a discussion of the emission factors currently
available to estimate fugitive emissions in the iron and steel industry. The
major measurement and estimation techniques utilized to quantify fugitive
emission are delineated. Previously measured or estimated factors and parti-
cle size distributions are presented along with a precise literature refer-
ence, where possible. The results of field testing of open dust sources are
discussed. The recent tests are used to develop or modify predictive emi’s -
sion factor formulas. Finally, the best available emission_fa;tors are sug-

gested.

3.1 QUANTIFICATION TECHNIQUES

In large part, proven methods for quantifying fugitive emissions have
not been fully developed. Atypical quantification problems are presented by
the diffuse and variable nature of fugitive sources. Standard source testing
methods, as written, strictly apply only to well defined, constrained flow
fields with velocities above about 2 m/sec. Such methods are applicable to
fugitive emissions only if it is possible to capture the entire plume by means
of an enclosure or hooding device. -

There are two general classes of techniques utilized to quantify fugi-
tive emissions: measurement and estimation. For field measurement of fugi-
tive emissions three basic techniques have been suggestedlé/ which are sum-
marized as follows:

1. The quasi-stack methed involves capturing the entire emissions stream
with enclosures or hoods and applying conventional source testing techniques
to the confined flow.

2. The roof monitor method involves measurement of concentrations and
air flows across well defined building openings such as roof monitors, ceiling

vents, and windows.

3. The upwind/downwind method involves measuremﬁnt of upwind and down-

wind air quality, utilizing ground-based samplers under known meteorological
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conditions and calculation of source strength with atmospheric dispersion
equations. ' | '

MRI has developed two additional measurement techniques, exposure profil-
ing and dilution profiling,lﬁf which offer distinct advantages over the above
methods for source-specific quantification of fugitive emissions, as dis-
cusgsed below. The exposure profiling method was designed for measurement of
open dust source emissions, while the dilution profiling method was designed
for quantification of emissions from elevated temperature sources released
within a building.

MRI's exposure profiling method involves direct measurement of the total
passage of fugitive emissions immediately downwind of the source by means of
simultaneous multipoint sampling over the effective cross-gsection of the fug--
itive emission plume. Unlike conventional upwind/dowmwind testing, exposure
profiling yields source-gspecific emission data needed to evaluate the prior-
ities for emission control and the effectiveness of control measures. More-
over, based on MRI field tests of several types of open dust sources, the ac-
curacy of measurements obtained by exposure profiling is better than that
achievable by the upwind/downwind method, even with site-specific calibration
of the dispersion model used in the latter methed.

MRI's dilution profiling method involves multipoint monitoring of tem-
perature over the effective cross-section of a buoyant plume and the use of
similtanecus measurements of concentration at selected points to convert
plume temperature profiles to concentratfon profiles. As in the case of ex-
posure profiling, dilution profiling ylelds the type of source-specific data
that would be obtained from quasi-stack testing without the often impractical
requirement of enclosing the source. MRI has successfully demonstrated the
dilution profiling method on a laboratory scale gource.

None of the reported emission factors for fugitive sources in the iron
and steel industry have been obtained by the quasi-stack technique, This is
because of the high cost associated with enclosing the large sources found in
the Iindustry and the production interference caused by even the temporary
utilization of such a technique.

The roof monitor technique has been the most widely used to quantify
process source emissions, although significant problems are encountered be-
cause of the large size of monitor openings and because plume overlap pre-
cludes the determination of source-specific contributions.

Several of the available fugitive emission factors for integrated iron
and steel plants have resulted from estimastion techniques rather than mea-
surement techniques. Estimating techniques include: (a) use of fixed per-
cent of uncontrolled stack emissions; (b) application of data from similar
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processes; (c) engineering calculations; and (d) visual correlation of opac-
ity and mass emissions. Wide use of estimating techniques has been employed
because of the difficulty of testing and the lack of recognized standardized
methods for measuring fugitive emissions.

The most promising and accurate technique for quantifying open dust
sources (storage piles, vehicular traffic on unpaved roads, etc.) in the iron
and steel industry is exposure profiling. The method is source-specific and
its increased accuracy over the upwind/downwind method is a result of the fact
that emission factor calculation does not require the use of an atmospheric
dispersion model. Exposure profiling is compared with conventional upwind/

downwind sampling in the subsections below.

3.1.1 Open Dust Source Quantification by Upwind/Downwiﬁd Method

The upwind/downwind method has frequently been used to measure fugitive
particulate emissions from open (unconfinable) sources, although only a few
studies have been conducted in the integrated irom and steel industry. Typ-
ically, particulate concentration samplers (most often high-volume filtration
samplers) are positiomed at a considerable distance from the source (for ex-
ample, at the property line around an industrial operation) in order to mea-
sure the highest particulate levels to which the public might be exposed. The
calculation of the emission rate by dispersion modeling is often treated as
having secondary importance, especially because of the difficult problem of
identifying the contributions of elements of the mix of open (and possibly
confinable) sources. ‘ o

While the above strategy is useful in characterizing the air quality im-
pact of an open source mix, it has significant limitations with regard to con-
trol strategy development. The major limitations are as follows:

1. Overlapping of source plumes precludes the determination of source-
specific contributions on the basis of particulate concentration alone,

2. Air samplers with poorly defined intake flow structure (including
the conventional high-volume sampler) exhibit diffuse cutoff size character-
istics for particle capture, which tend to be affected by wind conditions.l—

3. TUncalibrated atmospheric dispersion models introduce the pessibility
of substantial error (a factor of threelﬁj) in the calculated emission rate,
even i1f the stringent requirement of unobstructed dispersion from a simpli-
fied source configuration is met.

The first two limitations are not a direct consequence of the upwind/
downwind method but of the way it is used. These limitations could be re-

moved by using samplers designed to capture all or a known size fraction of
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the atmospheric particulate, and by designing sampler placement to isolate
the air quality impact of a well defined source operation.

However, there would remain the need to improve method accuracy by cali-
bration of the dispersion model for the specific conditions of wind, surface
roughness, and so on, which influence the near<surface dispersion process.
This need is evident from the significant size of the variation in model-
calculated emission rates for aggregate process operations, based_on data_
from individual samplers operated simltaneously at different downwind loca-
tions.lz The suggested use of tracers for this purpose is complicated by
the characteristically diffuse and variable nature of an open dust source and
the need for a polydisperse tracer test dust approximating the particle size
distribution of the source emissions.

3.1.2 Open Dust Source Quantification by Exposure Profiling Method

As stated above, the exposure profiling method was developed by MRIli/
to measure particulate emissions from specific open sources, utilizing the
isokinetic profiling concept which ig the basis for conventicnal source test-
ing. For measurement on nonbuoyant fugitive emissions, sampling heads are
distributed over a vertical network positioned just downwind (usually about
5 m) from the source. Sampling intakes are pointed into the wind and sam-
pling velocity is adjusted to match the local mean wind speed, as monitored
by distributed anemometers. - A vertical line grid of samplers is sufficient
for measurement of emissions from line or moving point sources while a two-
dimensional array of samplers is required for quantification of area source
emiggsions. ' o

Grid size and Sampling Duration--

' Sampling heads are distributed over a sufficiently large portion of the
plume sco that vertical and lateral plume boundaries may be located by spatial
* extrapolation of exposure measurements. The size limit of area gources for
which exposure profiling is practical is determined by the feasibility of
'erectipgusampling towers of sufficient height and number to characterize the

plumes This problem is minimfzed by saﬁpling when the wind direction is paral-

. lel to the direction of the minimum dimension of the area source.

The size of the sampling grid needed for éxposure profiling of a partic-

ular source may be estimated by observation of the visible size of the plume
or by calculation of plume dispersion. Grid size adjustments may be required
based on the results of preliminary testing.

Particulate sampling heads should be symmetrically distributed over the

concentrated portion of the plume containing about 90% of the total mass flux
{exposure). TFor example, if the exposure from a point source is normally
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distributed, as shown in Figure 3-1, the exposure values measured by the sam-
plers at the edge of the grid should be about 25% of the centerline exposure,

Sampling time should be long enough to provide sufficient particulate
mass and to average over several units of cyclic fluctuation in the emission
rate (for example, vehicle passes on an unpaved rcad). The first condition
is easily met because of the proximity of the sampling grid to the source.

Assuming that sample collection media do not overload, the upper limit
on sampling time 1s dictated by the need to sample under conditions of rela-
tively constant wind direction and speed. In the absence of passage of '
weather fronts through the area, acceptable wind conditions might be antici-
pated to persist for a pericd of 1 to 6 hr. '

Calculation Procedure-- :

The passage of airborne particulate, i.e., the quantity of emissions per
unit of source activity, can be obtained by spatial integration (over the ef-
fective cross-gsection of the plume) of distributed measurements of exposura
(mass/area). The exposure is the point value of the flux (mass/area-time) of
airborne particulate integrated over the time of measurement. Mathematically
stated, the total mass emission rate (R) is given by:

R=1 f 2(h,¥) 4hdw
t a
A

dust catch by exposure sampler after subtraction of background

i

where m

a = intake area of sampler.

t = sampling time

h = vertical distance coordinate

w = lateral distance coordinate

A = effective crogs-sectional area of plume

In the cagse of a line source with an emission height near ground level,
the mass emission rate per source length unit being sampled is given by:

H
f m(h) dh
a
o

‘g =

=
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ol

where W = width of the sampling intake
H = effective extent of the plume above ground

In order to obtain an accurate measurement of airborne particulate expo-
sure, sampling must be conducted igokinetically, i.e., flow streamlines enter
the sampler rectilinearly. This means that the sampling intake must be aimed
directly into the wind and, to the extent possible, the sampling velocity must
equal the local wind speed. The first comdition is by far the more critical...

If it is necessary to sample at a nonisokinetic flow rate (for example,

to obtain sufficient sample under light wind conditioms), multiplicative fac- .

tors may be used to correct measured exposures to corresponding isokinetic
valuES;l&4£§/ These corrections require information on the particle size dis-

tribution of the emissions.

_ High-volume cascade impactors with glass fiber impaction substrates,
which are commonly used to measure particle size distribution of atmospheric
particulate, may be adapted for sizing of fugitive particulate. A cyclone
preseparator (or other device) is needed to remove coarse particles which oth-
erwise would be subject to particle bounce within the impactor causing fine
particle bias.18/ once again, the sampling intake should be pointed into the

i

wind and the sampling velocity matched to the mean local wind speed.

Based on replicate exposure profiling of open dust sources under varying
conditions of source activity and properties of the emitting surface, emis-
sion factor formulae have been derived that successfully predict test results
with a maximum error of 20%.l4/ These formulae account for the fraction of
silt (fines) in the emitting surface, the surface moisture content, and the
rate of mechanical energy expended in the process which generates the emis-
sions. Based on the above results, the accuracy of exposure profiling is
considerably better than the + 50% range given for the upwind/downwind method
with site-specific dispersion model calibration.13/

3.2 EMISSION FACTORS FOR PROCESS SOURCES

Table 3-1 presents the available fugitive emission factors for process
sources, While the number of available emission factors is large, the number
of well-quantified and well-documented factors is limited. If the estimated
factors are deleted, the resulting number of measured factors is less than 20
with several sources not yet measured. Table 3-2 shows the method of attain-
ment for each emission factor given in Table 3-1,

For the most part measured fugitive emission factors have not been re-
ported in a rigorous, scientific manner.
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In any emissions quantification effort, one should determine beforehand all
the variables upon which the emisgion factor is dependent and then attempt. to
quantify (or at least qualify) them during the field testing. Unfortunately,
many fugitive emission'quantification programs, performed in a hurried effort
to acquire a value, have neglected to record properly all test conditions,
thus rendering the numerical result of limited use.

In addition to recording all pertinent test conditions, it is also impor-
tant to record the test methodology in detail. The type of equipment used,
the flow rate of the mass sampling device, and the number and location of the
sampling points are but a few examples of the data that should be recorded.
Yet anyone scanning the literature is keenly aware of the distressing lack of
rigor in reporting test methodology.

Table 3-3 presents all the known particle size distributions for process
sources. It should be noted that tests on similar processes have ylelded di-
vergent results, especially in the case of BOF furnaces. Were precise test-
ing methods recorded, this divergence may have been explainable.

Table 3-4 shows MRI selections of the best emission factors and particle
size distributions avallable for each source. It should be cautioned that
many of the "best" values require further improvement.

3.3 EMISSION FACTORS FOR QOPEN DUST SOURCES

This section .presents the rationale used in determining emission factors
for open dust sources, as required for the subject investigation., Predictive
" emission factor equations for open dust sources developed for MRI prior to
this project will be presented, along with the modified equations which incor-
porate the results of the open dust source surveys and open dust source test-
ing performed during this study. Finally, the determination of the best emis-
sion factors or predictive equations for open dust sources associated with
integrated iron and steel plants will be presented.

-~ 3.3.1 Previously Available Fmission Factors

In 1972, MRI initiated a field testing program to develop emission fac-
tors for four major categories -of fugitive dust sources: .unpaved roads, ag-
ricultural tilling, aggregate storage plles, and heavy construction opera-
tions. Prior to that study, little data had been generated for these sources.

Because the emission factors were to be applicable on a national basis,
an analysis of the physical principles of fugitive dust generation was per-
formed to ascertain the parameters which would cause emissions to vary from
one location to another. These parameters were found to be grouped into three
categories:
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1. Measures of source activitj or energy expended (for example, the
speed and weight of a vehicle traveling om an unpaved road).

2. Properties of the material being disturbed (for example, the content
of silt in the surface material on an unpaved road).

3. Climatic parameters (for example, number of precipitation-free days
per year on which emissions tend to be at a maximum).

By constructing the emission factors as mathematical formulas with multipli-
cative correction terms, the factors become applicable to a range of source
conditions limited only by the extent of the program of experimental verifi- ..
cation, ' '

The use of the silt content as a measure of the dust genmeration potential
of a material acted on by the forces of wind and/or machinery, was an impor- '
tant step in extending the appicability of the emission factor formulas to
the wide variety of aggregate materials of industrial importance. The upper
size limit of silt particles (75 um in diameter) is the smallest particle size
for which size analysis by dry sieving is practical, and this particle size is
also a reasonable upper limit for particulateé which can become airborne.
Analysis of atmospheric samples of fugitive dust indicate a consistency in
size distribution so that partiecles in specific size ranges exhibit fairly
constant mass ratios,

In order to quantify source-specific emission factors, MRI developed the
"exposure profiling" technique, utilizing the isokinetic'profiling concept
which is the basis for conventional source testing. Exposure profiling con-
sists of the direct measurement of the passage of airborne pollutant immedi-
ately downwind of the source by means of simultaneous multipeint sampling over
the effective cross-section of the fugitive emissions plume. This technique
uses a mass-balance calculation scheme similar to EPA Method 5 stack testing
rather than requiring indirect calculation through the application of a gen-
eralized atmospheric dispersion model.

Prior to this study, MRI had used the exposure profiling method to de-
velop emissions for the following open dust sources:

1, Light-duty vehicular traffic on unpaved (dirt and gravel) roads.l&/

2. Agricultural tilling utilizing a one-way disk plow and a sweep-type
plow under.L&/

3. Load-out of crushed limestone utilizing a 2,75 cu yard loader.l&/

4. Vehicular traffic on paved urban roadwaysLLQ/
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These sources were tested under dry conditions (i.e., day time periods
at least 3 days subsequent to a precipitation occurrence) so that worst case
emissions could be determined and used as a basis for projecting annual emis-
sions. Additional testing of dust emissions from sand and gravel storage
piles was performed utilizing conventional upwind/downwind sampling to relate
emissions from aggregate materials handling to approximate emissions from
wind erosion and from traffic around storage piles.

Table 3-3 lists the measurements of source extent, the basic emission
factor formulae and the correction parameters associlated with each pertinent
source category. Supporting information for several of these factors is pre-
sented in EPA's Emission Factor Handbook (AP-&Z).22

Other than MRI's previous work, few emission factor data for open dust
sources exist, Estimated emission factors have been developed for the han-
dling and transfer of storage materials. An uncontrolled emission factor of
0,033 lb/ton coke for coke being dumped into a blast furnace was calculated
from 2z measured blast furnace cyclone catch.%=' This factor might be appli-
cable to a coke conveyor transfer station. AISIzgf estimated an emission
factor of 0.13 lb/ton of coke for a conveyor transfer station. Also AISIQQ/
discovered an emission factor range from the literature of 0.04 to 0.96 1b/
ton coal for generzl coal handling. Speightgl/ estimated a value of 1.0 1b/
ton for general coal handling.

The factors presented in Table 3-5 describe emissions of particles
smaller than 30 ym in diameter, the approximate effective cutoff diameter for
capture of fugitive dust by a standard high volume particulate sampler (based
on particle density of 2 to 2.5 g/cm3).l&/ Analysis of parameters affecting
the atmospheric transport of fugitive dust indicates that approximately 25 to
507, of these emissions (i.e., the portion gmaller than 5 pm in size) will be
transported over distances greater than a few kilometers from the source.

3.3.2 Source Testing Results

Field testing of open. dust sources was performed at two integrated iron
and steel plants (designated as Plants A and E) as outlined .below:

N
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Plant A

. Number of
Fugitive dust source : tests
Load out of high silt processed slag into truck 3 -
Load out of low silt product slag into truck . 3
Mobile stacking of pelletized iron ore 3
Mobile stacking of lump iron ore 3
Light-duty vehicular traffic on unpaved road 1
Heavy-duty vehicular traffic on unpaved road ' 2
Plant E
Number of
Fugitive dust source tests
Heavy-duty vehicularrtréffic'On unpaved road ' 7 ' ' 3
Light-duty vehicular traffic on unpaved road ‘ 3
Plant vehicle mix on paved road 3

Conveyor transfer station (sinter) 3

Criteria used in choosing the above sources for testing included (a) the rel-
ative importance of the various open dust sources determined from the plant
“surveys (Section 4), (b) availability of accurate testing techniques for spe-
cific fugitive dust sources configurations, and (c¢) accessibility of sources

for testing within the iron and steel plants. '

One of the two plants (Plant A) was located in the western United States,
where climatological factors favor fugitive dust generation and the other was
situated in the eastern steel-producing section of the country. Presurveys
were performed to determine special testing equipment requirements and to fa-
miliarize plant personnel with the testing plan. A period of 2 weeks at each
plant was allocated for the testing program. Testing was performed only on
those days having (a) dry weather, (b) constant wind speed and direction, and
(c) sources available for testing.
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The primary tool for measuring fugitive dust generated from open dust
sgurces was the MRI Exposure Profiler. An adjustable horizoantal cross-arm
with attached isokinetic air samplers complemented the vertical sampler mast
shown in Figure 3-2. This vertically oriented two-dimensional array of iso-
kinetic air samplers was utilized when testing (a) load out of processed
slag into a 35-ton truck via a 10 cu yard front-end loader (six tests), (b)
mobile stacking (plle formation/load in) of pelletized and lump iron ore ma-
terials (six tests), and (c) the transfer of sinter at a conveyor transfer
site. At all times the MRI Exposure Profiler was positioned within 5 m of
the source with air samplers covering the effective cross-section of the fug-
itive dust plume. o

Testing of dust emissions from vehicular traffic on unpaved roadways was
performed with the MRI Exposure Profiler without the horizontal cross-arm. ...,
Twelve tests were performed in this manner with the Exposure Profiler situ-
ated at a distance of 5 m from the roadway edge. The vertical line grid.of .. .
isokinetic air samplers spanned the distance from the ground to the effective
height of the fugitive dust plume. )

Other equipment utilized in the testing included (a) cascade impactors
with cyclone preseparators for particle sizing, (b) high-volume air samplers
for determining upwind particulate concentrations, (c) dustfall buckets for
determining particulate deposition, and (d) recording wind instruments util-
ized to determine mean wind speed and direction for adjusting the MRI Expo-
sure Profiler to isokinetic sampling conditions. A detailed presentation of
the testing methodology is provided in Appendix A.

The results of the field testing are provided in Tables 3-6 through 3-8.
Table 3-6 presents the various emission tests parameters recorded during the
actual field testing. Tables 3-7 and 3-8 present the emission factors for
suspended particulates (particles smaller than 30 um in Stokes diameter) and
for fine particulates (particles smaller than 5 pm in Stokes diameter), along
with surface material and wind speed characteristics.

A further explanation of the source testing results is presented in Ap-
pendix B. In order to find emission factors corresponding to particle size -
cutoffs other than 30 ym and 5 um, the following steps must be taken utiliz-

~ ~ing~data given in Appendix B:

1. For a glven test, construct a straight-line particle size distribu-
tion on leog-probability graph paper using the values for weight percents
smaller than 30 and 5 um.

2. Determine the value for weight percent smaller than the desired di-
ameter (Dp).

3-19




Figure 3-2. MRI exposure profiler,
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3.‘ Calculate the emission factor for particles smaller than D
the following expression:

p'using

%2<D
EF = EF L R
<DP <30].zmx (7..: 30um> -

3.3.3 Refinement of Predictive Equations

This section presents refined emission fector equations for open dust
sources, which have improved predictive capability in comparison to the equa-
tions presented in Table 3-5. The precision of the equations is illustrated
in tables of testing results and corresponding predicted emissions. Figure
3-3 gives the quality assurance (QA) rating scheme used to evaluate the pre-
dictive reliability of the refined emission factor equations. Section 3.3.4
describes methods for determination of correction parameters which appear in
the equations, '

Vehicular Traffic--

Figure 3-4 shows the predictive emission factor formula for vehicular
traffic on unpaved roads. The coefficient and the first two correction terms
are identical to the expression given in AP-42==" as follows:

0.6 (0.81 8) (3%)

which describes the emissions of particles smaller than 30 pm in Stokes diam-
eter generated by light duty wehicles traveling on unpaved roads. The weight
correction term was developéd‘and the previous terms verified on the basis of
the testing which was conducted as part of this study,

Table 3-9 compares measured emissions with predicted emissions as calcu-
lated from the equation given in Figure 3-4. With the exception of Run E3,
the results sgree within about + 20%. :

Table 3-10 indicates that for Runs A7, E4, E5, and E6, measured emissions
from light duty vehicles were significantly higher than estimated by the for-
mula. The reason for this appears to be that heavy duty vehicles had traveled
the test roads prior to sampling, creating a loading of surface gilt in excess
of the amount found on roads traveled only by light duty vehicles. One way of
handling thig problem is to use the average vehicle weight for roads traveled
by a mix of vehicle types. The effective vehicle weights, given in Table 3-10
were back calculated from the actual emissions. '
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OPEN DUST SOURCE: Vehicular Traffic on Unpaved Roads
QA RATING: B for Dry Conditions '
C for Annual Average Conditions

o () o

T

| |
Determined by profiling Estimated factor to
of emissions from light- account for mitigating
duty vehicles on gravel effects of precipitation
and dirt roads under over period of one
dry conditions. year.

Determined by profiling of emissions from
medium=- and heavy-duty vehicles on gravel
and dirt roads under dry conditions.

where: EF = suspended particulate emissions (Ib/veh=mi)
s = silt content of road surface material (%)
S =average vehicle speed (mph)
W = average vehicle weight (tons)
d =dry days per year

. Figure 3-4, Predictive emission factor equation for wvehicular
traffic on unpaved roads.
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)

The final term in the emission factor formula given in Figure 3-4 15 used
to reduce emissions from dry conditions to annual average conditions. The
simple assumption is made that emissions are negligible on days with measur-
able precipitation and are at a maximum on the rest of the days. Obviously
neither assumption is defendable alone but there is a reascnable balancing ef-
fect. On the one hand, 0.0l in. of rain would have a negligible effect in re-
ducing emissions on an otherwise dry, sunny day. On the other hand, even on
dry days, emigsions during early morning hours are reduced because of over-
night condensation and upward migration of subsurface meoisture; and on cloudy,
humid days, road surface material tends to retain moisture, Further natural
mitigation occurs because of snowcover and frozen surface conditions. In any
case, further experimentation is needed to verify and/or refine this factor,

Figure 3-5 shows the predictive emission factor formula for vehicular
traffic on paved roads. As indicated, the coefficient and the first two cor-
rection terms were determined by field testing of emissions from traffic (con-
sisting primarily of light duty vehicles) on arterial roadways and on a test
strip that was artifically loaded with surface dust in excess of normal levels.
The vehicle weight correction term was added by analogy to the experimentally
determined factor for unpaved roadways, and more testing ls needed to confirm
the validity of this correction term. '

Table 3-11 compares measured emissions with predicted emissions as cal-
culated from the equation given in Figure 3-5. Although measured emissions
from medium duty .and heavy duty vehicles traveling on a paved roadway at
Plant E were substantially in excess of the predicted levels, this is thought
to be due to resuspension of dust from vehicle underbodies, This phenomenon
was visually evident as the heavy duty vehicles traveled from an unpaved area
onto the paved roadway.

It should be noted that the emission factor for reentrained dust from
paved roadways contains no correction term for precipitation. Although emis-
sions from wet pavement are reduced, increased carryover of surface material
by vehicles occurs during wet periods, and emissions reach a maximum when the
pavement dries., More testing would be helpful in analyzing the net effects
of precipitation on reentrained dust emilssions.

" Storage Pile Activities-~-

Figure 3-6 gives the predictive emlssion factor formula for storage pile
formation (load-in) by means of a translating conveyor stacker. The equation
is based on the results of field testing of emissions from the stacking of
pelletized and lump irom ore at Plant A, The effect of wind speed on emis-
sions occurs presumably because of the increased atmospheric exposure of sus-
pendable particles during the drop from the sgtacker to the pile. Table 3-12
compares measured emissions with predicted emissions as calculated from the
predictive equation.
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OPEN_DUST SOURCE:

Vehicular Traffic on Paved Roads

QA RATING: B for Normal Urban Traffic

C for Ind

EF =0.45 ( )(
T

Determined by
profiling of
emissions from
traffic (mostly
light=duty ) on
arterial roadways
with vaives for
s and L assumed.

ustrial Plant Traffic*

0.8
W .
.__JI_I_l
Assumed by analogy
to experimentally

determined factor
for unpaved roads,

* Tests of industrial
plont traffic yielded
higher than predicied
emissions, presumably
due to resuspension of
dust from vehicle
underbodies.

Determined by profiling of emissions from
light-duty vehicles on roadway which was

artificially loaded
of gravel fines qnd

with known quantities
pulverized topsoil.

where: EF = suspended particulate emissions {lb/veh~mi)
s =siit content of road surface material (%)
S = average vehicle speed (mph)
W = average vehicle weight (tons)
L = surface dust loading on traveled porhon

of road (

Ib/mile)

Figure 3-35, Predictive emission factor equation for vehicular
traffic on paved roads.
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OPEN DUST SOURCE: Storage Pile Formation by Means of
Translating Conveyor Stacker
QA RATING: B

sy U
EF =0.0018 (ﬁM(%) Ib/ton
@

Determined by profiling of emissions

1

lump iron ore.

where: EF = suspended particulate emissions
(ib/ton of material transferred)
s =silt content of aggregate (%)
M = moisture content of aggregate (%)
U = mean wind speed (mph)

Figure 3~6, Predictive emission factor equation for storage
pile formations by means of translating
conveyor stacker.

s
U]
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Note that emissions from Tests All and Al2 are significantly greater
than predicted during the early stages of pile formation. This is thought to
be due to the increased atmospheric exposure of falling material resulting
from increased drop distance during the early stages of pile formation., The
same effect is not observed in the case of pellets (an artificial aggregate)
possibly because emisgions appear to be concentrated at the drop end of the
stacker and from the pile surface as pellets bounce and roll. The possible
effect of drop distance and dust emission should be further quantified by
field testing.

Figure 3-7 glves the predictive emission factor formula for transfer
{load-out) of aggregate from a loader to a truck. The equation is based pri-
marily on fleld testing of emissions from the transfer of crushed slag at
Plant A. It has the same form as the predictive equation for storage pile
stacking, except for the addition of a term containing the bucket size of the
loader. This term was derived by comparing the results for the 10 cu yard
loader with results obtained several years ago for load=-out of crushed limestone
with a 2.75 cu yard loader. Table 3-13 compares measured emissions with emis-
sions calculated from the predictive equation.

Figure 3-8 presents the emission factor formula for dust emigsions from
vehicular traffic around storage piles. The coefficient in this equation was
determined from conventional upwind/downwind sampling of total emissions from
a sand and gravel storage pile area during periods of activity (load-in, load-
out, traffic) and periods of inactivity (wind erosion only). The first two
correction terms were added by analogy to experimentally determine factors for
other sources. The climatic factor assumes, as in the case of unpaved roads,
that emissions occur only on dry days; the value of 235 dry days was obtained
by extending to an annual period the frequency of measurable precipitation
which was observed during the 30-day test period.—' Because of the potential
inaccuracies of the sampling methodology and the number of agsumptions used
‘in deriving the correction terms, this predictive emission formula is assigned
a relatively low quality assurance rating. :

" Figure 3-9 presents the emission factor formula for dust emissions gener-
ated by wind erosion of storage piles. The coefficient in the equation was
. determined from testing inactive sand and gravel storage piles, as noted above.
The factor of 0,11 lb/ton (i.e., 33% of 0.33 1lb/ton) was cut in half to adjust
for the estimate that the average wind speed through the emission layer was one-
half of the value measured above the top of the piles. The other terms in the
equation were added to correct for silt, precipitation and frequency of high
winds., For the reasons given above with respect to the factor for traffic,
this predictive equation requires substantial additional testing to increase
its QA rating to an acceptable level.
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OPEN DUST SOURCE: Transfer of Aggregate from Loader to Truck
QA RATING: B :

(1(2
EF =0.0018 I\i 2 ib/ton

Determined by profiling of emissions
from load=out of crushed steel slag
and crushed limestone.

where: EF = suspended particulate emissions
{Ib/ton of material transferred)
s =silt content of aggregate (%)
M = moisture content of aggregate (%)
U =mean wind speed {mph)
Y = effective loader capacity (yd3)

Figure 3-7. Predictive emission factor equation for transfer of
aggregate from front-end loader to truck.
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OPEN DUST SOURCE: Vehicular Traffic Around Storage Piles
QA RATING: C

where:

Figure 3-8,

d
EF =0.10 K (‘]-sg)(‘z-ég) Ib,/ton
L |
Estimated factors
to correct measured
emissions to other
source conditions,

Determined by difference, i.e.
subtraction of load-in/ load-out
emissions and wind erosion
emissions from total emissions
based on upwind/downwind
sampling around sand and gravel
storage piles.

EF = suspended particulate emissions
(Ib/ton of material put through storage cycle)
= activity factor defined as unity for operation tested
s =silt content of aggregate (%)
d = dry days per year

Predictive emission factor equations for wvehicular
traffic around storage plles.
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OPEN DUST SOURCE: Wind Erosion from Storage Piles
QA RATING: C.

EF = 0,05 (75-5-)(%)(2—;3-)(—]%)’ Ib/ton

| J 1

Based on upwind / downwind Estimated factors to
sampling of emissions from correct measured
inactive storage piles of emissions to other
sand and gravel, source conditions.

where: EF = suspended particulate emissions

{Ib/ton of material put through storage cycle)

s =silt content of aggregate (%)
D = duration of storage (days)
d =dry days per year

f = percentage of time wind speed exceeds 12 mph

Figure 3-9. Predictive emission factor equation for wind

. --erosion from storage pilles,
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Wind Erosion of Exposed Areas--

Figure 3-10 presents the emission factor formula for wind erosion from
exposed areas., As indicated, this equation was derived (a) from field test~-
ing of suspended dust generation during dust storms, as reported by Gillette,ég/
and (b) by an analogy to the wind erosion equation, which predicts total erosion
rather than suspended dust generation. Although it is known that above the wind
speed threshold of 12 mph for wind erosion, the erosion rate increases with the
cube of the wind speed, the wind speed correction term was simplified to reflect
an average value of 15 mph for periods of erosion. Because of the number of as-
sumptions made in deriving this equation, more testing is needed to increase its
QA rating to an acceptable level,

3.3.4 Determination of Correction Parameters

The following three categories of parameters appear in the refined emission
factor equations presented in the previous section:

1. Measures of source activity,
2. Properties of material being disturbed, and
3. Climatic parameters.

Measures of source activity are expressed in terms of equipment characteristics
(such as vehicle weights and loader bucket sizes) which are available from plant
records. The paragraphs below describe methods for determination of material
properties and climatic parameters,

In order to determine the properties of aggregate materials being disturbed
by the action of machinery or wind, representative samples of the materials must
be obtained for analysis in the laboratory. Unpaved and paved roads are sampled
by removing loose material (by means of vacuuming and/or broom sweeping) from
lateral strips of road surface extending across the traveled portion. Storage
plles are sampled to a depth exceeding the size of the largest aggregate pieces,
Exposed ground areas are sampled by removing loose surface material or, if a
crust has formed, by removing material to a depth of about 1 to 2 cm.

In all cases, several incremental samples are combined to form a composite
sample, The composite sample is then transferred—to-the laboratory in a mois-
ture impervious container.

The material properties of interest are moisture content and texture (spe-
cifically silt conteat and cloddiness). Molsture is determined in the labora-
tory by weight loss after ovem drying at 110°C, Texture is determined by stan-
dard dry sieving techniques.
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OPEN DUST SOURCE: Wind Erosion of Exposed Areas
QA RATING: C

Based on testing of Estimated factor to
emissions from wind account for fact that
erosion of agricultural  wind erosion occurs
fields of varying silt only above threshold
content, wind speed.

1

| (i)(i. L)I
EF = 3400 30/12 §5 Ib/acre-yr

Assumed by- analogy to
Wind Erosion Equation

where: EF = suspended particulate emissions (ib/acre-yr)
e = surface erodibility (tons/acre-year)
s =silt content of surface material (%)
. § = percentage of time wind speed exceeds 12 mph
.P=E = Thornthwaite's Precipitation = Evaporation Index

Figure 3-10. Predictive emission factor equation for wind erosion
of exposed areasS.
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The moisture content of an exposed aggregate material is dependent on
its initial moisture content and on the precipitation and evaporation which
occurs. while the material is in place. Thornthwaite's P-E Index is a useful
approximate measure of average surface soill moisture, but is not suitable for
freely draining aggregate .stored in open piles.

The texture of a raw material such as lump iron ore may vary substantially
with the method of mining, processing, and transport. Materials processed at
iron and steel plants such as slag, sinter, and coke exhibit variable texture
dependent on the method of processing and handling.

The climatic parameters of interest are (a) dry days per year, (b) P-E
Index, and (c¢) frequency with which the wind speed exceeds 12 mph. Dry days
per year for any geographical area of the United States may be found from a
map of mean annual number of days with 0.0l in. or more of precipitation, as
given in ap-42.29/ A vu.s. map of P-E Index by state climatic region was con-
structed by MRI and is also found in AP-42.22 Finally, long-term average an-
nual wind speed distributions for reporting weather stations may be found in
the Climatic Atlas.3l

3.3.5 Best Open Dust Source Emissioq Factors

Since only a few of the many open dust sources were actually quantified
by field testing, the best open dust source emission factors must necessarily
be a hybrid of both estimated and measured values. In Table 3-14 the best
emission factors are presented for (a) the storage of various raw materials,
(b} materials transfer, {c) vehicular traffic on unpaved roads, and {(d) wind
eroslon.

The method for determining the best suspended emission particulate fac~
tor and the percent of suspended particulate that is fine is described in the
table as either (a) estimation, (b) measurement, or (c) calculation. These
methods are defined in footnotes to Table 3-14.
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SECTION 4.0

OPEN DUST SOURCE SURVEYS

This section presents the results of fileld surveys of open dust socurces
at four plants (ranging in capacity from approximately 1.5 to 2.5 million
tons of ingots per year. The purpose of the surveys was to collect data on
source extent, source activity levels, and properties of exposed materials
which comprised the dust emitting surfaces (unpaved and paved roads), storage
piles and exposed ground areas. Survey results are given below for each
plant, denoted by letters A through D. -

The experimentally determined emission factors for open dust sources
given in Figures 3-4 through 3-10 and reproduced in Table 4-1 were used to
‘calculate fugitive dust emissions. Emission rates were determined through
multiplication of the appropriate emission factor and the source extent.

4,1 SURVEY RESULTS FOR FLANT A
This section presents the results of a survey of open dust sources at a
representative iron and steel plant designated as Plant A, Survey procedures

and results are given separately for each source category.

4.1.1 Vehicular Traffic

Table 4-2 lists source extent, emission factor correction parameters,
and calculated emission rates for specific unpaved and paved rcads lying
within the property boundaries of Plant A.

Source Extent-~
The following steps were used to develop the Ilnventory of roads, vehicle
types, and mileage traveled:

1. Road segments with specific surface and traffic characteristics were
identified and the length of each segment was determined from a map of the
plant.

2. The types and weights of vehicles traveling on each road segment were
spaecified by plant personnel.
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3. ‘Figures on the daily mileages traveled by each vehicle type were fur-
nished by plant personnel. o

4. Information provided by plant personnel was used to apportion the
mileage traveled by each vehicle type over the various road segments.

Approximately 727 of Plant A's 20 miles of roads are paved and on the
whole have relatively low particulate surface lcadings and resultant emission
rates. Two paved roads, the coal storage and coke plant roads, have very high
surface loadings, with resultant high emissions.

Vehicular traffic at Plant A was comprised of three basic vehicle types:

* Type & - light duty (automobiles and pick~up trucks with 3 ton average
weight) .

* Type B - medium duty (flatbeds and other medium-sized trucks with 15
ton average weight).

* Type C - heavy duty (1arger'£rucks with 30 ton average weight).
Vehicle mileage figures supplied by plant personnel were as follows:
* QOpen hearth slag hauling trucks (T;pe C): 90 miles/day
* Coke hauling trucks (Tyée C): 83 miles/day | |
* Miscellaneous medium trucks (Type B): 197 miles/day

~* Automobiles and light trucks (Type A): 1,056 miles/day
* Miscellaneous slag plant traffic (Type C): 288 miles/day

The above mileages were distributed among the various road segments based
on observed traffic patterns, confirmed by plant peréonnel. All slag hauling
truck miles were assigned to the slag hauling road., One-third of the coke
hauling truck miles were assigned to the unmpaved portion of the coke hauling
road and two-thirds of the paved portion. All slag plant traffic was assigned
to the slag plant roads. The remainder of the vehicular traffic was observed
to be uniformly distributed over all plant roads except the unpaved portion of
the coke hauling road, the slag hauling road, and slag plant roads. Therefore,
this remaining traffic was assigned to each remalning road in direct proportion
to the fraction of the road in ratio to the total road length excluding the
three mentioned above (15.4 mile).
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Correction Parameters-- -

During the plant survey, samples of loose surface material were taken
from the slag hauling road, slag plant road, and the coke pile road and ana-
lyzed in the plant laboratory. Samples were tested to determine silt content.
The hot strip road was assigned a silt content between the values for the slag
hauling road and the slag plant road. The silt content of surface material on
paved roads was given a typical value of 10%. Surface dust loadings on paved
roads were estimated from observation.

Average vehicle sﬁeed for each segment of unpaved or paved road was esti-
mated by plant personnel, and the number of drg days per year for the plant
locale was determined from the Climatie Atlas.wk/ For road segments having a
mixture of vehicle types, average vehicle -weights were derived by accounting.. ="
for mileage attributed to each vehicle type.

4,1.2 Storage Pile Activities

An inherent part of the operation of integrated iron and steel plants is
the maintenance of outdoor storage piles of mineral aggregates used as rawv ma-
terials, and of process wastes, Storage plles are usually left uncovered, par-
tially because of the necessity for frequent transfer of material into or out
of storage.

Dust emissions occur at several points in the storage cycle--during load-
ing of material onto the pile, whenever the pile is acted on by strong wind
currents, and during loadout of material from the pile. Truck and loading
equipment traffic in the storage plle areas are also a substantial source of
dust emissions,

Source Extent--

Table 4-3 gives data on the extent of open storage operations involving
primary aggregate materlals at Plant A. This information was developed from
(a) discussions with plant personnel, (b) plant statistiecs on quantities of
materials consumed, and (¢} field estimations during the plant survey.

Table 4-3 also presents the emission factors for the open storage of pri-
mary aggregate materials at Plant A, The rationale for the use of the emissicn
factor expression (Table 4-1) for each operation is given below.

The operation of loading onto storage piles at Plant A utilized either
overhead loaders, dump truck and front-end loader combinations or various
types of stackers. These operations were judged to be comparable to the op-
erations for which field measurements were performed. Therefore, Equations
(3) and (4) in Table 4-1 were used directly to describe emissions from stor-
age pile load-in. ‘

4-5
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Vehicular traffic around storage piles at Plant A was generally less in-
tense than traffic around emission-tested aggregate storage piles consisting
of truck and front-end loader movements associated with load-in and load-out.
Stored aggregate materials assigned a traffic-related emission factor of zero
were: medium volatility coal, high volatility coal, lump iron ore, and pel-
letized iron ore. The coke storage plles at Plant A were worked in a manner
similar to the emission-tested aggregate, as reflected by Equation (5) in
Table 4-1 with K = 1. Traffic around processed slag storage piles was cov-
ered under unpaved roads above, )

Equation (6) in Table 4-1 was used directly to calculate emissions from
wind erosfon of storage piles at Plant A. "However, the emission factor for
wind erosicn from iron ore pellet piles was multiplied by 0.2 te account for =
the lack of saltation size particles required for the erosion procesé.—a :

A wide range of aggregate load-out (reclaiming) operations were observed.
at Plant A. Load-out of lump iron ore and iron ore pellets by gravitational
drop onto underground coanveyors generated little fugitive dust, as reflected
by the assumed activity factor of 0.2 for Equation {(4) . Coal piles were
loaded out through the use of high loaders which dumped material onto under-
ground conveyors, a process similar in nature to load-in of emission-tested
aggregate, but having an assumed activity factor of 0.8, Coke and slag piles
were loaded out in a manner similar to load-out of emission-tested aggregates,
so Equation (7) was used directly.

Correction Parameters-~-

Values for aggregate silt coutent and moisture content were cbtained
from laboratory analysis of samples of stored materials or were estimated.
Duration of storage for each material was estimated by plant personnel.
Loader bucket sizes were estimated by MRI personnel. Climatic correction
parameters (mean wind speed = 8.7 mph, dry days per year = 275, and per-
centage of time thaglﬁhe wind speed exceeds 12 mph = 19) were obtained from
the Climatic Atlas.=" The correction factors used in determining emissions
for Plant A's storage pile activities are presented in Table 4-4.

4.1.3 Wind Erosion of Exposed Areas

Unsheltered areas of exposed ground around plant facilities are subject
to atmospheric dust generation by wind erosion, whenever the wind exceeds the
threshold velocity of about 12 mph. The exposed ground area within the bound-

"aries of Plant A was estimated to be 25% of the plant property, based on ob-

servations during the plant survey. To account for the sheltering effect of
buildings, the effective exposed area was taken to be 12.5% of the plant
property. .

4.7
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As indicated in Table 4-1, the parameters which influence the amount of
dust generation by wind eroslon are surface erodibility, silt content of sur-
face material, P-E Index, and fraction of the time the wind speed exceeds 12
mph. The surface erodibility factor (47) and the surface silt content (15%)

were derived from analysis of surface slag material at Plant B. Thornthwaite's

P-E Index for Plant A was determined to be 45.g2/ Finally, the value for the

fraction of time the wind speed was greater than 12 mph (19%) was obtained from

weather records .3 The results from wind erosion of Plant A's exposed areas
are presented in Table 4-3, :

4,1.4 Summary of Dust Emissions

A breakdown of calculated emissions from open dust sources at Plant A is' -

presented in Table 4-6. For Plant A, the largest contributing source category
was unpaved roads. Emissions generated by storage piles and exposed areas
ranked next in order. The contribution of the paved roads to the dust inven-
tory was minimal.

4,2 SURVEY RESULTS FOR PLANT B
This section presents the results of a survey of open dust Sources at a
representative iron and steel plant designated as Plant B. Survey procedures

and results are gilven separately for each source category.

4,2,1 Vehicular Traffic

Table 4-7 lists source extent, emission factor correction parameters,
and calculated emission rates for specific unpaved and paved roads lying
within the property boundaries of Plant B.

The experimentally determined emission factors for paved and unpaved
roads given in Table 4-1 were used to calculate fugitive dust emissions. The
appropriate measure of source extent 1s vehicle-miles traveled.

Source Extent--
The following steps were used to develop the inventory of roads, vehicle
types, and mileage traveled:

1. Road segments with specific surface and traffiec characteristics were
identified and the length of these segments were determined from a map of the

plant.

2. The types and weights of vehicles traveling on each road segment were
specified by plant personnel.

4-9
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TABLE 4-6, PLANT A:

SUMMARY OF OPEN DUST SOURCE EMISSIONS

Ma jor dust contributors

Suspended particulate

Percentage
of total

Unpaved Roads

Total Paved Roads

Total Wind Erosion -
Exposed Areas

Storage Piles
Lump Iron Ore
Iron Ore Pellets
Combined (High - lLow
Volatility) Coal
‘Other Storage Piles
Total All Open Sources

emissions (tons/yr)

760
250
380
250

61
110

200
2,010

38

12

19

100%
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3. Data on the daily mileage traveled by each vehicle type was calcu-
lated from plant motor pool information, specifying vehicle hours used per
week., To calculate miles traveled per day, a utilization factor and average
vehicle speed were used.

4, 1Information provided by plant personnel was used to apportion the
mileage traveled by each vehicle type over the various road segments,

Approximately 78% of Plant B's 17.3 miles of roads are paved and have
relatively low particulate surface loadings and resultant emission rates.
However, about 2 miles of paved roads was assigned a loading of 15,000 b/
mile, based on visual observation, and have relatively high emissions.

Vehicular traffic at Pl;nt B was comprised of three basic vehicle types:

* Type A - light duty (automobiles and pick-up trucks with 3-ton average
weight) .

* Type B - medium duty (flatbeds and other medium-sized trucks with 15-
ton average weight),

* Type C - heavy duty (larger trucks with 30-ton average weight).

Vehicle mileage figures calculated from data obtained from plant perscnnel
were as follows:

Unpaved réads Paved road;
Type A - 168 miles/day Type A - 1,057 miles/day
Type B - 159 miles/day Type B - 524 miles/day
Type C ~ 672 miles/day ‘ Type C - 582 miles/day
Total: 1,000 miles/day Total: 2,163 miles/day

Paved roads were divided into two categories: highly loaded (dusty) paved
and moderately loaded paved roads. Because dusty paved roads constituted ap-
proximately 15% of the total paved road mileage, it was assumed that 157 of the
apportioned paved road traffic would travel on the dusty roadways.

Correction Parameters=--

At Plant B, one unpaved road segment was sampled for the silt content of
the surface material. This laboratory silt content (10%) was assumed to ap-
ply to the other unpaved road segments at Plant B. The surface silt content
for paved roads was assumed to be 10%, a typically measured value.

4-13




Average vehicle speed for each segment of unpaved or paved road was es-
timated by plant personnel and the number of drY/days per year for the plant

locale was determined- from the Climatic Atlas.é—

For road segments having a mixture of vehicle types, average vehicle
weights were derived by accounting for mileage attributed to each vehicle

type.

4,2,2 Storape Pile Activities

Source Extente-

Table 4-8 gives data on the extent of open storage operations involving
primary aggregate materials at Plant B, This information was developed from
(a) discussions with plant personnel, (b) plant statistics on quantities of
materials consumed, and (c¢) field estimations during the plant survey.

Table 4-8 also presents the emission factors for the storage of primary
aggregate materials at Plant B, The rationale for the use of the emission
factor expression (Table 4-1) for each operation is given below.

The method of loading onto storage piles at Plant B consisted of various
tyvpes of stackers coupled with- a sizable conveyor network. Therefore, Equa-
tion (4) from Table 4-1 was used directly to calculate emissions from storage
pile load-in.

Vehicular traffic around storage piles at Plant B was generally less in-
tense than traffic around emission-tested sand and gravel aggregate storage
piles, consisting of truck and high loader movements associated with the
load-in and load-out process. Stored aggregate materials assigned a traffic-
related emission factor of zero were: coal, iron ore pellets, and lump iron
ore.

At Plant B, only the ore bedding, slag piles, and coke have vehicles
"moving among the piles during the storage cycle. An activity factor of 0.25
was used with Equation (5) in Table 4-1 to scale the vehicular traffic emis-
sions in the ore bedding area and around coke plles, and a factor of 1 was
"used for processed slag piles.

Equation (6) in Table 4-1 was used directly to calculate emissions from
wind erosion of storage piles at Plant B. However, the emission factor for
wind erosion from iron ore pellet piles was multiplied by 0.2 to account for
the lack of saltation size particles required for the erosion process.gg/

Methods of loading out (reclaiming) materials from the storage piles at
Plant B included reclaimers which "rake" the materials onto a conveyor and

the front-end loader/truck method similar to the emission tested operatioms.

4-14




*ipjaumip uy wi Of VLYY S§3] B2jENI)Iaed WO paseq P1W FUOLSSIWA [IY %

‘21q3 311820 paujwasiaq Jo
s1ounosiad juegd yfnoayy pauysaqo waeq /9.

s3ndyInoayy jenuue aya Zi/1 sB peamnale) SO

oSy vy 000°01¢ 17301
041 L1°0 100" 0 $0°0 1o $00°0 61 006" 91 Beyg
i Supppaq
otr Lo 600070 09°0 Lo 900°0 6270 00051 210
8! €070 9000°0 mo..o 1070 £00°0 8E°0 - 000°02Z ajoy
_ 210
w6 0E" 0 000" 0 0L o IE 10070 9°'0 - 000°881 uo1} demg
g391fad
44 BL'Q %0° 0 €10 'E 50070 %Z°0 0u0 001 810 wox]
oy #1170 co00°0 %1'0 IE] 100°0 %570 000°57 199D
{IAj8003) {po1038 (pai103s Bl GE {p21038 {paao3s \m.nm.._ou \lﬂ.nw:OuM agduioals

SUOYEE D uo3l/qL) uoyfqi ) uoy/qr) uvl/qy) uoa/qr) Uop T ade101s uy
£qrua) 2124 no uoje01a 913jeay uy peo mdydnoayl u} 1233338
I¥eaoys pBOL puimM awnofyan LEDULY Junomy .

1830] IUD1Xa 2DIA0G

»810]13E8] U0F 6wl

@

SNOISSTHA JTId HOVIOLS

‘4 INVId. *8-% AT14VL

4-15




Equations (7) and (4) in Table 4-1 were used with appropriate activity fac-
tors to calculate emissions from load-out)' Because the reclaimer method pro-
duces less dust emissions than the stacker, an activity factor of 0.2 was used
with Equation (4) to calculate dust emissions. Equation (7) was used for
those materials removed via front-end loader/trucks,

Correction Parameters-=~

Values ‘for aggregate silt content and moisture content were obtained
from laboratory analysis of samples of stored materilals or were estimated.
Duration of storage for each material was estimated by plant personnel.
Loader bucket sizes were estimated by MRI personnel. Climatic correction
parameters (mean wind speed = 11.8 mph, dry days per year = 265, and per-
centage of time that the wind speed exceeds 12 mph = 40) were obtained from
the Climatic Atlas.3l/ These correction factors are presented in Table 4-9.

4,2,3 Wind Erosion of Exposed Areas

Unsheltered areas of exposed ground around plant facilities are subject
to atmospheric dust generated by wind erosion, whenever the wind exceeds the
threshold velocity 6f about 12 mph. The exposed ground area within the
boundaries of Plant B was estimated to be 124 acres based on areas outlined
on a map by plant personnel. To account for the sheltering effect of build-
ings, the effective exposed area was taken to be 75% of the indicated bare
ground areas,

As indicated in Table 4-10 the parameters which influence the amount of
dust generation by wind erosion are surface erodibility, sLit content of the
surface material, P-E Index, and fraction of the time the wind speed exceeds
12 mph. The values used for these parameters and the exposed area emissions
for Plant B are presented in Table 4-10.

4.2,4 Summary of Dust Emissions

The relative emission contributions of the four source categories are
given in Table 4-11. Emissions generated by unpiaved roads account for 58%
of Plant B's total. Emissions from plant paved roads and storage plles are
next in magnitude. Emissions from exposed area wind erosion are relatively
insignificant. - ' . T

4,3 SURVEY RESULTS FOR PLANT C
This section presents the results of a survey of open dust sources at a

representative iron and steel plant, designated as Plant C, Survey results
and procedures are given below for each source category.
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TABLE 4-~11. PLANT B: SUMMARY OF OPEN DUST SQURCE EMISSIONS

Ma ior dust contributors

. Suspended particulate Percentage
Source emissions (tons/yr) of total
o
1. Total Unpaved Recads ‘1,632 . 58
2. Paved Roads 660 23
3. Total Wind Erosion -
Exposed Areas 79 3
&, Storage Piles
. Lump Iron Ore 94 3
Ore Bedding 1107 4
Slag 170 6
Other Storage Piles 76 3
' Total all open sources 2,821 100%
L)
”
--.17. .
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4.3.1 Vehicular Traffic

Table 4-12 lists source extent, emission factor correction parameters,
and calculated emission rates for specific unpaved and paved roads lying
within the property boundaries of Plant C.

The experimentally determined emission factors for paved and unpaved
roads given in Table 4-1 were used to calculate fugitive dust emissions. The
appropriate measure of source extent is vehicle-miles traveled.

Source Extent-- .
The following steps were used to develop the inventory of roads, vehicle

types and mileage traveled:

1. Road segments with specific surface and traffic characteristics were
identified and the length of each segment was determined by plant personnel.

2. The types and weights of vehicles traveling on each road segment were
specified by plant personnel.

3. Figures on the daily milesgges traveled by each vehicle type were fur-
nished by plant personnel.

4. Information provided by plant personnel was used to apportion the
mileage traveled by each vehicle type over the various road segments.

Approximately 81% of Plant C's 27 miles of roads are paved and on the
whole have relatively low particulate surface loadings and resultant emission
rates. There are 4.6 miles of "dusty-paved' roads within Plant C, as indi-
cated by plant personnel. These roads have considerably higher surface par-
ticulate loadings with resultant higher emission factors than the other paved
roads within the plant. '

Véhicular,traffic at Plant C was comprised of two basic vehicle types:

1. Type A - light duty (automobiles and pick-up trucks with 3-ton aver-~
~age weight).

2., Type B - medium duty (flatbeds and other mediﬁm-sized trucks witH-IS-
ton average weight).
Data pertaining to the daily vehicle-miles traveled by both types of ve- :
hicles within the plant were obtained from plant personnel. It was indicated ;

that this mileage was evenly distributed over the various road types at the
plant.
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Correction Parameters=--

Because of adverse weather conditions during the time of the survey, it
was not possible to obtain representative samples of road surface dust from
which to determine silt content. Therefore, a silt content of 10% for the
particulate loading on Plant C's roadways was assumed. Average vehicle speed
for each segment of unpaved or paved road was estimated by plant personnel
and the number of dr{/days per yvear for the plant locale was determined from

the Climatic Atlas.3

4.3.2 Storage Pile Activities

Source Extent--

Table 4-13 gives data on the extent of open storage operations involving
primary aggregate materials at Plant C. This information was developed from
(a) discussions with plant personnel, (b) plant statistics on quantities of
materials consumed, and_(c) field estimations during the plant surwvey.

Table 4-13 also presents the emission factors for the open storage of
primary aggregate materials used in Plant C. The rationale for the use of
the emission factor expression (Table 4-1) for each operation is given below.

Methods of loading onto storage piles at Plant C consisted of utilizing
clam shell buckets (for blast furnace input materials), movable stackers (for
all blended ore beds and large stone) .and front-end loaders for other materi-
als. Equation (4) in Table 4-1 was used directly to calculate emissions from
storage pile lpad-in with movable stackers and Equation (3) was used for load-
in with clam shell buckets and front-end loaders.

Vehicular traffic around storage piles at Plant C, consisting of the use
of front-end loaders only, was generally less intense than traffic around
emission-tested aggregate (sand and gravel) storage piles, consisting of truck
and high loader movements associated with the load-in and load-out. Stored
aggregate materials assigned a traffic-related emission factor of zero were:

. "~.u-blast furnace input materials {(coke, sinter, and coarse ore) and the use of

front-end loaders for load-out of the limestone-dolomite piles a represented

" " 'by an activity factor of 0.25. To account for the useof front-end loaders for
load-in/load-out, an activity factor of 0.5 was used with Equation (5) for all
other materiagls, T

Equation (6) in Table 4-1 was used directly to calculate emissions from
wind erosion of storage piles at Plant C. However, an activity factor of 0.5
was applied to blast furnace coke, sinter, and iron ore piles to account for
the depressed location which partially shelters these materials from the direct
action of wind. '
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TABLE 4-13, PLANT C: STORAGE PILE EMISSIONS
—Soygcy Extent Eaigsion Faesary
Amoung in Annual Load=tin . Load-out Tocal storsge Yearly
Macarial ia  sgoraged throughout {ib/ton Vahicular craffic Uiad erosion {id/feon  cycla {ibd/toa emissions
stovage fzons failiton :gns\" peoted {}bizon scoged) _ flb/egn storgdd scoced) scaced) ‘cogs/vear
Coal ' ' :
Low vola- 10,500 0.06 9.0001 0.23 0.24 C.0002 0.47 14
tiktey
High vola« 19,000 .11 .0001 4.08 Q.08 4.0001 9.17 10
tility
irvon Jre
Vtah Ora Fines 2,080 0.04 0,003 0.78 Q.25 0,004 1,9 F3 1
Coarse Ore, Sed 3,900 0.10 0.0006 0.37 Q.20 0,3009 0.58 22
He. L
Coarye Ore, a7,9c0 0.07 0,0003 b/ 0.60 0.0005 Q.60 21
Blast Furnace
Clean-up Ore 3,500 0.04 2.0004 .37 0.20 0.0006 C.57 2
Blended Ove Deds 16,000 1.14 0.000% b/ 6,03 9.0091 d.05% 3
Stone Materials
Aeclain Linestone 6,500 0.03 0.,0004 0.06 0.10 2.0006 0.l6 2
fine (screened) 16,250 0.07 0.1006 0.06 0.10 0.0006 315 6
Linestona
Fine [imastane 3,000 0.92 0.9004 0.06 9.1 0.0006 Q.16 2
Linescaae 31,750 0.13 0.9004 Q.03 0.10 0,0004 2.13 3
Fine {scrasned) 5,500 0.02 0.0004 0.06 0.10 2.0006 2.18 K
Dolamica
Fine Dolomitas 1,500 0.01 0.0004 Q.06 2,10 1.0008 a.1% 1
Jalomica 3,000 Q.04 0.0004 0,03 0.10 2.40006 9.13 3
Miscellarmeous
Patralaun Coke 1,000 0.03 0.0008 0.04 9,04 0.2009 2.78 1
Fine Coke Steeze 7,000 ¢.08 0.004 0.29% .15 0,008 .46 13
Coke, 3last Furnace 9,000 0.03 0.002 b/ 0.05 0.003 7.35 1
jincar, Slasc 1,250 0.32 0,902 b/ 0.3% 2.30% 0.923 '
Furnace
Flue Dust cf 2,03 0.0N05 0.58 0.9) 0.0008 LS 13
Total 18%,750 .07 1y

a/ Obcained fvom

ptant personnel.

E? Decerniced negligible.

¢/ Dara noz aval

All emfssions are based on particles less chan 30 alcersas in diametar.

lablae,
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Methods of loading out (reclaiming) materials from the storage piles at
Plant C included (a) reclaimers which 'rake' the materials ontc a conveyor,
(b) clam shell buckets, and (c) front-end loaders which transfer the material
to a conveyor bin, a process similar in nature to the load-out of emission-
tested aggregate. Equations (4) and (7) in Table 4-1 were used with appropri-
ate activity factors to calculate emissions from load-out. Because the re-
claimer produces less dust emissions than the stacker, an actlvity factor of
0.2 was used with Equation (4) to calculate dust emissions. An activity fac~
tor of 1 was used with Equation (7} for clam shell buckets and front-end
loaders. '

Correction Parameters--

Values for aggregate silt content and moisture content were obtained
from laboratory analysis of samples of stored materials or were estimated.
Duration of storage for each material was estimated by plant personnel.
Loader bucket sizes were estimated by MRI personnel. Climatic correction
parameters {mean wind speed = 8,6 mph, dry days per year = 295, and percen-
tage of time that the wind speed exceeds 12 mph = 24) were obtained fr&m the
Climatic Atlas 3L/ These correction factors are presented in Table 4-14.

4,3.3 Wind Erosion of Exposed Areas

Unsheltered areas of exposed ground around plant facilities are subject
to atmospheric dust generated by wind erosion, whenever the wind -exceeds the
threshold velocity of about 12 mph. The exposed ground area within the
boundaries of Plant { was estimated to be 26,4 acres, based on plant map
areas outlined by plant personnel. This is an extremely low value for ex-
posed area within an integrated iron and steel plant facility, reflecting

‘the fact that the vast majority of exposed areas within Plant C have been
paved.

As indicated in Table 4-1, the parameters which influence the amount of
dust generated by wind erosion are surface erodibility, silt content of sur-

"-. fact material, P-E Index, and fraction of the time the wind speed exceeds 12

. mph. Soil erodibility and silt content were derived from the soil type in
the vicinity of Plant C. The calculated emissions from wind erosion are pre-
sented In Table &4-15. -- . SR :

4.3.4 Summary of Dust Emissions

A breakdown of calculated emissions from open dust sources at Plant C is
presented in Table 4-16. Paved roads (667%) is the largest contributing dust
source, followed by the storage piles (18%). The other sources of open dust
at Plant C, as seen in Table 4-16, are relatively small in comparison.
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'TABLE 4-14. PLANT C: STORAGE PILE CORRECTION PARAMETERSif

e ——————
- — a——

Effactive
Hasn Percancage Duracion Loader
$tle Holsture Wind y wind lp." Dry days of e capacity o
Macerfal L Costent  comtent2 (%) ppaed®’  n 12 aphd’  per yesar®'  sroraged (eu. yd) Activicy faccer=
atoragy [eA) Li, 5.0,  caphd kA fdavy) idays) L R - R % S PR I P Y
ggll
Low vola= 3.5t/ 2.6 6.9 4.6 4 295 60 s ) L3 0.5 1.2 1.9
tilicy
High vola- 2/ B.6 6.9 8.6 Ty w798 . 80 5 5 L3 0.5 1.9 1.0
tilicy :
Iron Jte
Ore finas 18.30/ 4.0 2 1.6 2% 298 . 18 5. 6. 1.0 0.3 1.0..1:9
Coarse ore e/ 6.0 4.3 8.6 % 293 30 ] & 1.0 9.5 1.9 1.2
Cosrse ora, Iy 6.0 4.% 3.6 b 298 180 10 id 1.0 % 51,0
blasc furnace
Clean=up oce g/ 1.1 5.7 8.6 % 29% 10 % 5 L0 8.% 1.3 LB
3lended ore 1474/ .2 8.2 8.5 24 19s L i/ & 1.0 5 1.1 6.2
beds .
Scone macerialy
Reclain limsscane 1.3%/ 3.0 2. 8.5 2% 295 90 § . L9 o9 L L
Fine (screened)  1,5%/ 1.0 2.4 8.6 2 195 90 6 6 £.9 0.5 1.3 .2
limestone
Tiae limestans 158/ 3.0 2.3 3.6 1 278 30 1 ] 1.0 2.5 1. .o
Tlae (scraenad) 13587 3.0 2,4 8.6 24 293 90 6 6 1.3 2.4 1Y 12
dolomice .
7ine dolemice 1.58/ 3.0 2.4 3.6 % 195 30 § 5 .0 3.5 L3 1.0
Ligescone .58 3.0 2. 8.6 4 295 90 & 8 1.0 023 13 10
Dolomits 158/ 1.0 2.4 3.6 2% 29% %0 &/ 3 1.0 0.2% 1.3 1.§
Miscellanecus
Pacroleun soke e/ 2.0 1.6 1.6 2 295 60 5 5 1.0 2.3 1.2 1)
Pine coka breeze 18/ 2.0 1.6 8.6 2 298 30 [ 6 1.0 9.5 1.3 1.0
Tlus dusz 1wt/ 2.0 6.4 8.5 A 295 %0 & ] 1.6 0.8 1.2t
Coxe, blasc fugn, L.587 1.0 0.8 8.6 % 29% 90 10 19 1.2 00 1.3 1.3
Slater, Slast furn.l.$ef 1.4 0.3 4.5 % 294 30 e 1w 10 o 13010

a/ L. I.=load-in, T. = traffic, W.E., = wind erosion, L.0. = load-out.

b/ All moisture values are assumed. by MRI based on limited field measurements.
¢/ Obtained from Climatic Atlas.3/

d/ Obtained from plant personnel.

e/ Assumed value by MRI.

£/ Determined by means of dry sieving.

g/ Stacker (L.I.) or mechanical reclaimer (L.0.) utilized.

TRenr d ced fro %
%zgtroavuailable copY.
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TABLE 4-16. PLANT C: SUMMARY OF OPEN DUST SOURCE EMISSIONS

Ma jor dust contributors

Suspended particulate Percentage
_emissions (tons/yr) of total
1. Unpaved Roads 150 13
2. Paved Roads
Dusty paved 340 29
Other paved - 430 ) 37
3. Exposed area - wind-erosion . 30 ' S 37
4. Storage piles
Coal : . 24 2
Iron ore : 120 10
Stone materials : 25 2
Other materials 44 4
Total all open sources 1,160 1007
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4.4 SURVEY RESULTS FOR PLANT D
This section presents the results of a survey of open dust sources at a
representative iron and steel plant, designated as Plant D. Survey results

and procedures are given below for each source category.

4.4,1 Vehicular Traffic

Table 4-17 lists source extent, emission factor correction parameters,
and calculated emission rates for specific unpaved roads lying within the
property boundaries of Plant D. The plant had no paved roads within its
boundaries.

The experimentally determined emission factors for unpaved roads given
in Table 4-1 were used to calculate fugitive dust emisslons. The appropriate
measure of source extent is vehicle-miles traveled,

Source Extent-=
The following steps were used to develop the inventory of roads, vehicle
types, and mileage traveled: '

1. Unpaved road segments with specific surface and traffic characteris-
tics were identified by plent personnel, and the length of each segment was
determined from a map of the plant. '

2. The types and sizes of the' vehicles travellng on unpaved roads were
specified by plant personnel. . ' ‘ o

3. Figures on the daily mileages traveled.by each vehicle type were fur-
nished by plant personnel.

All of the roads at Plant D boundary are slag surfaced. As indicated in
Table 4-17, total unpaved road mileage within the plant is 10.6 miles. These
roads were indicated to be in good condition throughout the plant and to be
regularly maintained.

Vehicular traffic at Plant D was comprised of three basic vehicle types:

% Type A - light duty, 36 vehicles (automobiles and pick-up trucks with
3-ton average weight),

* Type B - medium duty, 22 vehicles (flatbeds and other medium-sized
trucks with 15-ton average weight).

* Type C ~ heavy duty, 6 vehicles (larger trucks with 30-ton average
weight). '
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As indicated by plant personnel, these vehicles travel over all the un-
paved roads in the plant., Thus, no specific plant road segments were identi-
fied as having higher than average traffic volumes.

Correction Parameters--

Because of adverse weather conditions during the time of the survey, it
was not possible to obtain representative samples of road surface dust from
which to determine silt content. Therefore, & silt content of 10% for the
road surface material was assumed. Average vehicle speed was estimated by
plant personnel and the number of de/days per year for the plant locale was
determined from the Climatic Atlas,==

4 .,4,2 Storage Pile Activiries

Source Extent--

Table 4-18 gives data on the extent of open storage operations involving
primary aggregate materials at Plant D. This information was developed from
(a) discussions with plant personnel, (b) piant statistics on quantities of
materials consumed, and (c) field estimations during the plant survey.

During the survey, weather conditions prohibited the collection of repre-
gentative samples of the storage materials to be analvzed for silt coatent.
Storage.pile silt content values were assumed to be the same as the values
obtained for similar materials previously sized at other steel plaats.

Table 4-18 also presents the emission factors for the open storage of
primary aggregate materials used in Plant D.. The rationale for the use of
the emission factor expression (Table 4-1) for each operation is given below.

The method of loading onto storage piles at Plant D consisted of utiliz-
ing front-end loaders for the coke breeze and screened stone piles; a stacker .

for the iron pellet piles; and an overhead gantry/clamshell bucket for the
screened iron ore, large stone, and for the coal piles. Therefore, Equation

- .(3) from Table 4-1 was used to calculate emissions from load-in using front-

end loaders and clamshell buckets, and Equation (4) was used for the stacker.

Vehicular traffic around storage piles at Plant D was generally less;in-
tense than traffic around emission-tested aggregate storage piles, consist-
ing of truck and high-loader movements associated with lead=-in and léad-out.
S;ored aggregate materials assigned a reduced traffic-related activity factor
were :

Screened iron ore: K = 0 (no vehicular traffic)

Iron ore pellets: K = 0.25
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Coal: K = 0,25
Large stone: K = 0,25

The coke breeze and screened stone storage plles at Plant D were worked
in a manner similar to the emission-tested aggregate and were thus assigned
a X-factor of 1.

Equation (6) in Table 4-1 was used to calculate emissions from wind ero-
sion of storage piles at Plant D. The emission factor for wind erosion from
iron ore pellet piles was multiplied by 0.2 to account for the lack of salta-
tion size particles required for the erosion process.gg

The methods of loading-out {reclaiming) from the piles at Plant D con-
sisted of utilizing either a front-end loader pick-up and drop into a conveyor
bin (coal, ore pellets, coke breeze, and stone piles) or a gantry/clamshell
removal and dump into a rail hopper car {(iron ore) which released the material
onto an underground conveyor. Equation (7) in Table 4-1 was used to calcu-
late emissions from load=-out.

Correction Parameters=-- .

Values for aggregate silt content and moisture content were obtained
from laboratory analysis of samples of stored materials or were estimated.
Duration of storage for each material was estimated by plant personnel.
Loader bucket sizes were estimated by MRI personnel. Climatic correction
parameters (mean wind speed = 9,3 mph, dry days. per year = 255, and per-.
centage of time that the wind speed exceeds 12 mph = 25) were -obtained from
the Climatic Atlas.3l/ These correction factors are given in Table 4-19.

4.4,.3 Wind Erosion of Exposed Areas

Unsheltered areas of exposed ground around plant facilities are subject
to atmospheric dust generation by wind erosion, whenever the wind exceeds the
threshold velocity of about 12 mph.lg/ The exposed ground area within the
boundaries of Plant D was estimated to be 107 of the plant property, based on
discussions with plant personnel during the plant survey. To account for the
sheltering effect of buildings, the effective exposed area was taken to be
'7.5% of the plant property.

) As indicated in Table 4-~1, the parameters which influence the amount of
dust generation by wind erosion are surface erodibility, silt content of the

surface material, P-E Index, and fraction of the time wind speed exceeds 12

mph. The soil erodibility factor (47) and the surface silt content (15%)

were derived from previous sileving of similar surfacé soil materials at an-

other steel plant. Thornthwaites P-E Index for Plant D was determined to be

93,22 Finally, the value for the fraction of time the wind speed was greater
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31/

than 12 mph (25%) was obtained from weather records.>~ The results from
wind erosion of Plant D's exposed areas are presented in Table 4-20.

4.4.4 Summary of Dust Emissions

4 breakdown of calculated emissions from open dust sources at Plant D
is presented in Table 4-21, The largest contributing sources were unpaved
roads (68%). Emissions from plant storage piles were next in magnitude (30%).
Wind erosion of exposed areas was relatively insignificant.
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TABLE 4-21. PLANT D: SUMMARY OF OPEN DUST SOURCE EMISSIONS

Ma jor dust contributors

Suspended particulate Percentage

emissions (tons/yr) . of total
1. Unpaved Roads 1,280 68
2. Wind erosion - exposed areas 38 2

3. Storage piles

Low-high wvolatility coal 35 2
Iron ore pellets 310 16
Screened iron ore - 150 8
~ Coke breeze 20 1
Stone piles 57 * _3

Total all opén sources - 1,890 1007
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TABLE 4-20. PLANT D: OPEN AREA EMISSIONS
Source extent

Total Total Effective Correction parameters Emissions*

plant exposed exposed Sofl Surface soll Emlssion Ycarly

area area area etodibility sflt conteat Wind P-E factor emissions
Wind erosion {acres) (acres) {acres) (tons/acre/yr) (¢A] speed Index (Ibfacre/yr) (tons/yr)
Plant D open areas —.-¢°W\ ——cm\ aab/ bum\ —mm\ umm\ 93&f 920 3B

al/ Data obtained from plant personnel.

b/ That area which 13 unsheltered by nearby bulldings.

¢/ Assumed value by MR! based on slag ground cover,

e/ Thornthwaites' P-E Index.

d/ Percentage of the time the wind speed is greater than 12 mph.

* Based on patrticulates less than 30 Ym in diamerer.
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SECTION 5.0

CONTROL TECHNOLOGY FOR PROCESS SOURCES

This section presents an assessment of best available control tech-
nology for process sources of fugitive emissions associated with integrated
iron and steel plants. Information for this assessment was obtained from:
(a) published and unpublished literature; (b) knowledgeable personnel within
the iron and steel industry and within EPA; (c) surveys of representative
iron and steel plants and (d) control equipment manufacturers,

In the sections below, control system options are presented for the fol-
lowing process sources of fugitive emissions:

Steel Making Furnaces

» Electric Arc Furnaces (charging, tapping, slagging and leakage)
» Basic Oxygen Furnaces (charging, tapping, slagging and leakage)

Hot Metal Transfer

Teemin

Other Sources

Gas Cutting Operations
e Sinter Plants
» Desulfurization Stations

Open hearth furnaces have been excluded from this discussion since these fur-

"naces are gradually being phased out of the industry.

Control options (presented for each source include both emissions cap-
ture and particulate removal aspects. Expected performance and cost data are
given for each altermative. Some options are based on actual installations
while others are promising in concept but have not been demonstrated fully.
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Information on existing installations was obtained from the literature
and from limited contacts with knowledgeable industry personnel. This informa-
tion is not meant to represent an industry wide profile of control practices.

To the extent that source operations vary from plant to plant, it is
less likely that a single control option would be most suitable for wniform
application throughout the industry. Added to this is the need for determining
‘the degree to which individual fugitive sources at a given plant are to be
= w7 -—controlled in order to meet plant-specific control strategy objectives. The
most cost-effective control strategy for a particular plant entails the appli-
cation of the most efficient controls to the largest contr’ ~uting sources.

5.1 ELECTRIC ARC FURNACES

Fugitive emissions associated with an electric arc furnace (EAF) are
those unducted emissions which are emitted typically from charging, tapping
and slagginge Electrode leakage constitutes a less typical source. When di-

", rect shell evacuation (DSE) camnot be used, melt down and refining are also
significant sources of fugitive emissions.

Only part of these fugitive emissions actually affect ambient air qual-
itye. Excluded is the portion of the fugitive emissions which are too large to
escape in buovant currents through the building roof menitors and which set-
tle back to the shop floor creating a nuisance problem. Most of the emissions
classified as fine particulate (particles smaller than 5 pm in diameter) will
escape the building monitor and impact the ambient air quality off the plant
premiSes. -

Several control options'are 1fsted in Table 5-1 and are discussed below.
These control options apply solely to the EAF. Other EAF shop sources and

... their controls are discussed elsewhere in this report.

5.1s1 Option A: Building Evacuation

. As shown in Figure 5-1, building evacuation systems use the sealed roof
of the melt shop as a collection hood. Buoyant exhaust gases rise from the
furnace to the sealed roof. From the roof, ducts draw the dust-laden gases
to a removal device. If the removal device camnot handle the volume of gas
generated at certain peak periods in the process, the enclosed roof simply
acts as a holding chamber until the fumes can be evacuated.

" Extent of Applicatione=

Currently, the use of building evacuation systems for EAF emissions is
documented for four alloy steel producing facilities.33,34/
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TABLE 5-1. SUMMARY OF EAF CONTROLS

Roof Furnace Type of emission
Control monitor type controlledﬁf

DSE - Cpen Carbon Primary

DSE + Canopy Hood Open Carbon Primary,

Fugitive

DSE 4 Canopy Hood + Closed Carbon Primary,

scavenger duct _ _ Fugitive

at roof

DSE + Building Evacuation Cloged Carbon Primary,

. Fugitive

Canopy Hood . Open Alloy Primary,

: Fugitive

Canopy Hood + scavenger Closed Alloy Primary,

duct at roof Fugitive

Building Evacuatiom Closed Alloy Primary,

Fugitive

Total Enclosure Open Carbon Primary,

Fugitive

Tapping and slagging ~ Open, Alloy, Fugitive
ladle hoods Closed Carbon

Hooded scrap bucket Open, Alloy, Fugitive
{conceptual idea) Cloged Carbon

a/ Primary emission - emissioms during meltdownm.
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> Clean Air
~ m Exhaust Gas
.
Y
Fabric Filter
Furnace _
) o O
‘Figure 5-1. Building evacuation .system..?‘_s-/
«,
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Problems Associated with Application-=

One very obvious problem with building evacuation is the enormous flow
rates involved. This problem is due in part to the need for the building
evacuation system to handle not only the fugitive fumes and gases from the
EAF but also the natural ventilation required to maintain the workroom envi-
ronment + Important variables in the workroom environment affected by the flow
rate of a building evacuation system are temperature and pollutant concentra-
tionse. Pellutant concentrations in the workroom enviromment are now regulated
by the 1970 Threshold Limit Values (TLV's) proposed by the ACGIH and adopted
by OSHA. T :

The first disadvantage of building evacuation is the high flow rate nec=
essary for adequate control. Canopy hoods with an open roof monitor can re=
duce the flow rate by half for the same furnace size, and canopy hoods with
DSE and an open roof monitor can be expected to require 40% of the flow rate
that building evacuation would .36/ Canopies use less flow rate than building
evacuation because the roof monitor handles the actual building ventilation
while the canopy handles only the EAF fumes and gase Also, because the canopy
is closer to the source than the roof monitor, the volume of fumes and gas
from the EAF will be minimized since the buoyant gases have less time to dife
fuse and entrain room air into the plume.

A second disadvantage of building evacuation related directly to the
high flow rate is the energy expended to move the air velumes EPA has calcu-
lated that a building evacuation system handling 4,000 dscfm/ton of furnace
capacity coupled with DSE handling 350 dscfm/ton of furnace capacity will re-
quire 37.8 kw=hr of electric energy per ton of furnace capacity. On the other
hand, an 80% efficient canopy hood handling 2,000 dscfm/ton of furmace capac-
ity coupled with DSE handling 350 dscfm/ton of furnace capacity only requires
18.9 kw/hr per ton of furnace capacity.lﬁ/ This is 50% reduction in energy
utilization when compared with building evacuation, and yet the canopy-DSE
combination yields the same total emissions (EAF and power plant) as the
building evacuation=-DSE combination.36/

The third disadvantage of building evacuation is that envirommental prob-
lems can arise inside the tightly enclosed building if (a) the control equip-
ment malfunctions or (b) the ventilation patterms are such that stagnant spots
occur w..ere pollutants can build upe The first problem can be handled with
motor-operated louvers in the building monitor. The second problem is a matter
of proper design of forced or nmatural air inlets into the building.- —— .

A final disadvantage of building evacuation is that in retrofitting, the
design may produce a ventilation rate lower than the shop originally had under
natural ventilation conditions. This will reduce the in-shop air quality while
improving the ambient air quality. :
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Control .Device Performance-=-

Source tests were performed by the Ue.Se EPA on four building evacuation
systems utilized to control alloy steel furnaces. Flow rates were found to =
range from 3,300 dscfm/ton of furnace capacity to 4,200 dscfm/ton of furnace
capacityéii/ It was suggested that 5,000 dscefm/ton of furnace capacity would
be more representative of the industry as a whole«3Z/

Building evacuation systems are nearly 1007 efficient. The baghouse to
which one of these systems was vented has been quantified as 947 efficient,38/
but MRI expects that 99%+ efficiency is possible.

The maintenance of the capture portion of the building evacuation system
is minimal since the capture portion consists simply of an enclosed roof
vented through ducting. It is possible that settled dust in the ducting would
need to be removed occasionally. The removal portien of the building evacua-
tion system, consisting of baghouse, fans, motors and dust handling equipment,
will require routine maintenance such as bag replacement, lubrication, bear-
ing replacement, fan motor replacement and fan housing lining replacement.

Control Device GosSt=--

Data have been published39/ estimating the cost of a building evaucation
system for a shop with three 100=-ton furnaces. At 5,000 dscfm/ton of furnace
capacity, the fabric filter removal system was estimated to handle 1.5 mil-
lion scfm. The total installed costs are shown in Table 5-2. Since these
data are 1974 cost data, the values were adjusted to reflect escalation using
the. Chemical Engineering plant cost index. This index has been recommended
to handle the inflating costs of air pollution control equipment.ﬁg/

There are some general conclusions that can be gleaned from an analysis
of the cost data presented in Table 5-2, but one sShould not immediately ap=-
ply these conclusions to the determination of costs for other systems without
giving proper consideration to the differences inherent in each system. Add-
ing the gas gleaning equipment cost and the auxiliary equipment cost, the
total installed cost for the baghouse and its accessories, as listed in Table
.5=2, is approximately $2.50/scfm. The total installed cost of the ductwork
as of December 1976 is $0.70/scfm, but this amount is obviously also sensi-
tive to the length, diameter and wall thickness of ductwork required to reach
the removal device. There are several other capital investments in addition
to the gas gleaning equipment, ductwork, fans and motors which are difficult
to generalize about, except to mention that any estimate of total project
cost must consider the following: engineering, building modification, duct-
‘work support, site preparation, foundations, piping, electrical and instru-
mentation.

*




9 TABLE 5-2. ESTIMATED TOTAL INSTALLED COSTS--BUILDING EVACUATION
(for three 100-ton furnaces and an evacuation rate
of 1.5 x 10 scfm)

Infla-
June 1973 . tiem becember 1976
. Investmencd/ cost ($) multiplier cost {5)
Gas cleaning davice 308.3
BY w/bags 1,969,900 143.0 2,369,500
Subrotal 1,969,900 2,869,400
Auxiliary equipment
Screw conveyor w/drive 42,500 61,900
Bucket elevator w/drive 7,200 10, 500
Dust storage silo 19,800 28,800
Rotating drum rotary
valve w/drive 68,100 99,200
08.4
Canopy 90,600 IIZ.E(T 132,060 .
Blower w/drive 419,000 610,300
Electric vibracors
widrive 3,000 4,400
Subectal 650,200 947,100
Ductwork, utilities
Ductwork 738,200 208,23 1,075,300
143.0
Piping 1,300 337.4 2,800
151.7
Instrumentation 1 176,500 198,7 238,700
146.9
Elactrical 786,000 153.5 1,146.100
105.2
Lighting 262,000 153.4 382,000
105.2
Subtocal 1,964,500 2,344,900
Engineering, overheads, 2atce
Engineering 366,800 153.5 233,800
12¢2.8
Indirects 412,600 - 412,600
start-up 91,700 - 91,700
Spare parts 45,800 - 43,300
Contractors Eee 59,600 177.0 §7,300
153.6
Subtotal 976,500 1,051,700
Total 5,561,100 7,713,100

<3

a/ There are other impertant capical iavestments such ‘as building

support, ductwork support and site preparation which are not
A included here.



5.1.2 Option B: Canopy Hoods

Canopy hood capture devices in conjunction with fabric filter removal
devices constitute effective systems for (a) primary and fugitive emissions
from alloy furnaces, (b) fugitive emissions from carbon steel furnaces using
DSE and (c) primary and- fugitive emissions in carbon steel shops without DSE.
Canopy hoods can be employed with either open or closed roof openingse When
roof openings are closed, a scavenger system is used to remove emissions that ;
collect in the roof area. Figure 5-2 depicts a canopy hood control system

... coupled with a novel application of an enclosure, not typically found in con-

junction with a canopy hood.

The méjor advantage of the canopy system is that it can be operated with
less air volume than is required for building evacuation because it is nearer
to the sources This reduced volume requires a less costly initial investment
and results in reduced operating costs. However, if not operated at a suffici-
ent flow rate to handle peak emission of gases and fumes, canopy hoods with
open roof monitors are less efficient in capturing emissions than are build-
ing evacuation systems.

Extent of Application--

There are nine separate operating installations documented as having
canopy hood systems.é—i—— These 12 systems represent 25 to 30% of the exist-
ing canopy hood systems applied to EAFs. Three other systems were located
during the course of this research project. The operating.characteristics .
of these example systems are shown in Table 5-3.

Problems Associated with Application--

When canopy systems are not sized to handle peak generation of fumes and
gases, part of the plume escapes the canopy and gathers in the roof. 'If the . AL
ﬁqnitors are open, the emission escapes; Lf the monitors are closed, the emis-
sion is collected by a scavenger system. Crosscurrents may also cause the
plume to move from under the canopy, causing something less than 1007% capture
efficiency. '

Finally, retrofitting a canopy hood may present problems simply from a
space point of view. Generally, for a top charged furnace, & distance of at
least 30 to 40 ft is necessary between the top of the .furnace and the bottom . -
of the canopy to allow for charging or tapping crane clearance. There could
be situations in which the space between the top of the crane and the nearest
overhead obstruction would not be adequate for canopy installation. v

Control Device Performance==

Actual flow rates for canopy hoods have been measured in a range from
1,500 to 8,000 dscfm/ton of furnace capacitye. The capture efficiency of the
canopy system is not known quantitatively, but visual estimates have placed
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it between 50 and 90%.&1/ The canopy hoods on the alloy furnaces at J&L's
Warren facility were guaranteed to collect at least 65% of the combined
primary and fugitive emissions. This value was verified by both visual obser=-
vation and comparison of the dust captured by a DSE on a similare-sized fur-
nace {(assuming 1007 capture) and the dust captured by the canopy.

Control Device Coste~=

The total capital investment for a canopy System is sensitive to several
variables, including the total flow rate handled by the system. In this sec-
tion, cost ‘data for system flow rates ranging from 440,000 scfm to 2,100,000
acfm are presented. The first new system to be considered here handles a flow
rate of 440,000 scfme&3/ This was a proposed system and it may not have been
built and actually used. The cost estimate made in 1974 was $1.5 million for
baghouse, ducting, installation of hoods and enclosing of monitors. In addi-
tion, the cost for building modification to support ductwork and hoods was
estimated at $0.75 million. The cost was not a firm bid as evidenced by the
fact that other major items such as engineering and contractor's fees were
not included.

The second system to be considered handles a flow rate of 750,000 scfm
for a three 100-ton futnace.§2 This was a theoretical system developed
solely for cost analysis purposes. The costs for this system are listed in
Table 5-4. Certain general conclusions can be drawn concerning the cost of
this specific systeme In December 1976, the installed cost-for the baghouse
and auxiliary equipment was $3.25 scfm, while the total installed cost for
the ductwork and utilities was $2.70 scfm.

The last system to be considered is capable of flow rates of 2,100,000
acfme. This is a retrofit system and it is now in operation. The system was
designed to handle emissions from one shop with four 170-ton EAF's. The costs
of separate components of this system are shown in Table 5-5.

Some general conclusions that can be gleaned by studying the cost break-
dowm in Table 5-5 are: the baghouse cost in December 1976 was $1.70/acfm; the
auxiliary equipment cost $0.80/acfm and the hoods and ductwork cost $1.50/acfm
to purchase and installs The overall project cost was $7.20/acfm.

5143 Option C: Total Enclosure

7 Total "enclosure, which consists of completely enclesing the furnace down
to the operating floor, is a very recently applied technology for controlling
fugitive emission from EAF's. The technology of total enclosure had its origin
in BOP (Basic Oxygen Process) and QBOP furnace emission control applicationms,
but it has been successfully applied to EAF's by Obenchain Corporation. The
enclosure captures all charging, meitdown and refining emissions. The tapping
ladle is moved to the furnace by railcar, and emissions from this source are
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TABLE 5-4. ESTIMATED TOTAL INSTALLED COSTS--CANOP? HOODS *
AND REMOVAL SYSTEMS®/ (for three 100-ton
alloy furnaces and a flow rate of 750,000

scfm)
- o
June 1973 Inflation December 1976
Investment b/ cost ($) multiplier cost ($)
Baghouse 1,246,200 20843 1,815,300
143.0
Auxiliary equipment 440,300 208.4 641,400
143.0
Ductwork, utilities 1,321,400 217,00 2,022,200
141.8
Engineering, overhead 700,900 153.5 828,900
129.8

Total ' 3,708,800 o " 5,307,800

a/ No DSE,

¢ :

. b/ Does not include structural support for the ductwork or building
or site preparation.
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. TABLE 5-5. ACTUAL TOTAL INSTALLED COSTS--CANOPY HOODS AND
REMOVAL SYSTEM (for four 170-ton carbon
steel furnaces and a flow capacity of

5-13

2,100,000 acfm)
) April 1975 Inflacion December 1976
b Investment cosc (§) muleiplier cost (3)
Dust collector
Baghouse
Concrece work 3,198,000 212.5 3,521,000
Auxiliary ducts, feeders 193.0
Awxiliary equipment
5 Fans and accessories
1 Mocor 3/ 967,000 212.5 1,719,000
Concrete work 193.0
Dust conveying system 259,000
t . Bellecizing unit 335,000
Hoocds and ductwork
Ductwork-original $1,900,000
Ductwork-modified
Hoods
Painting 1,016,000 208,3 3,170,000
Dampears 191.6
Expanaion joints
Enginzaring
Engineering design 1,385,000 133,35 1,511,000
140.7
Building struccure and supporct
Modify existing building 150,000
additions to existing
structure 1,075,000 192.9 3,413,000
Ductwork support structure 1,880,000 175.5
Contractor's fae 313,700 177,0 333,000
L6646
Construction averhead 257,000 - 257,000
Elecerical 437,000 153.4 474,000
lal.a
Subecotal 13,172,700 14,398,000
r Other 762,300 752,300
Total 13,935,000 15,160,300
L4>4
° . &/ Bought only one motor since four were on hand.
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controlled by a stationary tapping ladle hood, The statlonary tapping ladle
igs discussed in this report as a separate control option. DSE is not re-
quired with total enclosure,

Charging with a total enclosure surrounding the furnace presents a fore
midable but not insurmountable design problem. Doors are installed through
which a clamshell scrap bucket can enter. There is a slot in the top of the
enclosure to allow crane cable clearance. After the crane and the bucket en-
ter the enclosure, the doors are closed and an air curtain is engaged across
the crane cable clearance slot. The primary evacuation ducts in the top of
the enclosure can then capture nearly 100% of the charging emissions.

Extent of Application--. .

Based on the limited survey conducted, only one operation is known to
be using total enclosures on EAF's. The operation consists of two 65«ton fur=-
nacess .This entire shop was a new design, not a retrofit. The shop has been
operating since June 1976.

Problems Associated with Application--

The retrofitting of a control device such as a total enclosure may not
be possible in a majority of cases, but the application merits investigation.
The advantages could override the disadvantages such as operational changes.
For new designs, however, this device should be investigated since it yields
high efficiency at low flow rates and consequently offers low costse.

Control Device Performance-- -

The specific enclosure surveyed is made of unlined, 1/16-in. steel sheet-
ing. Installation time was approximately 2 weeks per furnace enclosure. The
removal system has a capacity of 150,000 scfm, and the temperature inside the

. enclosure averages 150°F, This is a very low flow when one considers that

nearly 100% of the meltdown, refining, charging, tapping, slagging and elec-
trode leakage emissions are captured. Not all of the flow capacity is used
continuously; for example, during meltdown only 70,000 scfm is utilized.

Control Device Gost-- : . S
‘ The purchase cost was $200,000 each for the particular total enclosure

‘considered in this report.

5+1e4 Option D: -Taﬁping Ladle Hoods

4 relatively recent innovation in tapping emissions contrel is the tap-
ping ladle hood. When tapping from an EAF with a tapping hood, the ladle must
be moved to the furnace on a railcar. The tapping hood is stationary and the
railcar moves the ladle underneath the hoods. The hood extends a little below
the top of the ladle on every side except the side on which the ladle entexs
the hood, and there is one slot in the top through which the metal is poured.
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The increased tilting of the furnace during tapping requires that the car ad-
vance the tapping ladle forward. In one case, the advance is 3-1/2 ft from
the beginning to the end of the tap.

Extent of Application=--

There are two known applications of this method to tapping emissions,
but the same method has also been applied successfully to at least two known
hot metal transfer stations. These latter two applications are discussed in
detail in another section.

Problems Associated with Applicatione-

As with all controls mounted close to the source, there are potential
operating problems. Care must be taken not to run the ladle into the back of
the hood. Also, the slot in the top must be designed with sufficient clear-
ance between it and the molten steel stream to allow for fluctuatlons. These
problems are very elementary, but they have indeed occurred. ‘

Device Performance=-=

The flow rates necessary to control tapping emissions alone are unknown
for the particular installations now operating, but for hot metal transfer
stations, a hood closed en all sides and with a hole only in the top has re-
quired approximately 50,000 scfm to vent emissions properly. Of course, the
flow rate depends on the volume of metal tapped. This will be discussed fur-
ther in the hot metal transfer section below.

Control Device CoStw==
The costs of tapping ladle hoods are unknown at this time.

5+.1.5 Option E: The Hooded Scrap Bucket

For emissions from the top charging of scrap from a clamshell bucket
into an EAF, & hooded scrap bucket has been proposed. This idea is still in
the conceptual stages and has not yet been applied. In operation, the covered
scrap bucket rests on the furnace to provide a seal. Since the top of the buc-
ket is covered, the emissions are vented from a duct in the side of the buc=-
kets While the bucket is resting on the furnace, the duct from the bucket can
be connected with a mated stationary duct. This stationary duct can be vented
to the main gas cleaning systeme Plants are considering the technique, but
as yet no one has installed this option.

. 5.1.6 Option F: Process Modifications

A process change which could alleviate charging emissions would be to
charge cleaned scrape. This could be accomplished by passing the scrap through
an induction furnace where any oily coatings would be velatalized. The induc-
tion furnace provides an atmosphere more easily controlled than an EAF with
the roof removed.
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Another process change which has potential to alleviate charging emis~
sions is the charging of direct reduced iron ore. Liké cleaned scrap, this
presents the advantage of introducing a cold metal into the EAF free of dirt
and oily deposits. This direct reduced ore could be charged with the conven=
tional ¢clamshell bucket or through a chute leading to a hole in the EAF roof.

Finally, another process change which could reduce emissions is to shred
the scrap and charge it through a chute into the EAF. With the chute charging
system, the DSE could remain on during charging to capture any emissions.
This method of charging alsoc opens up the possibility of continuous instead
of batch steel making. ' '

542 BASIC OXYGEN FURNACES

Sources of fugitive emissions in basic oxygen furnace (BOF) operations
are the charging, tapping and slagging processes. Other minor sources include
puffing from the furnace and the handling of fluxes at the conveyors and bins.
Primary emissions during blowing are captured by a hood directly over the
mouth of the furnace. This hood can be tight fitting, in which case combus-
tion of CO is suppressed, or the hood can be positioned so that air space is
availables The advantages of suppressed combustion hoods over open hoods in-
clude a higher capture efficiency, a smaller volume of gas at a lower tem=
perature, and consequently, a lower removal device cost. The secondary emis-
sion control techniques to be discussed in this section are (a) monitor
enclosing, (b) canopy hoods, (c) total enclosures, and (d) novel uses of the
primary hood for fugitive emissions control. -

5.2.1 Option A: Moﬁitor Enclosing

This method utilizes the closed roof monitor as a holding chamber for
fugitive emissions convected upward. This monitor is then evacuated at the
convenience of the operator. As with building evacuation in EAF control, the
removal system must be sized to handle ventilation air necessary for shop
safetys

Extent of Application=a :

Only one plant is known to have considered this method to supplement a
canopy hood and open monitor system. But the enclesing of the monitor was sup-
planted by the decision to totally enclose the.furnace, an option which is
considered separately below.

Problems Associated with Application=-

One of the major problems with monitor enclosure is that the evacuation
system must necessarily handle a large volume of air since the natural venti~
lation air passes through the removal system.

5-16
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Control Device Performance~=-

Since there are no known applications of the control option, details of
performance are not available. But one positive performance trait would be
a nearly 100% capture efficiency during normal operations, because of the en-
closed building.

Control Device Cost-~

As stated, exact cost figures are not available, but general categories
of cost can be delineated as follows: (a) building support, (b) steel sheet=-
ing for monitor enclosure, (c) ductwork, (d) ductwork support, (e) fans, (f)
motors, (g) removal device, (h) engineering, and (i) contractor's fee.

54242 Qption B: Canopy Hoods

While the use of canopy hoods to control fugitive emissions from EAF's
is a well-known technique, their application to BOF's is relatively new. Ret-
rofitting of this control option would certainly be difficult, but specific
situations do exist where retrofitting would be feasible.

Extent of Application--

This control option is known to exist at at least two plants. One system
is documented, but the other is not. The undocumented canopy hood system was
not successful, as the emissions not captured by the canopy were leaving the
monitor in sufficient quantities to exceed the opacity standards., The Inland
Steel installation is documented in the literature®®:®3/ and is shown in Fig-
ure 5=3. Iniand has not reported any deficiencies in their charging aisle
canopy operation., Actually, Inland's canopy hood is a backup hood that cap-

-tures the charging emissions that escape local charging hoods mounted near

both 210-ton BOFs, This dual system may be the reason for the apparent suc-
cess of the roof canopy.

Problems Associated with Application-=-

As with all elevated hoods, the diversion of the plume from the hood by
crosscurrents within the building can be detrimental. The diversion can be
alleviated by adding baffles and constructing walls to beneficially direct
building currents where this action does not severely disrupt operations.

Control Device Coste=

The Inland shop reportedly draws 275,000 scfm through the charging aisle
canopy hood. As with the canopy hoods in EAF shops, 50 to 90% capture effici=
ency is expected. The emissions collected by the canopy hood are combined
with emissions from two hot metal transfer stations and are vented to a
400,000=-s¢fm baghouse.

Control Device Cost==
No information is available on the costs of the two known systems.
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Figure 5-3. ' BOF canopy hood system.
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5.2.3 Qption C: Partial and Total Enclosures

Enclosure is a new technology that was first applied at the Krupp-
Rheinhausen plant in West Germany. This technology was first brought to the
United States by Pennsylvania Engineering Corporation in cooperation with
Baum Company to cope with the unique problems of charging of QBOPs. The QBOP
process requires that nitrogen be blown through the tuyeres in the bottom of
the vessel to keep them from plugging during hot metal charging. The nitro=
gen bubbling through the hot metal causes tremendous charging emissions. There

"is not a known QBOP in the United States that does not have a partial or total

enclosure. The partial enclosure extends only to the charging floor while the
total enclosure extends all the way to the tapping floor, which is at ground

level for these newly designed installationse. Figure 5~4 depicts a total en-
clesure.

Extent of Application--

There are at present seven known and operating QBOPs in the United States
that have either partial or total enclosures. In addition, total enclosures
are presently being constructed around five BOFs at three different steel
plants, One of these plants is retrofitting the enclosures. The advantages of
this control option are achievement of 907 efficiency,g&/ providing that
proper operating procedures are followed, and a definite, substantial decrease

in operating flow rate.

Problems Associated with Application--

One of the obvious problems with total enclosure is operations interfer-
ences Charging requires more care than that needed before enclosing the in-
stallation to avoid collisions between the ladle and the enclosure. Tapping
requires a different procedure than used in many plants since a railcar and
not the teeming crane carries the teeming ladle to the EBOF.

A problem with these enclosures in the past has been the placement out-
side the enclosure of the secondary hood to capture charging emissions. This
proved to be ineffective as emissions still escaped around the hood. The
later generation of enclosures have the secondary ventilation charging heod
inside the enclosure.

A problem with partial enclosures exists that the total enclosure has
solved. With partial enclosures {extending only to the charging floor), there
are no walls between the charging and the tapping floors to enclose slagging

‘and tapping emissions. Consequently, a portion of these emissions escape

around the enclosure. The total enclosure with automatic doors to permit car
ingress and egress provides a solution.

Control Device Performance-=
For one specific 120=ton vessel with a total enclosure under construc-
tion around it, the design flow rate necessary for evacuation is 382,000
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acfm. Wwith 140,000 acfm needed as dilution air to achieve temperatures com=-
patible with the baghouse, the total flow is 522,000 acfm. As was previously
stated, efficiencies of 90% can be expected providing proper operating pro-
cedures are utilized. The proper procedures include pouring the hot metal
into the furnace at an optimum rate and the utilization of comparatively
clean scrap.%&/

Control Device Cost=-

For the purchase of a total enclosure .for a 200-ton BOF, ome could ex-
pect to pay from $600,000 to $700,000 in December 1976. The total installed
cost could be between $1,000,000 and $1,100,000. An itemized cost breakddwn
is not available, but there are items invelwved that could be easily over-

looked, such as heat resistance lining for the enclosure and autcomatic doors. "

5244 Oﬁtion D: Novel Uses of the Primary Hood

The primary emission control hood on the BOF has recently been utilized
in the capture of both charging and tapping emissions. In some applicatioms,
changes in either the hood design or operating procedure were required, while
in other applications, additions such as baffles were necessary.

One new design which has a patent pending is the Gaw Damper. Briefly,
this is a wheeled damper which enables the hood's suction to be focused on
either the charging or the tapping side of the furnace. The damper is simply
rolled beneath that portion of the primary hood's face which the operator
wishes to block. Another designer has added baffles on the tapping side to
guide the emissions in the direction of the primary hood. A third method min-
imizes the tilt of the furnace during charging and utilizes a ladle with a
uniquely long spout. This operating change places the mouth of the furnace
closer to the primary hood.

Extent of Applicationes

At least four plants are known to be using the Gaw Damper, but little
is known of the success of this system. The minimizing of the furnace tilt
during charging has been applied at only one known plant, and the use of baf-
fles during tapping has been applied at two known plants. As with all methods
mentioned in this report, several other instances of application may exist
which were not surveyed during the course of the study.

Problems Assoclated with Application=--

Two plants have had problems with the Gaw Damper when the tracks warped
because they were designed too close to the furnace mouth. Little is actually
known about the day-towday sdccess of the other techniques. However, there
are problems that can be anticipated in their application. The reduction of
the -furnace tilt during charging, while it does move the mouth closer to the
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primary hood, cannot possibly put the BOF mouth directly under the hood. Con~

sequently, it is likely that a portion of the charging fumes will still es=

cape capture and rise into the building monitor. With baffles or an enclosure _

on the tapping side, interference with the tapping operatiom may be created. .
This particular problem may be alleviated by moving the tapping ladle in un-

derneath the baffle by railcar or by installing biparting baffles which al-

low crane cables through.

Control Device Performance==

In one operation, the application of the Gaw Damper increases the face
velocity of the primary hood flow from 200 to 900 fpm. The damper actually
blocks more than three=fourths of the primary hood face area and thus serves
dual purposes. First, the velocity is increased, effecting greater capture
efficiency; and second, the flow is concentrated at the area of most need,
either the charging or tapping side of the furnace.

Control Device CoSte==
Little is known of the cost of these devices.

5.3 HOT METAL TRANSFER

Hot metal transfer is the movement of molten iron from a torpedo car di-
rectly to a charging ladle or from a torpedo car to a hot metal mixer and
then to a charging ladle. This is not to be confused with reladling which is
herein defined as the mixing of molten steel from one ladle to another for
the purpose of evenly distributing some ladle addition: - -

Forty-two percent of the emissions from hot metal transfer are in a
flake=-shaped partiéulate form called kish. Kish is nearly 100% graphite and
results from the rejection of carbon as the iron cools. Kish is generally
larger than 75 pm in diameters. The remaining 58% of the emissions from hot-
metal transfer are iron oxide with a particle size less than 3 um.324&§/

]

In this section, the options to be considered for the control of fugi-
tive emissions from hot metal transfer operations are: (a) clese fitting
ladle hoods, both movable and staticnary; (b) canopy hoods, also movable or
Stationary; and (c) partial building evacuation.

5.3.1 Option A: Close Fitting Ladle Hoods .

There are several variations of close fitting ladle hoods. Some are sta=-
tionary; others are movable. Some have hot metal inlets in the top while "
others are open on one side. Aside from minor design differences, however,
the close fitting hoods are similar in that they all require lower flow rates
for the same degree of control than do the canopy hood options; they all can
be designed to draw enough of a vacuum to keep fumes from leaking from the
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inlet hole or around the bottom of the hood and they all require ¢areful op-
erating procedures,

Extent of Application--

A movable ladle hood with one side open as a hot metal iniet has been
reported recently.ga The hood 1s said to be movable since one hood serves
a two~ladle hot metal transfer station. Four stationary ladle hoods with hot
metal inlets in the top are known to be in operation at four different plants,
The ladles are carried under the close fitting hoods on railcars.

Problems Associated with Application--

As with all local hoods, the problems of operation interference and the
possibility of damage due to thoughtless operation do exist. Retrofitting a
stationary, close fitting ladle hood may be incompatible with the moving of
the ladle away from the station by the charging crane. This can be sclved by
installing a movable ladle hood or a system such as a railcar for moving the
ladle from beneath the stationary hood.

Control Device Performance=-=

The volume flow rate required to contrel hot metal transfer emissions
is directly proportional te the volume of hot metal transferred.22/ At two
transfer stations, the evacuation rate was 40,000 to 50,000 acfm to handle
approximately 100 tons of hot metal in one case and 200 tons in another. The
construction time for the hood and its ductwork required approximately 10
working days. At a third station, the flow rate was 125,000 scfm to handle
approximately. 150 tons of hot metal. The movable, close fitting ladle hood
utilizes 125,000 acfm to handle approximately 270 tons of hot metal. These
values show that actual, normalized evacuation flow rates range from 200 to
500 acfrm/ton of hot metal handled for close fitting ladle hoods. The figure
200 acfm/ton of hot metal is probably too low since this particular plant is
lacking air pollution equipment of adequate capacity.

gontrol Device Cost=-

The hood utilized to evacuate a 100~ton hot metal transfer process was
estimated by the purchaser to cost $50,000 to fabricate and install. This
price was estimated for the hood alone and did not include the ductwork and
its support or building modifications. No other costs were available.

53.2 Option B: Canopy Hoods

With canopy hoods as with close fitting hoods, there are several varia-
tions available, such as local or roof mounted canopies and stationary or
movable canopies. Canopies can be used above any of the three hot metal trans-
fer possibilities; that is, torpedo car to charging ladle, torpedo car to
mixer, or mixer to charging ladle. '
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Extent of Application--

There is one known application of a movable canopy hood utilized to cap-
ture fugitive emission generated during the transfer:of hot metal from e
torpedo car to one of two mixers. The hood can be moved over whichever mixer
is accepting the hot métal. Whether the hood is local or roof mounted is not
knowne. '

Problems Associated with Applicatione=

No unusual problems are associated with the application of canopy hoods.
There are the typical considerations of retrofitting such as availability of
space for the capture device; strength of building supports, routing of
ductwork and availability of space for the removal device. Also, the action
of crosscurrents in minimizing capture efficiency must be reduced. In some
new designs, secondary emission control systems such as hot metal transfer
station hoods, furnace charging, tapping and slagging are vented to a single
removal device. This concept of a centralized removal device to handle sev-
eral sources is becoming common in new plant design.

Control Device Performance--

Little information is available about the one known canopy hood. One can
conclude, however, that if close fitting ladle hoods require 200 to 500 scfm/
ton of hot metal transferred, local canopy hoods will require more ventila-
tion and roof canopy hoods the most ventilation. Values can be calculated us=-
ing the Hemeon equations which show that the ventilation volumé is dependent
on the size of the source, the temperature difference between the plume and
the ambient atmosphere and the distance the face of the hood is from the
sourcg.ﬂlf '

Control Device Cost-= .
Little information is available about the one known canopy hood.

5«3.3 Option C: Partial Building Evacuation

- While total building evacuation solely to capture hot metal transfer
emissions is extreme, building configuration could sometimes lend itself to
partial evacuation. There are cases where the roof itself may be used as a
holding chamber for hot metal transfer emissions, with only the imstallation
of a few additional baffles required. The principle of this option is to let
the hot emissions rise to the roof and collect there until the operator de-
sires to evacuate them through a scavenger duct.

Extent of Application--

There is only one known application of this option. The hot metal trans-
fer station serves three 120-ton BOFs. The roof plenum chamber is vented to
a baghouse. ’
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Problems Associated with Application--

There is one forseeable problem associated with this option. The car=-
bonaceous, flakelike particles called kish are large and are not likely to
transport with the upward convective flow, but rather to settle out in the
shop. Particles that did make it to the roof would not remain there long be-
fore settling out. From the perspective of in-shop health, the mass mean die
ameter of the kish particles is larger than 10 pm; consequently, kish would
have little impact on human respiration. It is, however, a nuisance problem.

Control Device Performance==-

The flow rate used to evacuate the plenum roof chamber during hot metal
transfer was 300,000 acfm for the transfer of approximately 80 tons of hot
metal or approximately 3,600 acfm/ton of hot metal transferred. Of course if
the roof plenum chamber is large enough to hold all the emissioms, they can
be collected and evacuated at any desired flow rate able to capture larger
particles before they settled back to the shop floor.

Control Device Coste=s

The incremental cost for the hot metal transfer station control is based
on some unknown portion of the total installed cost for secondary emission
control of three 120-ton BOF's which was $5,000,000 in 1976. This value in-
cludes, but is not limited te, enclosure of the roof above the hot metal

“transfer stations and above the BOF charging position, the purchase and in=-

stallation of a 400,000 acfm fabric filter pressurized baghouse and the pur-
chase and installation of ductwork, fans and motorse.

5«4 TEEMING

After the steel 1s tapped from the furnace, whether EAF, BOF or OHF,
there exists two possible methods to produce a semifinished product. The
steel can be teemed into ingots and eventually rolled into semifinished stock
after various cooling and reheating processes, or the molten steel can be
transported to a nearby continuous caster and cooled and rolled with no in-
termediate steps or time delay. Teeming the molten steel into the ingots or
pouring it inte the tundish that feeds the caster is a source of fugitive
emissions. Many observers have reported ingot teeming to be a minor source
of emissions .30 Unfortunately, quantification of ex ssions from teeming
has not yet been accomplished because other sources have been given priority.

Controls have been applied in selective teeming situations where poten-
tially toxic additions are made to the ingots. These additions include lead
and tellurium, to name a couple.ﬁﬁ/ The only option considered in this report
is the local hocd, Since the main reason for installing controls is to pro-
tect the personnel on the teeming platform, the hood must have a high capture
efficiency, a requisite which local hoods are more likely to fulfill. Other
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options such as roof canopies or partial building evacuation, while possible,
have not been applied because many questions concerning cost versus benefit
existe

J+4.1 Option A: Local Hoods

Several possible configurations of local hoods exist. The hoods can be
side draft or overhead, mobile or stationary. If the hoods are stationary,
they usually extend over only a few of the ingots, since hoods over the en-
tire teeming line would be of questionable cost=effectiveness.

Extent of Application==-

There are three known teeming facilities which have fugitive emission
controlse All of these facilities add either lead or tellurium to their in-
gots. The teeming emission control system at Inland Steel's new No. 2 BOF
shop is documented in. the literature although details of the system are
few.48/ Knowledge of the remaining two systems was acquired either through
personal meetings or via telephone.

Problems Associated with Application=-

There are no known problems with the application of local hoods to cone
trol ingot addition emissions. As with any control close to the operation,
the design must ensure ease of operation.

Control Device Performance-~=

The Inland Steel lead and fume collection system has a capacity of
60,000 scfme. A second plant vents its hood at 50,000 acfm-to fts own bag= - .
houses This second plant has a movable side draft hood attached to a railcar.
The railcar is hooked to the teeming crane and is towed along with it.

Control Device Cost--

The total installed cost for the side draft, railcar-mounted hooding
system was $150,000., This amount represents total cost, with a few of the in=-
dividual cost items being the car, the hood, the baghouse, the fan, the motor
and the ductwork.

No costs were available for the other two known systems.
5«5 OTHER SOURCES

The sources to be considered in this section are gas cutting operations,
sinter plants and desulfurization stations. The sources in this section are
not necessarily of less importance or of smaller magnitude than those previ-
ously mentioned. The reason for the placing of these particular sources in
a miscellaneous section is that there was little or no information with which
to identify and evaluate operating fugitive emission control systems.
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5.53.1 Gas Cutting Operations

There are several gas cutting operations at a steel plant. Among these
are (a) cutting buttons, (b) cutting skull, (c) cutting scrap and (d) scarf-
ings Buttons or buttes are the hardened remnants of molten steel left at the
bottom of a ladle. These are probably an accidental occurrence and conse-
quently are not the result of typical practice. Skull is hardened steel on
the side or mouth of a ladle, tundish, or a steelmaking furnace. The skull
forms where steel at a reduced temperature comes in contact with the ladle,
tundish or furnace lining and cools there. A third source of fugitive emis-
sions, scrap cutting, occurs in the scrap yards. Since purchased scrap is
categorized by size (among other variables), it would not be typical to cut
purchased scrap. One might expect home scrap to be subject to more gas cut=
ting than purchased scrap. Finally, scarfing, both by hand and by machine,
is a source of fugitive emissions. Scarfing is done only when necessary since
each fraction of steel scarfed from the surface represents a loss in dollars.

Control of only one gas cutting source has been observed and that was
the hand scarfing of semifinished products. A roofed shed with open sides was
constructed. The shed contained a crane above which was installed a large
canopy hood. The total flow rate of the hood was 200,000 acfm. This flow was
spread over several exit ducts installed along the hood.

While other controls have been observed, it is possible that local ox
canopy hoods could be utilized to capture fugitive emissions from the de-
skulling of ladles and cutting buttes. For the shops that have their own de-
skulling stands, it would be feasible to install a hood over such a stand.

While operations such as deskulling and the cutting of buttes and scarf-
ing may be performed in a single small area capable of being hooded, scrap
cutting is not so amenable to conventicnal hooding. If a significant amount
of scrap cutting was performed, it might be possible to justify a shed such
as the one described above to control hand scarfing. snother possibility
would be a mobile hood mounted on a wheeled or tracked vehicle. The removal
device could be centrally located in the scrap yard. Were this latter option
to be selected, the respirable mass of dust generated by the vehicle itself
would necessarily have to be less than that generated by the scrap cutting
operation.

5542 Sintering

There are several potential sources of fugitive emissions within sinter
plants: raw material handling; windbox leakage; strand discharge; hot screen-
ing} cocler discharge and cold screening. The two most widely mentioned
sources are strand and cooler discharge.
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An interview with one steel industry representative revealed at least
in a gqualitative sense, the severity of each of the aforementioned Sources.
Raw material input, that is, iron ore fines, flux fines and coke breeze, are
for the most part moist and not a major source of emissions during transport.
This, of course, does not preclude isclated problem cases where the fine in-
put materials are relatively dry and consequently are probable dust sources.

Fugitive windbox emissions were felt by the interviewee to be nonexis-
tent since the windbox is under negative pressure. MRI feels that as long as
~ negative pressure is maintained, this is true. However, process upsets may
exist where the draft is reduced féﬁfoné teason or another. The frequency of
such upsets is unknown.

Strand discharge into the sinter breaker is a large source of emissions,
although few of these emissions are fugitive since a tight fitting hood is a
typical capture devices Hot and cold screens can also be easily enclosed and
vented to a control device although two plant visits have shown no enclosure
on the cold screens.

Almost all coolers now in operation are annular; most are the induced
draft type. It is common to have a stack on an induced draft cooler so that
the emission is, by definition, not fugitive but an uncontrolled stack emis-
sion. Coolers without stacks, many of which are of the forced draft type,
produce fugitive emissions. With all cooler emissions, it is important to
remember that only an estimated 5% of the particles by weight are smaller
than 5 pm. ‘

- One observed sinter plant control system for fugitive emissions contains
- 43 différent pickup points on the sinter operation, which are all vented to
a baghouses The fact that there are 43 points of emissions is indicative of

the number of fugitive emission sources within this particular sinter plant.

54543 Hot Metal Desulfurization

Iron desulfurization is the process of removing sulfur from molten iron
for varied purposes such as: (a) to increase steel cleanliness; (b) to reduce
surface defects; (c) to increase hot workability; (d) to increase impact and
ductility values; and {(e) decrease .porosity in welds.49/ Iron desulfurization
normally takes place between the tap at the blast furnace and the charge to
the steel furnace.

The only known fugitive emission control systems for iron desulfuriza=-
tion are applied in foreign plants. Krupp-Rheinhausen has two swivel-type
hoods over two adjacent desulfurization stationsqégf Nippon Steel's Qita
Works has a stationary overhead hood on their desulfurization station with
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a flow rate of 50,000 acfm.5l/ Kawasaki's Mizushima Works utilizes an over=
head stationary hood to control fugitive emissions from both desulfurization
and deslagging of the iron with a hood flow rate of 150,000 acfm. Nippon
Steel's Yawata Works utilizes a closed type, stationary hood to control de=-
sulfurization emissions with 100,000 acfm. It is not known whether this en=
closed hood is of the total enclosure or close fitting ladle hood type.
Finally, Sumitomo's Kashima Works collects emissions from both hot metal
transfer and desulfurization with closed=-type stationary hoods utilizing
250,000 acfme.
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SECTION 6.0
L

CONTROL TECHNOLOGY FOR OPEN DUST SOURCES

This section presents an assessment of best available control technology
for open dust sources associated with integrated iron and steel plants. In-
formation from this assessment was obtained from {a) published and unpublished '
literature and (b) surveys of representative iron and steel plants.

In the sections below, control system options are presented for the fol-
lowing open dust sources:

Materials‘handling (unleading and conveyor transfer stations)

" Storage pile activities

* Load-in,

% Vehicular traffie,’
* Wind erosion, and
* Load-out.

Vehicular traffic

% Unpaved roads, and
* Paved roads.

' : Wind erosion of exposed areas

Expected performance and cost data are given for each opfion along with the

* ‘ ‘current extent of application.

The effectiveness and cost of varilous control options for the reduction
of fugitive dusts generated from open dust sources within an integrated iron
r and steel facility are discussed in the following sections. A discussion of




each control option is given concerning: (a) extent of application; (b) prob-
lems associated with contrel; (¢) control performance; and (d) control costs.

6.1 MATERIALS HANDLING .

Materials handling refers to rallcar unloading, conveyors and conveyor
transfer stations.

6.1.1 Option A: Enclosures

The total or partial enclosure of railcar unloading stations, conveyors,
and conveyor transfer stations is an effective means to minimize fugitive dust
emissions. Control systems of this type include (a) total enclosure of rail-
car unloading stations with the removal of captured particulate by high effi-~
ciency bag filters; (b) the total or partial enclosure of open conveyors; and
(¢) the total or partial enclosure of conveyor transfer stations with the re~
moval of dusts by bag filters.

Extent of Application~--
The integrated iron and steel plants surveyed by MRI utilized these meth-
ods of control at various points.

Problems Associated with Application--

Problems which may occur with the enclosure of railcar unloading statioms,
conveyors and conveyor transfer stations are maintenance related. Legks in
total enclosure systems equipped with bag filters will reduce the effective-
ness of the dust collection systems. Maintenance of enclosed conveyors and .
conveyor tran$fer stations requires the removal and replacement of sizable
sections of sheet metal,

Control Performance-- .

Estimated control efficiencies for the enclosure of railcar unloading
. stations, conveyors and conveyor transfer stations, as determined by MRI, are
presented in Table 6-1. The total enclosure of raillcar unloading stations
and dust collection with bag filters has an estimated control efficiency of
99% in relation to open (uncontrolled) unloading stations. The control ef-
ficiency estimated for top-covered conveyors is 70%. An airtight conveyor
enclosure exhausted to a bag filter has an estimated control efficiency of
99%. The enclosing of conveyor transfer points gives estimated control effi-
clencies of 70 to 99%. The lower value relates to & simple enclosure, and
‘the higher value related to a full enclosure exhausted to a bag filter.

Control Cost--
The initial and annual operating costs associated with these three en-
closure control systems are presented in Table 6-1. The initial cost of a
total enclosure and bag filter system for a raillcar unloading station has _ ]
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been estimated by the Dravo Corporation to be $100,000, 52/ but no annual

operating costs were obtained for this system. The initial costs of install-
ing topcovers and airtight conveyor enclosures were estimated by a materials
handling contractor to be $35 to $70/ft, respectively, but the airtight con-
veyor cost does not include the cost of a dust collection system. No annual
operating costs were obtained. The initial cost of enclosing conveyor trans-
fer stations is $3,000 for simple enclosure to $18,000 for enclosure with bag
filtration,éi but no annual operating costs were obtained for this control
measure, -

6.1.2 Option.B: Sprav Systems

Spray systems which utilize water and/or chemical wetting agents are
effective methods of dust contrel for railcar unloading stations and conveyor
transfer stations. The water spray systems create mists which capture dust
emissions. Wetting agents agglomerate fine particles which would otherwise
escape the control of water sprays.

Extent of Application--
The integrated irop and steel plants surveyed by MRI utilized these
methods of control at various points,

Problems Associated with Application--

Problems associated with spray systems include the inability of the sys-
tems to work below freezing temperatures and the possible buildup of impacted
material at the materials handling station. :

Control Performance--

Estimated control efficiencies, as determined by MRI, for materials han-

dling spray systems are presented in Table 6<1. For rallcar unloading sta-

tions utilizing spray systems, a control efficiency of 80% 1s estimated.__The

use of spray systems.at a_conveyor transfer station has an estimated control

—efficiency of 70 to 95%. =

——
Control Cost--

~Table 6-1 presents cost data for spray systems. The initial costs of
v implementing spray systems on quick bottom-dump and rotary-dump railcar un-
loading stations have been estimated by the Dravo Corporationé_/ to be ,
$30,000 and 540,000, respectively; but no annudl operating cost data were -
obtained for this system. -

The initial cost for a foam-type spray system is $10,000 to $15,000 per 4
conveyor transfer point. For this system, it is stated that by injecting the
foam into the free falling aggregate at the first transfer point, adequate
dust control will be realized through subsequent conveyor and transfer opera-
tions. The annual operating cost of this system is 2 to 4¢/ton of treated ma- 2
terial throughput.éi/
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The initial cost of implementing multiple conveyor sprays for a plant
handling 2.2 x 106 tons of material per year was estimated by a materials
handling contractor to be $200,000. No annual operating costs for this sys-
tem were obtained.

6.2 STORAGE PILE LOAD-IN

6.2,1 Option A: Reduce Drop Distance

Reducing the distance that a material falls during the load-in process
minimizes the potential for fugitive dust emissions. Control may be brought
about (a) by increased operator awareness in the use of conventional front-

end loaders, overhead conveyors, or clamshell buckets or (b) through the use

of specialized equipment, including height-adjustable stackers (both station-
ary and mobile) and telescopic chutes.

A telescopic chute is placed at the discharge end of either a mobile or
stationary stacker. The telescopic chute consists of a series of thin-walled
cylinders which guide the material being dropped by the stacker. As the pile
grows in height, & sensor retracts the cylinders so they do not become em-
bedded in the pile. The telescoplc chute can reduce the effective material
drop distance to a few feet.

Extent of Application--

Of the four plants surveyed by MRI for open dust sources, three utilized
stackers to some extent in the load-in process. However, telescopic chutes
were not in use at these plants,

Problems Associated with Application--~

Because stationary or mobile stackers require tie-in with (existing or
new) conveyor systems, whemever the conveyor system breaks down, the stacker
becomes inoperable. Telescopic chutes could become embedded in the pile with
the result that stacking systems would overload., No information was received
on the frequency of this occurrence.

Control Method Performance--

Estimated control efficiencies associated with reduction of drop dis-
tance, as determined by MRI, are presented in Table 6-2. The visible dust
generated from the use of stackers and telescopic chutes was compared to the
dust generated utilizing front-end loaders or clamshell buckets, in deriving
the control efficiencies. An estimated control efficiency of 25% is assigned
to stackers, which have the capability of limiting the drop height; and tele-
scoplc chutes are assigned an estimated control efficlency of 75%.
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TABLE 6-2. STORAGE PILE ACTIVITY DUST CONTROLS
' Estimated Anfual
control operating
efficlency Initial cost cost
Contrel method (¢4 (1977 $) (1977 8)
Load-in
Option A: Reduce drop distance
Stacker - height adjustable 25 100,000 to 5,300,000 NA
Telescopic chutes 75 7,000 NA
Optibn B: Enclosures .
Stone ladders a0 20,000 NA
Wind guards 50 10,000 to 50,000 NA
. Option C: Spray systems
' Stacker - sprays 75 60,000% NA
Vehicular traffic around storage
piles (see Table 6-4)
Wind ercsion from storage piles
Option A: Surface scabilization s/
Regular watering 80~ b/ 11,000 RA
Surface crusting agents up to 99 11,000+ 0.004 to 0.1/sq ft
Option B: Enclosures
Storage silos 100 60/ton material stored NA
Vegetative wind breaks 30 35 to ]50/tre95{ NA
Low pile height 30 RA NA
v Lead-out
Option A: Reduce material .
disturbance
' Gravity-feed-plow reclaimer 85 " 35 to 60/ton material - NA
. stored
Rake reclaimer 85 . NA i/ . NA
: Bucket vheel reclaimer 80 . T 242 To 5.3 x 108 ¢ NA
: Option B: Spray systems T
© 95 - 60,0007, - .. - NA

Bucket wheel reclaimer sprays

a/ Based on a wind-activated sprinkler System.
b/ Based on measured dats, see Appendix C.
' &/ low value 8-ft :rees;. high wvalue 25-ft trees.

. d/ Based on a mobile stacker/reclaimer system.
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Control Cost--

Cost data for stackers and telescopic chutes are presented 'in Table 6.2,
The initial cost for a stacker is dependent on (a) whether it 1s stationary
or mobile, (b) the rated capability of the equipment, and (c} whether the
stacker is combined with a reclaiming operation. Depending on rated capaci-
ties, statlonary stackers have an initial cost of $100,000+. Mobile stackers
vary greatly in cost as shown by these examples:

1. Ore yard stacker, capacity 2,000 t/hr: $600,000,
2, Iron ore stacker, capacity data not available: $1,800,000,

3. Coal and coke yard stacker/reclaimer combination, stacker capacity
2,000 t/hr: $2,250,000,

4, Coal yard stacker/reclaimer combination, stacker capacity 3,000 t/hr:
$4,000,000,

5. Ore yard stacker/reclaimer combination, stacker capacity 5,000 t/hr:
$5,300,000,

These approximate costs of equipment purchase and erection were obtained
from the Dravo Corporation.é& No annual operating cost data were obtained.

The initial cost of a telescopilc chute, as quoted for a 30-ft maximum
pile height is §7,000. This cost was obtained from a materials handling con-
tractor. No annual operating cost data were obtained.

6.2.2 Option B: Enclosures

The total or partial enclosure of free falling aggregate as it leaves
the discharge end of a stacker reduces fugitive dust emissions. Enclosure
methods applicable to stacker load-in include stone ladders and wind guards.

Stone ladders are permanent devices which guide the material from a
stacker to the pile. The ladder consists of a vertical tube (connected to a
stationary stacker) located in the center of the pile with openings in that
tube at various heights. Material fills up the tube until it reaches an
cpening not covered by the pille at which peint it flows out onto the pile.

Wind guards are fixed in length and are placed at the discharge end of

the stacker arm. They.operate somewhat like the telescopic chute in reduc-
ing the eroding action of the wind.
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Extent of Application--

None of the steel plants surveyed utilized stone 1adders or wind guards.
These devices are used to a greater extent in the crushed stone industry.

®

Problems Associated with Application--

Stone ladders are stationary and must be attached to a statlonary stacker.
This places restrictions on the type of pile formation possible, No pajor
problems are associated with wind guards. . : -
Control Performance-~-

Estimated control efficiencles associated with enclosures, as determined
by MRI, are presented in Table 6-2. Stone ladders and wind guards have esti-
mated control efficiencies of B0 and 50%, respectively, relative to use of
front-end loader for storage pile load-in.

Control Cost--

The initial and annual operating costs for enclosures are presented in
Table 6-2. The initial cost of a stone ladder, for a 30-ft maximum pile
height, as quoted by a materials handling contractor, is $20,000, Wind
guards have a7 initial cost, as quoted by the Dravo Corporation, of $10,000
to $50,000. 22/ Annual operating cost data were not obtained for these con-
trol methods.

6.2.3 Option C: Spray Systems

Utilizing a water or wetting-agent sbray systém at the discharge end of
a stationary or mobile stacker effectively minimizes fugitive dust emissions.

Extent of Application--
None of the plants surveyed by MRI utilized this control method.

. z‘_Pgoblems Associated with Application--

Because the spray system requires water as the main control agent or as
@ carrier medium for chemical wetting agents;_special care Is required when
working under subfreezing conditioms. Also, with mobile stackers, care must
- be taken in maintaining the traveling tubing and piping.

Control Performance--

Estimated control efficlencies associated with stacker spray systems,
as determined by MRI, are presented in Table 6-2. Relative to use of uncon-
.trolled front-end loaders, a stacker spray system has an estimated control ef-
ficiency of 75%.

[

Control Cost~-- : .
Cost data for stacker spray systems are presented in Table 6-2. A spray
system which wets the materisl as it falls from the stacker arm has an initial
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cost of $60,000+, This includes piping, sprays, reels for mid-travel pickup,
and wetting agent proportioners. The above cost information was cbtained from
the Dravo Corporation.ég No annual operating cost data were obtained.

6.3 VEHICULAR TRAFFIC AROUND STORAGE PILES
Fugitive dust is generated by the various types of vehicles which trans-

port materials to and from storage and which maintain the storage pile con-
figurations. These vehicles consist mainly of front-end loaders; however,

. large dump trucks may also .be used, especlally in the slag plant areas. Wa-

tering and chemical dust suppressants may be used to control emissions from
vehicular traffic. Information on these control options are presented in
Section 6.6, Vehicular Traffic on Unpaved Roads,

6.4 WIND EROSION FROM STORAGE PILES

6.4,1 Option A: Surface Stabilization

The process of stabilizing the surface layer of a pile consists of bind-
ing the surface particulates into a nonerodible crust. Occasional watering
of the pile surface or the addition of chemical crusting agents will accom-
plish this task.

Extent of Application=--
At one plant surveyed by MRI, a daily watering program for the coal
storage piles was implemented to reduce wind erosion.

Problems Associated with Application--

'Typically, storage piles are subject to the addition or removal of ma-
terial many times during the course of a week. Every time this occurs, the
surface crust is disturbed. Thus, surface watering or the application of
crusting agents must be done on a frequent basis,

In order to wet the surface layer, a network of sprinklers, towers, wa-
terlines, pumps or tank truck sprayers are required. The positioning of this
equipment may interfere with the normal pile load-in/load-out procedures.
Also, control systems which use water can become inoperable during freezing
weather conditions. In addition, some materials such as processed glag are
nornmally marketed in the dry state, making the addition of water undesirable.

‘Control Performance--

Estimated control efficiencies associated with surface stabilization,
as determined by MRI, are presented in Table 6-2. The control efficiency as-
sociated with periodic watering of the pile surface is estimated to be 807%,
assuming that wetting of storage piles occcurs on a regular basis. Water spray
systems may conssit of stationary ground level sprinkler systems, tower-mounted

Y
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sprinklers, or mobile tank-truck sprayer systems. An operating example is a

stationary ground level system wetting two 900-ft long coal piles utilizing

sprinkler heads spaced every 180 ft. Under dust producing meteorological con~

ditions, the system of 32 sprinklers surrounding the piles sprays about 13,000 o
gal. of water per day. ?his system adequately controls wind erosion genera-

tion of fugitive dust.

A sprinkler system mounted on a 30-ft tower producing a dense, 40-ft wide
cloud of water mist has been used to minimize storage pile wind erosion at a
quarry site. This system, which is both wind speed and direction activated,
has produced favorable results.56

&

The control efficiencies assoclated with the spraying of surface crust-
ing agents upon storage piles can extend to 99%, as derived from wind tunnel
tests (Appendix C)., Surface crusting agents can be applied by either sta-
tionary or mobile sprinkler systems. Example chemicals and application rates
for different types of these crusting agents are presented in Table 6-3.

Control Cost--
The initial and annual operating costs for surface stabilization are pre-

sented in Table 6-2. The initial cost of erecting a statlonary elevated water
spray system, which controlled one relatively large stockpile, was estimated
to be about $11,000, including sprays, piping, pumping, wind instruments -and
installation costs.28/ No annual operating costs were obtained for this sys-
tem. :

The cost. of applying surface crusting agénté to storage piles from sta-

. tionary equipment is assumed to be slightly motré costly. This assumption is.

based on the need for additional mixing chambers and proportioners to dilute
the erusting agents with water. The cost of applying these various surface
crusting agents is presented in Table 6-3. '

6.4.2 Option B: Enclosures

Shielding of storage piles from the direct action of the wind, through
the use of total or partial enclosures, reduces the potential for fugitive
dust, Methods which accomplish this include (a) storage silos, (b) wind-
breaks, and (c) low pile heights. Windbreaks are either natural (trees,
locating piles in low lying areas) or man-made (buildings, fences).

Extent of Application--

Storage silos are used more for the storage of special materials than as
measures against wind erosion. At one plant surveyed by MRI, however, the
majority of coal was stored iIn one large silo, partially as a measure agalast
wind erosion., Although the surveyed plants did not utilize natural windbreaks,

*
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TABLE 6-3, EXAMPLE SURFACE CRUSTING AGENTS FOR STORAGE PILES
AND EXPOSED AREASZ

6-11

Surface crusting Application Application
agent (concentrate) Dilution rate costd/
A. Organic polymers

. Johnsoﬂ-March, Full 1 gal. concentrate
SP-301 strength per 100 ft2 1.2¢
+ Houghton, 2% solution 1 gal. concentrate
Rexosol 5411-B per 300 ft2 0.7¢
B. Petroleum resin
water emulsion
* Witco Chemical, 20% 1 gal. concentrate
Coherex solution per 50 £t2 0.4¢
C. Llatex type-synthetic
liquid adhesive
* Dowell M145 4% water 4 gal, of 47 solution _
chemical binder solution per 100 £t2 0.4e
a/ Reference 55.
b/ Cost per square foot of surface area.




the piles were usually located near buildings (sinter plant, coke ovens or
blast furnaces), and these structures probably reduced the eroding force of
the wind. Many piles were observed to have low heights, which was mainly at-
tributed to the associated pile load-in methods. Because surface wind speed
increases with height, lower pile heights result in lower surface wind speeds
and less wind erosion. :

Problems Associated with Application--
Problems associated with storage silos include (a) maintenance of con-
veyors used for the loading and reclaiming of the stored materials and (b)

‘possible explosion hazards caused by the high dust concentrations inside the

silos. No major problems are associated with natural windbreaks other than
the time required for trees to reach their mature height. The problem with
maintaining low storage pile height 1s the requirement for land area, and
the possible offsetting effect of increased.pile surface area exposed to the
‘eroding action of the wind.

Control Performance--

Estimated control efficiencies for enclosures, as determined by MRI, are
presented in Table 6-2. Silos, which totally enclose the storage pile mate-
rials, have an estimated control efficiency of 100%. Windbreaks placed up~
wind of the storage pile area based on prevailing wind direction are assigned
an estimated control efficienéy of 30%. Maintaining low pile height (not
greater than 15 ft) has an estimated control efficiency of 30%.

Control Cost-- . ‘ .

The initial” and annual operating costs for enclosures are presented in
~ Table 6-2. The initial cost of a concrete silo system is approximately $60
‘ "per ton of material stored.éé/ " The cost of planting trees for use as wind-
breaks ranges from $35 for 8-ft trees (30-ft height in 15 years) to $350 for
25-ft trees. Mzintaining low pile heights has no directly assoclated costs.
No annual operating costs for these measures were obtained.

6.5 STORAGE PILE LOAD-OUT

- 6.5.1 - Option A: Reduce Material Disturbance

- Load-out of materlal from storage piles, accomplished with reclaiming
methods such as gravity feed onto underground conveyors and raking or bucket”
reclaiming of material onto conveyors, produces minimal material disturbance,
resulting in less fugitive dust emissions than generated by the use of a
front-end loader to pick up, carry, and dump material onto a conveyor. Rake
reclaimers vibrate along the face of a pile and move material onto an under=-
ground conveyor. The bucket wheel reclaiming method moves along the pile ro-
tating the bucket wheel perpendicular to the pile face, depositing material
onto a conveyor.
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Extent of Application--
At the four steel plants MRI surveyed, the main method of reclaiming ma-

terials from storage piles was via front-end loader. Three of the plants
used stacker/reclaimer equipment for a few of their major piles.

Problems Associated with Application--

Problems assoclated with the gravity feed of pile materials onto under-
ground conveyors lnclude potential mechanical problems with the conveyors and
the possible clogging of the underground transporting rails and plow, which
moves material onto the conveyors. Mobile rake and bucket wheel reclaimers
which are mounted on surface rails and can reclaim at various pile locations,
require special pile orientations and need to be connected to conveyor sys-
tems, requiring periodic maintenance.

Control Performance--

Estimated control efficiencies for reduction of material disturbance, as
determined by MRI, are presented in Table 6-2. Control efficiencies are esti-
mated relative to use of uncontrolled front-end loaders. Gravity feed plow-
type reclaiming is estimated to have a control efficiency of 857, based on the
fact that the material 1s being reclaimed from under the pile for the greater
portion of the reclaiming process. Toward the end of the reclaiming process,
front-end loaders may have to push the remaining pile material onto the con-
veyor feed mechanism.

Rake reclaimers are assigned an estimated control efficiency of 85%. One
surveyed steel plant reclaimed irom ore and pellet piles with this method at
material rates of 800 and 900 tons/hr, respectively. The control efficiency
of the bucket wheel reclaiming method is estimated to be 80%.

Control Cost--

The initial and annual operating costs associated with reclaiming methods
which reduce material disturbance are presented in Table 6-2. The finitial
cost of a gravity feed plow reclaiming system is estimated to be from $35 to
$60 per ton of material stored,éﬁ/ but no annual operating costs were obtained
for this system. Cost data were not obtained for the rake reclaiming method.

The bucket wheel reclaimer 1s often found as part of a stacker/reclaimer
combination. Examples of initfal costs associated with this combination are

as follows:égf

1. Coal and coke stacker/reclaimer, reclaiming capacity: 875 toanes/hr
coal, approximate cost erected: $2,250,000.

2. Stacker/reclaimer, rated reclaiming capacity: 1,500 toanes/hr cre,
approximate cost erected: . $4,000,000, '
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3. Stacker/reclaimer, rated reclalming capacity: 4,000 tous/hr pellets,
approximate cost erected: $5,300,000.

No annuazl operating costs were obtained for this equipmenf..

6.5.2 Option B: Spray Systems

The apbiication of water or chemical wetting agents prior to pile load-
out teduces fugitive dust emissions. Methods include simple surface wetting
of pile material to the use of speclalized spray systems attached to bucket

wheel_reclaimers.

Extent of Application--
None of the steel plants surveyed by MRI wvtilized these control methods.

Problems Associated with Application--

Since the spray systems utilize water as a control medium, speciél care
is required when working under freezing conditions. Care must also be taken
in maintaining piping and tubing equipment which are attached to mobile wheel
reclaimers.

Control Performance--

Estimated control efficiencies associated with spray systems are pre-
sented in Table 6-2. The control efficiency for the surface wetting of piles
prior to front-end loader or mechanical reclaimer load-out was not obtained.
It is believed this method has a low control efficiency because vuly 'the dust -
from the pile surface materlal 1s controlled. The control efficilency for a

“bucket wheel reclaimer' gpray system, relative to load-out with & front-end
loader, was estimated by MRI to be 95%.

Control Costs--
~ The control costs associated with spray systems are presented in Table
6-2. The initial cost for a spray system which wets material as it is being
reclaimed by a mobile bucket wheel reclaimer is $60,000+. This is estimated
by MRI #rom data obtained for a stacker (load-in) spray System.égj This in-
cludes piping, sprays, reels for mid-travel pickup and wetting agent propor-
tioners, No annual operating cost data were obtained.

6.6 VEHICULAR TRAFFIC ON UNPAVED ROADS

6.6.1 Option A: Dust Suppressants

The means of fugitive dust control included under this option are un-
paved roadway watering, oiling, and the use of chemical dust suppressants,
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Extent of Application-- ‘
Roadway watering and oiling programs were implemented at three of the

plants surveyed by MRI.

Problems Associated with Application--

Problems encountered with the watering of plant unpaved roads include
(a) need for a continuous program, (b) rapid drying of road surfaces during
hot and dry weather, and (¢) the pickup of wet road surface material onto
vehicles and the subsequent tracking of this material onto paved roads.

To be effective, an unpaved road watering program should be based on

" regular and frequent watering. This requires a commitment with regard to

manpower and equipment. Usually two or more waterings per day are applied -
to reduce dust emissions depending on the climate of the plant area. . Plants
located in regions experiencing hot, dry, windy perlods will need to increase
the intensity and frequency of road watering.

The watering of unpaved roads increases the tracking of surface material
onto paved road surfaces. This additional particulate surface loading may be
reentrained by paved road traffic. A paved road sweeping program would re-
duce the potential for dust reentrainment at the junction of paved and unpaved
roads.

The oiling of unpaved roads may lead to a surface runoff water pollution
problem. Proper equipment must be allocated and the roadway may need to be
re-oiled once a month or more frequently, depending on road travel. The ad-
dition of dust suppressant chemicals requires specialized mixing and applica-
tion equipment and requires periodic reapplication.

Control Performance--
Estimated control efficlencies associated with dust suppressant control

methods, as determined by MRI, are presented in Table 6-4.

The control efficiency realized from an unpaved road watering program is
based on the regularity of the program and the type of equipment used. During
steel plant visits, MRI persounel noted the types of watering trucks and fre-
quency of use. The equipment ranged from retrofitted home heating oil deliv-
ery trucks to‘specialized trucks with mounted pressurized spray bars. The wa-
tering programs ranged from sporadic biweekly watering to watering of problem
areas on an almost contilnuous basis. An estimated control efficiency of 507
has been assigned unpaved road watering. This value is dependent oo the fre-
quency of watering, type of road surface material, characteristics of traffic
on the road, and meteorological conditions.

Monthly oiling of an unpaved road has an estimated control efficiency of
75%. This value is based on observation of heavy truck traffic on oiled and
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TABLE

6-4. ROAD

DUST CONTROLS

er——————e e — —
Estimated Anoual
¢control operating
afficliency Initial cost coat
Control method ™ (1977 $) (1977 $ra/
Unpaved roads
Option A: Duat suppressants
Watering - regular schedule sob/ 10.000/:tuck£/ 20,000-‘-/
Road oil 75d/ 2,500/mi1e8/ (Re-0il once &
noach) £
Chemicals (s.5., Coharax or 90 ta 95/ 5,000 vo 12,000/milel/ 31,000 te 75,000
Lignin) T ' '
Option B: Improvement of
road surface
Use of low silt aggregate 30i" NA NA
01l and double chip surface sod/ 9.000/1:11..’./ (Rasurface every
2 to 4 yor&
Paving 908/ 28,000 to 50,000/mile2’  (Resurface every
s yrye/
Paved roads
Option A: Sweeping as
Broom T 4,000 to lZ.DOO/truck‘-‘-/ 18.0009-/
Vacuum 75$/ 22,000/ trucks 22 .0005/
Option B: Flushing
Water flushiag sod/ 11,000/ erucsd’ 18,0004/

—

NA = Not available.

surveys of four plants.

b/ Reference 57.

¢/ Obtained from stsel plant

4/ Assumed by MRI.

personnal.

e/ Obtained from & road contractor.

£/ Reference 58.

g/ Caiculated reduction based on unpaved an

h/ Obctained from equipment manufacturer.
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nonoiled unpaved road surfaces. Applicatilons of dust suppressants such as
Coherex or Lignin to the surface aggregate has an estimated control effi-
ciency of 90 to 95%.28

Control Cost--

The initial and annual operating costs for application of dust suppres-
sants to unpaved roads are presgsented in Table 6-4., The costs of an unpaved
road watering program are based on information obtained from personnel at
one of the surveyed plants. The inltial cost of a nonpressurized spray water
truck with a 3,000-gal. capacity is 510,000, The annual operating cost of
watering roadways twice a day was estimated to be $20,000.

The initial cost of $2,500/mile for road oiling was obtained from a road
contractor. The frequency rate of monthly re-olling was determined from dis-
cussion with personnel at a surveyed plant, The initial cost of adding dust
suppressants to the unpaved rcad surface is estimated to be $5,000 to $12,000
per mile .32/ Resurfacing is required at least once a year; thus, anmnual op-
erating costs are estimated to be $31,000 to $75,000 per year for a plant hav-
ing 6.3 miles of unpaved roadways.

6,6.2 Option B: Improvement of Road Surface

The methods of fugitive dust control included under this option are (a)
the use of low silt aggregate for unpaved surfacing, (b) oil and double chip
surfacing, and (¢) the paving of unpaved surfaces.

Extent of Application=-- )
The first and last of these control methods were implemented at two plants

surveyed by MRI.

Problems Associated with Application=--

The use of low silt aggregate material may require inecreased road main-
tenance to keep the surface from accumulating fractured aggregate, which will
create dust. An oil and double chip surface will need to be periodically
malntained and may degenerate under heavy truck traffic.

There. are two -~toblems encountered when paving unpaved roads. An ade-
quate roadbed must ‘be provided to handle the weight of vehicles ranging from

3 to 70 tons. Also, once the road is paved, it should be periocdically cleaned ___

to prevent excessive dust reentrainment by vehicles.

Control Performance--

Estimated control efficiencies realized from the improvement of the un-
paved surface, as determined by MRI, are presented in Table 6-4. The use of
low .silt surface aggregate has an estimated control efficiency of 30%. Sur-
facing with an oil and double chip layer has an estimated control efficiency
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of 80%. The control .efficliency realized from a paving program is dependent
on the degree to which the roads are kept free of surface loadings. Based on
a weekly sweeplng program, the control efficiency for paving unpaved surfaces
is estimated to be 90%.

Control Cost=- -

The fnitial and annual operating costs for unpaved road surface Improve-~
ment are presented in Table 6-4. The costs of using a lower sllt aggregate
for the unpaved road sufface were not obtained. A road contractor estimated
an initizl cost of $9,000/mile for an oil and double chip surface, with re-

. surfacing required every 2 to &4 years. The initial cost of paving a road
surface has been estimated at $28,000 to 350,000 per mile, depending on the
type of roadbed required. The cost of resurfacing & paved road, which is
normelly required every 5 years, was not determined.

6,7 VEHICULAR TRAFFIC ON PAVED ROADS

6.7.1 Option A: Sweeping

When excessive particulate loading builds up on paved road surfaces, the
degree of vehicle reentrainment of this dust increases., To minimize these
dust emissions, motorized broom sweepers and motorized vacuum sweepers are
used to remove the dusts from the paved roadway.

Extent of ApleLaL&uu-—- R
At two plants surveyed by HRI, sporadic programs of broom sweeping were
implemented. One plant had a biwgekly road vacuuming program:’

Problems Associated with Application--

The use of broom sweepers may produce more fines than they pick up dur-
ing operation. Also, if there is no means to catch the swept dust, the broom
is itself a source of fugitive dust.

- Control Performance--

_ Estimated control efficlencies realized from these measures, as presented
in Table 6-4, are dependent on the frequency of the implemented control pro-
grams. Broom sweeping is estimated to be 70% efficient when done biweekly.
Biweekly street vacuuming is estimated to be 75% efficient, based on discus-
sions with persomnnel at a plant where this method was implemented. These es-
timated control efficiencies were determined by MRI.

Control Costsg=--

The initial and annual operating costs for paved road sweeping programs
are presented in Table 6-4., The initial cost of a broom sweeper designed for
industrial roadway applications ranges from $4,000 for a trailer-type sweeper
to $12,000 for a self-propelled unit with a water spray bar, as determined by
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the Roscoe Manufacturing Company.ég/"Annual operating costs were assumed to
be $18,000. The initial cost for a vacuum street sweeper is $22,000; and the
annual operating cost is also $22,000. These values were obtained from plant
personnel where such a program was implemented.

6.7.2 Option B: Flushing

The flushing of paved road surfaces with water to remove roadway dusts
is a viable method to reduce vehicle reentrained dusts.

Extent of Application--
This technique is used in many urban areas; however, its use was not ob-

served at any of the steel plants surveyed by MRIL,

Problems Associated with Application=--

Roadway flushers may increase vehicle mud trackimg from unpaved areas.
Also, the flushing of roadway surface dust may create a water pollution prob-
lem, ag these materials run off to low lylng areas.

Control Performance=--
As indicated in Table 6-4, an MRI-estimated control efficiency of 80%

was assigned to weekly ruadway flushing.

Control Cost--

Table 6-4 presents the initial and annual operating costs for a road
flushing program. The initial cost of a 3,000-gal. capacity street flusher
is $11,000 excluding the truck chassis, An annual operating cost was esti-
mated by MRL to be $18,000, as obtained from the Roscoe ManufacturingCompany.ég/

6.8 WIND EROSION FROM EXPOSED AREAS

6.8.1 Option A: Surface Stabilization

The surface layer of an exposed area may be stabilized by periodic water-
ing or occasional application of stabilizing solutions. O0iling and paving,
more permanent methods, are quite effective in reducing exposed area fugitive
dusts generated by wind erosion.

Extent of Application~-

Only one plant surveyed by MRI had implemented a program to reduce exposed
area fugitive dust emissions, This plant had paved the vast majority of its
exposed ground area.

Problems Assoclated with Application--
Frequently steel plant exposed areas are used for product storage, thus,

preventing the use of sprinkler control systems, which would spray finished
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products. The use of stabilizing chemicals may hinder the growth of vegeta-
tion which is beneficial in reducing wind -érosion. The oiling of these ex-
posed areas may create surface water runcff problems and also hinder vegeta-
tive growth. Paving the open areas would require occasional pavement cleaning
to reduce resuspension of particulates,

Control Performance=--
Estimated control efficiencies for stabilizing the surface soil 1ayer

against wind erosion, as determined by MRI, are presented in Table 6-5. The
application of water to the surface layer not only wets the surface, but forms
a hard crust upon drying, which acts to bind the erodible fine material. To
be effective, however, watering must be done periodically to rebuild the sur -
face crust as it degrades. During dry weather, watering two or three times a
week may be necessary. The estimated control efficiency is 50%,

The addition of soil stabilizing chemicals will also form a hard surface
crust upon drying., This surface crust, 1f left undisturbed, will last from 7
to 12 months, making frequent application unnecessary. The surface stabiliz-
ers as a group are assigned an estimated control efficiency of 70%.

The oiling of exposed areas is assigned an estimated confroi efficiency
of 80%. The areas should be ¢lled every 2 months. Paving the open areas and
occasional cleaning is estimated to have a control efficiency of 95%.

Control Cost--
The initial and annual 0perating costs for surface stabilization are pre-

sented in Table 6-5. The initial cost of a water sprinkler system was esti-
mated by an irrigation contractor to be $600 per acre. This system is hand-
moved and includes piping and sprinkler heads capable of applying 125 gal. of
water per minute with an effective spray radius of 110 ft. 7nnual operat=
ing cost for a typical watering program is 84 to $10 per acre.

The initial cost of oiling the exposed areas was estimated by & paving

e contractor to be 585 per acre per application. The annual operating cost
.'would be dependent on the frequency of surface oiling during the year.

The initial cost of paving an acre of exposed areg was estimated by a
paving contractor to be $3,000 for an oil and double chip surface layer and
$10,000 for paving with asphalt, No annual operating costs were obtained for
these two methods.

6.8.2 Option B: Windbreaks

Methods which are applicable in reducing the eroding force of the wind
include planting trees to act as windbreaks and the planting of vegetative
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ground cover, which impedes the wind's etoding ability and holds the surface
soil layeér in place. : . .

Extent of ‘Application--
At one plant surveyed by MRI, extensive ground cover was observed. How-
ever, no windbreaks were observed at any plant.

Problems Associated with Application--

No major problems are assoclated with the planting of windbreaks other
than the time it requires for the trees to grow to maturity. The time lag
can be alleviated by buying 25 to 30 ft trees when starting the windbreak.
The planting of vegetation may be a problem where the surface layer is com~
posed of crushed slag. Earth and soil nutrients could be required to stimu-
late vegetative ground cover. Ground cover could pose a fire hazard during
dry seasons.

Control Performance--

Estimated control efficiencies of windbreaks, as determined by MRI, are
presented in Table 6-5. Based on a tree shelter belt 40 ft in heéeight placed
upwind of the open area's prevailing'wind direction, an estimated control ef=-

ficiency of 30% is assigned to windbreaks. If the shelter belt surrounds the

exposed area, it may also act as a trap for ‘suspended dusts, The growth of’
ground cover has an associated control efficiency of 70%,57/ based on cover-
age during the entire year.

Control Cost--

The initial and annual operating costs for these contrel measures are
presented in Table 6-5. The planting of 8 and 25 ft shelter belt trees cost
$35 and $350 per tree, respectively. The cost of planting vegetative ground
cover was not obtained, but it would be dependent on the climate and soil
type of the steel plant s exposed areas, No annual operating costs for these
methods were obtained,
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SECTION 7.0

RESEARCH AND DEVELOPMENT RECOMMENDATIONS

This section identifies the specific research areas within the iron and
steel industry which must be investigated before an adequate control program
can be proposed for fugitive emission sources. Figure 7-1 is a flow diagram
portraying the logic necessary to determine whether a need for research ex-
ists. Although the ultimate objectives of the research and development pro-
gram would be to provide control technology for the most critical sources,
preliminary research may be required to properly characterize and quantify
the sources being considered.

The first step in formulating the recommended R & D program is to deter-
mine the most critical control needs. The criticality of an emissions control
need is based on the preliminary ranking of sources according to nationwide
air quality impact. The subsequent steps address the applicability of current
control technology to each source being considered. As each apparent research
need is identified, ongoing research is examined to avoid overlap in the recom-
mended R & D program.

The following sections present information on each of the above elements
used in arriving at R & D recommendations. Critical emission contrel needs
are defined; ongoing research is examined; deficiencies in currently available
control technology are identified; and cost-effectiveness analysis is performed.
Finally, specific research and development programs are recommended.

7.1 DETERMINATION OF CONTROL NEEDS

7.1.1 Ranking Criteria

The environmental impact of a source on a nationwide scale is dependent
on: .(a)_the_emisgion factor, (b) the nationwide production rate; and (c) the
percent of fine particulate (particle diameter smaller than 5 um). Each of
these factors will be discussed and quantified below.

The Emission Factor--

The emission factor is a measure of the strength of the source when active,
It is important to realize that the real time source strength is dependent not
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only on the emission factor, but on source extent. Thus, sources cannot be
compared on the basis of emission factor alone. The best available emission
factors for process sources of fugitive emissions and for open dust sources
were selected and presented in Sections 3.2 and 3.3, respectively.

The Nationwide Production Rate--

The production or throughput rate 1s a measure of the extent of a process
source. A source with a small nationwide production rate may have a compara-
tively large emission factor while possessing a comparatively small emission
rate and consequently, a small air quality impact. Both the emission factor
- and the production rate are important in estimating air quality impact.

The nationwide'production of steel and hot metal and the utilization of
raw materials is published om a yearly basis by the Americal Iron and Steel
Institute (AISI). These data, along with the best suspended and fine particu-
late emission factors from Tables 3-4, 3-7, and 3-8 were used to calculate
the particulate emission rates for each source as shown in Table 7-1.

The Percent of Fine Particulate--

In this analysis, sources were ranked by the emissions of particles smaller
than 5 um in Stokes diameter. This was done for two reasons: (a) only the
‘particles smaller then 5 um in diameter have any significant potential for
transport over distances of regional scale and (b} most adverse health and
welfare effects of particulate air pollution are attributable to particles
smaller than 5 um in Stokes diameter,

The percent of particulate ‘smaller than 5 um in size was determined from
the literature and from previous open source tests which MRI has performed to
quantify emissions. The values were presented in Sections 3.2 and 3.3. Be-
cause of the dearth of particle size information for the sources in question,
the '"best'" value was sometimes the only value. Sometimes it was necessary to
estimate the percent of fine particulate.

The Representative Population Density--

If the ranking were to be performed on a localized scale rather than on
a nationwide scale, special plant-specific impacts would have to be considered,
For example, because iron and steel plants are for the most part located in or
very near large population centers, the localized iImpact of a particular fac-
ility on an area of high population density may increase the need for comtrol
of otherwise low priority sources at that facility.

Figure 7-2 shows representative population density as a function of fur-
nace type, Population density around a steel plant was taken to be the density
of the county in which the steel plant was located. As indicated in the figure,
the mean population density around BOF shops is greater than around EAF or OHF
shops.
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TABLE 7-1., NATIONWIDE EMISSION RATES FOR
FUGITIVE EMISSION SQURCES -

Uncontrelled Uncomtrolled
1976 suspended fine
Production patticulste particulate
Source rats x 107 amission rate emission rate
A. Process sources
1, Sintering
Strand discharge Befyr 2,300 clyr 570 t/yr
(36 T/yr) (2,500 T/yr) {630 T/yr)
Cooler 33 tiyr 9,800 c/yr 2,500 t/yr
(36 T/yr) (11,000 T/yr) (2,700 T/yx)
Cold screen 33 eiyr 2,300 tiyr 510 tiyx
(36 T/y) (2,500 T/yr) (630 T/yr)
2. Hot metal transfer 75 tfyr 1,500 t/yr 750 cfyr
{83 T/yr) {1,700 T/yr) (830 T/yr)
3. EAF
ALl fugitive socurces 5.4 tiyr 3,500 tfyr 2,700 tiyr
(alloy steel (5.9 T/yr) (3,800 T/yc)- €3,000 T/yr)
furface)
All fugitive sources L5 tiyr 25,000 tfyt 20,000 t/yr
{carbon steoel {17 T/yr) (28,000 1/yr) (22,000 T/yr)
furnace)
4. BOF
All fugitive sources 73 tlyr "V'14,000 efyr 9,100 tfyr
(LD process) (80 T/yx) (15,000 T/yr}) (10,000 T/yr)
5. OHF 21 tiyr 1,700 t/yr 1,200 t/yr
{23 t/ye) . (1,800 T/yx} (1,300 T/yr)
8. Scarfing
Machine 12 t/yr iO c/yr 27 tfyr
(13 T/yr) (33 Tiyr) (29 T/yr) .
Hand 12 cfyr 650 t/yr 580 t/yr
. {13 T/yr) (710 T/yr) (640 T/yr}
B. Open dust sources
l. Unloading raw materials
Iron ore
Lump i elyr ’ "0 :I).rr 2,1 t/yr
(17 T/yr) (7.7 T/yr) (2.3 T/yr)
Pellst 19 tlyr 90 efyr 120 efyr
(87 T/yr) (430 T/yr) (130 T/yx)
Coal 72 ofyr 1,000 t/yr 570 tfyr
(79 T/yr) (1,800 T/yr) (630 T/yr)
Limestons/ 20 tfyr 460 t/yr 160 t/yr
dolomite (22 T/yr) {8510 T/yr) (180 T/yr)
{continued)
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TABLE 7-1. (continued)
Uncontrolled Uncontrolied
1976 suspendad fins
Froduc:lon6 particulate parciculate
Source rate x 10 emiasion rata emission race
1, Conveyor transfer stacions
{ron ore
Lump 15 t/yr 7.0 ¢fyx 2.1 efyr
) (17 T/yr) (7.7 T/yr) (2.3 T/yr)
Pellat 79 efyr 390 t/yr 120 t/yr
(87 T/yr) (430 T/yr) (130 T/yz)
Coal 72 t/yr 1,600 t/yr 370 t/yr
(719 T/yx) (1,800 T/yr) (630 T/yx)
Limestonae/ 20 tfyr 460 t/yr 160 e/yr
dolomite (22 T/yr) {510 T/vy7) (180 T/yr)
Coke 55 t/yr 1,300 ¢/yr 440 efyr
{61 T/yr) {1,400 T/yr) (490 T/ye)
Sinter 33 elyr 760 t/yr 260 t/yr
(36 T/yr) (840 T/vyr) {290 T/y7)
3. Storage pile activicies
Iron ors
Lump 15 t/yr 1,700 z/yr 510 t/yr
(17 T/yx) (1,900 T/yr) {560 T/yr)
Pellet 79 tfyr 8,700 t/yr 2,600 efyr
(87 T/yr) (9,600 T/yr) (2,900 T/yx)
Coal 12 nfyr 5,000 e/yr 1,500 ¢/yr
(79 T/yr) (5,300 T/yr) {1,700 T/yx)
Limestone/ 20 tfyr 1,200 z/yr 360 e/yr
dolomitse (22 T/yr) (1,300 T/yr) (600 T/yx)
Cokce 35 c/yr 2,300 t/yr 690 t/yx
(61 T/yr) (2,500 T/yx) (760 T/yr)
Sintar input 43 efyr 8,100 t/yr 2,400 t/yr
materials (48 T/yr) (8,900 T/yr) (2,600 T/yx)
Slag 23 t/yr 2,000 t/yr 610 t/yr
(25 T/yr) (2,200 1/yx) (670 T/yr)
4, Vehicular traffic
Unpaved roads
Light duty traffic 8,400,000 km/vyr 4,100 c/yr 1,800 e/fyr
(5,200,000 YMI/yr) (6,800 T/yr) 2,000 T/ye)
Mad{um duty traffic 5,600,000 io/yr 12,300 t/yr 4,300 t/yr

Heavy ducy craffic

(3, 000,000 vMT/yr)

8,800,000 lanfyr
(3,300,000 VMT/yr)

7-5

(14,000 T/yr)

25,000 t/yr
{28,000 T/yr}

{4,700 T/ye)

9,700 :Ifr
(11,000 T/yr)
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TABLE 7-1. (continued)

Uncontrolled Uncontrelled
1976 suspended fine
Production particulate particulate
Source rate x 107 emission rate _amission rate
Paved roads ) 52,000,000 kn/yr 14,000 efyr 17,000 t/yr
(32,000,000 wr/yr) (15,000 t/yr) {17,500 T/yr)
s, wWind erosion of bare 18.6 Jm® 2,700 tfyr 800 tiyr
areas 4,600 acres (3,000 T/yr) {900 1/yr)
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Figure 7-2.

Percentage of Production Capacity in Areas with
Population Density Less than Stated Size

Steel production as a .function of population density.
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7.1.2 Ranking of Control Needs

The sources were ranked based on typically controlled emission rate of
fine particulate or suspended particulate calculated as follows:

Typically Controlled Emission Rate = Uncontrolled Emission Factor x
(1 - typical control fraction) x nationwide production rate.

This can be reduced to the following form:

Typically Controlled Emission Rate = Uncontrolled Nationwide Particulate
Emission Rate x (1 - typical control fraction)

The percentage of fine particulate in the emissions was used to convert sus-
pended particulate emission rates to fine particulate emission rates.

The input values for the latter equation are shown in Table 7-2 and the
source rank is presented in Table 7-2 on an individual source basis and source
category basis for suspended and fine particulate emission. From Table 7-2,
the five fugitive emission source categorles with the largest nationwide im-

pact are:

Suspended Particulate Em?ssions- ' ‘Fine Particulate Emissions
(1) vehicular iiailil = B (1) EAF an?fnen: o

{2} EAF furnaces (2) Vehicuiagrtraffic“
~(3) Storage pile activities ¢3) BOF furnaces

{4) Sintering (4) Storage pile activities
(5) BOF furnaces (5) Sintering

“..7.2 ONGOING RESEARCH

7.2.1 " Process Sources

There are presently several research projeéts in progréss that are con-
cerned with fugitive emissions from process sources in the iron and steel
industry. Table 7-3 1is a summary table listing these ongolng or recently
completed projects. As stated in the introduction te this report, coke oven
and blast furnace cast-house fugitive emissions were not studied in this in-
vestigation because those sources are the focus of other EPA-sponsored stud-
ies listed in Table 7-3.
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TABLE 7-2. FUGLITIVE EMISSION SOURCE RANK ON A NATIONWIDE SCALE
BASED ON 1976 PRODUCTION RATES
Escimated Contzrolled Controlled Individual Category-wide
typlcal suapanded fine source source
control particulace particulace rank rank
Source fraction emissfon rate emission race Suspendsd Fine  Suspended Fine
A. Procass sources
l. Sintering [ 5
Strand discharge 0.0 2,300 tiyr 630 tfyr 12 14
(2,500 T/yr) (700 T/yr)
Cooler 0.0 9,800 t/yr 2,700 t/yr 4 S
(11,000 T/yr) (3,000 T/yr)} . o
Cold screen 0.0 1,300 tfye 630 t/yr 13 15
(2,300 T/yv) {700 T/yr)
2. Hot metal transfex 0.0 1,500 t/yr 150 efyr 16 11 9 3
{1,700 T/y¥) (830 T/yx)
3. EAF 2 1
All fugitive scurces 0.0 3,500 t/yr 2,700 tfyx 9 [
talloy steel furnaces} (3,800 T/yr) (1,000 T/yr)
All fuglitive sources 0.0 25,000 tfyr 20,000 tiyr 1 4
{carbon steel (28,000 T/yr) (22,000 T/yr)
furnacas)
4e BOF 3 3
All fugitive sources 0.0 16,000 efyr 9,100 t/yr 2 2
(LD process) (15,000 T/yr)} (10,000 T/yz)
5. OHF 7 [
all fugitive sources 0.0 1,700 t/yr 1,200 cfyr 14 10
(1,800 T/yr) (1,300 -T/yr)
6. Scarfing 1t 9
Machine 0.0 0 t/yr 27 ofyr 30 0
(33 T/yo) (29 T/yx)
Hand 0.0 530 t/yx 580 t/yr 24 16
(710 T/y1) {640 T/yr)
B. OUpen dust scurcas
l. Unloading raw materials 10 1t
Iron ore
Lump a.5 3.5 efyr 1.0 tfyr 3L i
(1.9 T/yr) (1.1 Tfyr)
Pallet 0.5 190 tfyr 59 t/yr 29 29
{210 T/yr) {65 T/yx)
(concinued)
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TABLE 7-2. ({(continued)

Source

Estimaced
typical
conerol

fraction

Controlled
suspended
particulste
exiasion rate

Controllsd
fine
particulats

enission rate

Individual Catsgory~-wide
source source
rynk __rank

Suspandad  Fins

Suspended Fine

Coal
Limestone/
dolomite

2, Conveyor transfer
stacions

iron ore

Lump
Pellat
Coal
Limestone/
dolomite
Coke
Sinter
j. Storage plle

activities

Iron ore
Lump

Pellet
Coal
Limestone/

dolomite
Coke
Sinter input

waterials

Slag

0.3

0.3

0.5
0.5
0.5

0.5

0.4
Q.4

0.4

0.4

820 cfyr
(900 T/¥1)

230 cfyr,
(250 T/yr)

3.5 oiyx
(1.9 T/yr)

190 t/yr
(210 T/yr)

820 e/yr
{300 T/yr)

230 tiyr
(250 T/ye)

650 t/yr
(700 T/yr) -

380 t/yr

1490 T lwwy
e g =

1,000 c/yr
(1,100 T/yr)

- 5,200 t/yr

{5,800 Tfyr)

3,000 e/yr
(3,300 T/yx)

720 tfyr

(780 T/yr)

1,400 t/yr
(1,500 T/yr)

4,900 t/yr
(5,300 T/yr)

1,200 t/yr
(1,300 1T/yr)
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290 viyr
(N0 t/yr)

a2 t/yr
{90 T/yr)

1.0 efyr
{l.1 T/yr)

59 tlyr
{65 T/yx)

290 efyr
(310 T/yr)

82 tiyr
(%0 T/yz)

220 tfyr
(240 T/yr)

260 t/yr
1260 T/wey

300 t/yr
(340 T/yz)

1,600 tiyr
(1,700 T/yr)

900 t/yr
(1,000 T/yr)

220 t/yr
(240 T/yr)

410 t/yr
(480 T/yx)
1,400 tfyr
(1,600 T/yz)

370 tfyy
(400 T/yr)

0 2
2% 26
-] 7
32 2
28 . 8
21 22
27 27
23 24
23 23
' -

19 ] 20

7 a

11 12
¥ o3
17 18

8 9
18 19
(continued)




TABLE 7-2.

(cont inued)

Escimated Controlled Controlled Individual Category-wide
typical suspended fine source source
control particulats particulate rank cank

Source fraction emission rate emission rate  Suspended Fine  Suspanded Fine
. 4. Vehicular traffic 1 2
-
Unpaved roads
Light duty traffic 0.3 3,100 cfyr 900 t/yr 10 1
(3,400 T/yr) (1,000 T/yr)
Medium duty traffic Q.5 6,200 t/yr 2,200 tlyr 6 7
(7,000 Tfyr) (2,400 T/yr)
Heavy duty traffic 0.5 13,000 t/yr 4,900 cfyr 3 k)
(14,000 T/yr) (3,500 T/yr) .
Paved roads 0.5 7,000 t/yr 3,500 efyr 5 4
(7,500 T/yr) (3,800 T/yr)
5. Wind erosion of exposed 0.4 1,600 c/yr 480 tfyr 15 17 ] 10
areas {1,800 T/yr) (540 T/yr)
.-
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TABLE 7-3. SUMMARY OF ONGOING OR RECENTLY COMPLETED RESEARCH PROJECTS
CONCERNING PROCESS SOURCES OF FUGITIVE EMISSIONS
. Source Project title EPA contractor ’
1. Coke Development and demonstration Battelle-Columbus
manufacture of concepts for improving
coke oven door seals - by
' * Guidelines for application Mitre Corporation
; of coke oven pollution
. control systems
i *
Enclosed coke pushing and Natiopal Steel
quenching system demon-
stration, Phase II
5 Sampling of coke oven door Battelle-Columbus
leakage
i
: Alr pollution impact of York Research
! coke quenching Corporation
: Smokeless coke oven Jones & Laughlin
: ; charging demonatration Steel : o N
| 2. Iron Blast furnace cast house Betz
l
manufacture emission control
e 3. Sinter Sinter plant wind box'gas National Steel
’ manufacture recycle system demonstra-
d tion, Phase II
i 4. BOF Deve lopment of technology National Steel

5. General

for contrel of BOP
charging emissions

Environmental assessment of
ferrous metallurgical pro-
cesses end environmental
control techniques

Study of discharge causing
abnormal operating condi-
tions in the iron and steel
industry

7-12

Research Triangle
Institute

Research Triangle
Institute
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TABLE 7-3 (continued)

Source Project title EPA contractor
5. General - Control program guidelines PEDCo
(continued) for industrial process
fugltive particulate
emissions
: Development of procedures TRC

for the measurement of
fugitive emissions
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search programs.

Table 7-3 shows that extensive research dollars and effort are presently
being invested in studying the nature and control of coke oven emissions.
Oven door leaks, pushing, quenching and charging emissions are being thoroughly

studied.

In actuality, none of the other process sources of fugitive emissions are
being studied with the concerted effort that is being applied to coke manufac-
ture. There is one major research project each for iron manufacture, sinter
manufacture, and BOF steel manufacture, with no studies specifically concern-
ing EAF and OHF fugitive emissions and control.

Finally, there 1s a series of general studies with broad scopes. These
studies will help to identify other specific areas of research that require

attention.

7.2,2 Open Dust Sources

The main method utilized to identify current research programs dealing
with open dust sources was a computerized search of the Smithsonian Scientific
Information Exchange. Key words utilized in this search were: (a) air pollu-
tion and dust particulates; (b) air pollution dust or particulates—-industrial
sources; and (c¢) air pollution--dust air pollution control. Also, contact was

"' made with EPA and AISI officials to obtain information concerning ongoing re-

‘Table 744 lists the fesearch programs that were identified. Contact was
made with the various project officers and/or principal investigators and
information concerning the particular scope of work and current results was
requested. It should be noted that & majority of these current research proj-
ects are not related directly to the iron and steel industry. The results of
‘the various projects, however, can be applied to a certain extent to open dust
sources in the iron and steel industry.

Materials Handling and Storage Pile Activities--

The University of Minnesota is performing a program to assess the control
efficiencies of various soil stabilizing compounds used to contrel the wind
erosion of taconite tailings. The project is funded by the Bureau of Mines,
Mining Research Center. Dr. D, H. Yardley is the principal investigator. He

is performing wind tunnel tests using various soil stabilizing compounds applied

to both coarse and fine tailings materials. The program was scheduled for
completion during the fall of 1977.

The Minnesota Regional Copper-Nickel Study is assessing the environmental
effects of future mining in the state. Dr. Darrel Thingvolv is the principal
investigator. Fugitive dust emissions from various storage pile and transfer
operations will be studied. Minimal field work is planned for the actual test-
ing of fugitive dust emissions. Limited particulate air sampling was scheduled
for completion by the fall of 1977. 7-14 ’
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The Illinois Institute of Technology Research Institute has analyzed the
fugitive dust problems associated with asbestos waste tailings. Various tail-
ings pile surface stabilizing chemicals were tested to determine control ef-
ficiencies for both active and inactive storage piles. Ms. Mary Stinson was
the EPA project officer for the majority of the research effort.

Vehicular Traffic--
The California State Transportation Laboratory is performing a Federal

Highway Administration program entitled ''Measurement and Control of Air Pollu-

tion Produced by Highway Construction Operations and Related Industries.”

. Mr. C. R. Singuist is the principal investigator. Areas of this program which

are potentially applicable to the iron and steel industry include: - (a) testing
to determine the air guality impact of heavy-duty vehicles traveling on unpaved
and paved roadways, and (b) the transfer and movement of aggregate materials
by trucke and front-end loaders. The approach taken in the testing effort is
basic upwind/downwind sampling with high-volume filtration samplers. Particle
sizing and particle drift distances are also being studied. The project was
scheduled for completion by September 1977.

The University of Idaho is conducting a project to asgess the fugitive
dust emissions generated from heavy-duty vehicles used in western coal strip
mines. The project is funded by the U.S. Department of. Agriculture, Forest
Service, as a part of the Agency's Surface Environment and Mining (SEAM)
Studies assessing the impact of mining related air and water emissions.

DL. George Zzlt ic the nrincdnal dinvestigator. Dr. Belt is proposing to test

"the emissions generated from heavy-duty wvehicles by‘attaching a trailer behind"

a large truck, A vertical and horizontal array of high-volume filtration sam-
plers will be placed upon the trailer. The testing project is to cover: (a)
fugitive dust emissions generated by vehicles upon dry unpaved roadways and
(b) control efficiency of road watering Actual testing was to be carried out
in the fall of 1977.

Wind Erosion of Open Areas=-=

Wind erosion emisslons studies of both exposed areas and mining-related
tailings piles will be performed in the future by Dr, Gillette of the National
Center of Atmospheric Research. This is another SEAM project funded by the
USDA Forest Service. Wind erosion of topsoll and spoils piles will be tested
by utilizing a porcable wind tunnel Testing will be performed at various
western coal strip mine sites. ; ' S '

Summary-- :

It is evident from the previously mentioned research projects that few
research programs specific to open dust sources in the iron and steel industry
are being conducted. While many industry-funded projects may be under way,
they are usually not publicized.
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7.3 ADDITIONAL RESEARCH NEEDS

7.3.1 Process Sources

At the inception of this project, the work statement implied that control
of process fugitive emissions would require development of substaantially new
control technology. The question thought to be important at that time was:
given the highest ranked process sources of Section 7.1, and given the current
research efforts, what are the most important univestigated sources requiring
research to develop adequate control technology? In the course of this study,
however, it became clear there already exists control technology for the major
process fugitive emission sources. Consequently, the important question is:
what is the efficlency and cost of available fugitive emission controls when
applied to the sources being considered? The question of cost and efficiency
of a control device as a function of the influencing variables are portrayed

ag steps 6 and 7 In Figure 7-1,

The variables affecting the efficiency of a process fugitive emissions
control option are:

+ Face area of capture device
+ Face velocity through capture device
*+ Size of source (e.g., tons of furnace capacity or ladle capacity)
+ Degree of obstruction between capture device and furnace
* Strength of crosscurrents
* Distance between furnace and capture device
Thermal buoyance of plume

The variables affecting a given control device retrofit cost and, to a lesser
extent, a new design cost, are:

* Flow rate through control device
*  Amount of building support necessary to sustain extra load
Amount of ductwork necessary to reach.,rgmoval device
The process sources ranked highest on the basis of control need are:

. EAF (charging, tapping, slagging and electrode port leakage),
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. Sintering (strand discharge, ‘cooler discharge screening, and
transfer stations)

. BOF (charging, tapptng,'slﬁgging, puffing*and lance port leakage).

. Hot metal transfer stations (torpedo car to ladle, torpedo car to
mixer, and mixer to ladle).

Table 7-5 shows—the control options -available-for these process sources. It

is these controls for which additional research into cost-effectiveness is
recommended. For each source the control options have been subjectively ranked
according to the potential for favorable cost-effective control.

7.3.2 Open Dust Sources

Various control methods for open dust sources are currently being applied
to a limited extent within the iron and steel industry; however, data needed
to assess the effectiveness these control methods have not been adequately com-
piled. Although a number of these currently implemented control methods appear
to be viable, these methods cannot be adequately assessed until accurate con-
trol efficiencies, operating parameters and operating costs have been carefully
analyzed. Deficiencies of the control technologies currently available for
open dust sources are discussed in thé'fdﬁldwiug subsections.

d el m VAT d o
-

b
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Methods utilized to- reduce the dust emissions from unloading of materials -

e

from barges and railcars and from conveyor networks include (a) total or partialf

enclosures and- (b) spray systems. To'adequately assess the control options
presented in Section 6.1, actual operating control system efficiencies and
specific initial and annual operating costs are needed.

Storage Pile Activitieg=-

Various control methods, presented in Section 6.2 to 6.5, are available
to reduce fugitive dusts associated with the open storage of raw, intermediate,
and waste materials. Control technology deficiencies are presented below for
the storage pile activity functions of load-in, vehicular traffic, wind erosion,
and load-out.

Load~in--Control options which mitigate dust emissions from material
load-in include (a) reduce drop distance, (b} enclosures, and (c¢) spray sys-
tems ., Adequate control efficiencies and initial and operating costs are
needed before specific recommendations can be made pertaining to these meth-
ods,

Vehicular traffic around storage piles--Applicable control methods for
reducing fugitive dust emissions generated by front-end iloaders and trucks

7-18
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TABLE 7-5.

FUGITIVE EMISSIONS CONTROL OPTIONS RECOMMENDED
FOR ADDITIOMNAL RESEARCH

Source

Control option

EAF

BOF

Sintering

Hot metal transfer

Total enclosure
*  Canopy hoods
* Tapping ladle hoods
+ Building evacuation

Total enclosure
Gaw damper, furnace tilt minimization
and baffles ‘
Canopy and local hoods

* Building evacuation

Local hoods
* Close fitting ladle hood

Canopy hood
* Partial building evacuation
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within the storage pile areas are essentially the same as for unpaved roadway
traffic. These control methods include (a) area watering or oiling, (b) area
addition of surface stabilizing compounds, and (c) proper '"housekeeping" pro-
cedures. The deficiencies of these control methods are discussed below in the
section on vehicular traffic on plant roadways.

Wind erosion from storage piles--Control methods for wind erosion from
open storage piles, as presented in Section 6.4, include (&) stabilizing the
pile surface layer and (b) enclosures. The control efficiencies for these va-
rious methods must be determined as a function of (a) surface application rate,
(b) reapplication needs, (¢) c¢limate, and (d) the configuration of windbreaks.
Operating cost data are needed for a complete assessment of the various con-
trol methods. ‘

Load -out ~-Methods of fugitive dust control for the load-out procéss are:
(a) reduction of material disturbance and (b} spray systems. Specific meth-
ods presented in Section 6.5 lack adequate control efficiency data. Efficiency
data are needed for further assessment of these control systems, along with (a)
equipment specifications, (b) additional required materials (conveyors, chemi-
cal dust suppressants), and (c) operating costs.

Vehicular traffic on plant roadways--Mitigative measures which reduce un-
paved roadway fugitive emissions include (a) dust suppressants and (b) improve-
ment of the road surface (Section 6.6). Visual observations indicate that wa-
terdng, ciling, ond rhe addition of chemical suppressants greatly reduce

 vehicular fugitive dust emissions, However, adequate quantification of the

efficiencies of these control methods is needed to dassess the relative effec-
tiveness of these mitigative measures as a function of the cost of control.

 Pleld tests are needed to determine control efficlency as 4 function of: (a)

application rate and frequency,.(b) vehicle usage, (c) road surface material,
and (d) climatic factors. ’

Fugitive dust emanating from paved road surfaces is a relatively minor _
emigsion gsource. However, as the paved roadway collects surface particulates,

... the potential for large quantities of vehicle-generated dust increases. Road

surface cleaning devices are effective in removing visible surface particu-
lates. However, the control efficiencies and costs associated with the vari-
ous roadway cleaning devices are not adequately developed to permit assess-:
ment of the relative merits of broom sweeping, road vacuuming or water
flushing techniques (Section 6.7).

Wind erosion from exposed areas--Mitigative techniques that are available
to reduce the impact of emissions generated by wind erosion of exposed areas
as presented in Section 6.8 include surface stabilization and utilization of
windbreaks to reduce the eroding force of the wind. To adequately assess the
effectiveness of the various control systems, control efficiency data are
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needed as a function of application rates for the surface stabilizers and
windbreak configuration.

7.4 COST-EFFECTIVENESS ANALYSIS

In defining the optimal program for research and development of control
technology directed to the critical coatrol needs, analysis of control cost-
effectiveness is essential. This section presents example derivations of cost-
effectiveness functions (expressed as dollars per pound of reduced fine particle
emissions) for a process source (canopy hobd system for an electrie arc furnace)
and an open dust source (several control measures applied to an unpaved road).
Cost evaluated include (a) annualized costs of equipment purchase and installa-
tion and (b) annual operating costs. '

7.4.1 Canopy Hood System for Electric Arc Furnaces

This section presents a derivation of the cost per pound of controlling
emission from an electric arc furnace shop producipng 510,000 T/yr of raw car-
bon steel. Actual December 1976 installed costs, as presented in Table 5-5,
are used to estimate costs, after being adjusted to reflect the difference in
the size of the two shops. Maintenance and operation costs were not available.

. The calculation of the yearly cost per pound of fine particulate captured
requires the following assumptions and calculations:

* Type of operation: EAF shop.
© Size of furnaces: two 290-ton.
* Type of steel made: plain carbon.
* Mode of operation: one operating, one down.
Heat time: 5 hr tap to tap.
+ Shop operation periocd: 52 weeks/year, 7 days/week, 24 hr/day.

*  Annual shop production: 510,000 T/year.

. Fugitive emission control system: canopy hoods over charge and
tap sides vented to baghouse.

. Primary control device: DSE,.

. Total installed cost for fugitive system: $6,6%0,000,
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. Equipment life estimate: 10 years,
. Annual investment rate: 10%/year.
. Interest and tax rate: 10%/year.

. Aonualized cost of fugitive emission control system: 20% of to-
tal installed cost = $1,338,000,

. Uncontrolled, fine particulate emission factor: 2.6 lb/T.
. Capture device efficiency: 70%.

. Pounds of fine particulate captured annually: 928,000 1b/year.

Based on the above assumptions and calculations, the annualized cost per pound
of fine particulate captured is $1.44/lb/year. It must be pointed out, however,
that were the cost of DSE system and the fine particulate it removes included
with the canopy hood system, the cost effectiveness would be much improved.

7.4.2 Unpaved Road Vehicular Traffic

The rationale used to determine cost effectiveness of various fugitive
dust control methods for plant vehicles traveling upon unpaved roadways is
presented in tuis seciivin. ine sasiz faor thic grample ecnet effarr{veness

analysis follows:

1. Source extent data (6.3 miles of unpaved road and plant vehicle
mix) are the averages from four open dust surveys (Section 4. 0)

2. Based on the above information, the annual emissions of fine-
particulate from unpaved roads are calculated to be 706,000 1b/year.

3. The unpaved roadway dust control methods, efficiencies and costs

..are those found in Section 6.6 of this report,

4. The investment or initial costs for the control methods are
annualized over a l0-year period. The annualized investment costs were cal-
culated by multiplying the initial costs found in Section 6.6 of this report
by a factor of 0.2 to account for a 10-year lifetime, interest and taxes.

Table 7-6 presents the results of the control cost-effectiveness analysis

for unpaved roads. An example calculation of control cost effectiveness for
watering of unpaved roads follows. ’
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1. The uncontrolled fine particulate emission rate is 70?,090-1b/
year, _ , . L R A

’

2, The estimated control efficiency for watering is 50%.,: . ';'

! "', i

3. The reduction of fine particulate emissions per year by road
watering is 706,000 lb/year x 507 = 353,000 1b. | f:‘-,

4. The initial investment cost for a watering truck is’$10 006
Multiplying this value by 0.2 to account for a 1l0-year 1nterest and taxes
gives $2,000 per year annualized “qvestment. P

R
5. The annual operating cost is §20,000. W
6. Annualized investment and annual operating cost effectiveness
are obtained by dividing the annualized investment and annual operating costs
by the annual fine particulate emissions reductions realized by unpaved road-

way watering. o

Annualized investment Annual operating f‘
cost effectiveness cost effectiveness. . .
$2,000 $20,000 '
—I=2—— = 50.006/1b reducti —_———2 = $0.06
353’000 1b $ ‘ on 353’000 1b $ /lb reducFion

7.4.3 Comparison of Cost Effectiveness - - - ' S e I

Table 7-7 presents a comparison of cost-effectiveness for the example
process source {(an EAF canopy hood control system) and three major open dust
sources. Example cost effectiveness calculations presented in Sections 7.4.1
and 7.4,2 were provided to aid in the understanding of this analysis.

Two rankings relating the annualized investment costs and annual operating
costs of various control methods are given in Table 7-6. It is evident from

.. this analysis, that the majority of the open dust source control methods have

a more favorable cost-effectiveness than the example process sour;e control
method. P :

7.5 'SUGGESTED RESEARCH PROGRAMS

7.5.1 Process Sources

i g

]
Based on this investigation, several specific research needslhave become
evident. The research needs are:

— .
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TABLE 7-7. COST EFFECTIVENESS OF FUGITIVE EMISSIONS CONTROL METHODS

‘o

Estimaced Annualised Annual
control invescoment  Ranking operacing Rankirg
afficiency coac ., order cost / arder
Source Control mathod (%) (s/tp (] (s/15 ™ !
Process
EAF Canopy hoods 70 1,44 (&1 NA -
Opan dust
Storage pile Uzilize mobile 80 .63 9] HA -
accivities scacker/reclaimer ’
- combination racher
Load=in/ than Eronc-end
load-quc loadar sccivicy
for pellec pilas
Wind ecosian Warering a0 0.0 [63 NA .
fram scorage Chemical scabilizers 97 Q.02 {s 0. 008 1]
pilas
(lump iron ore) {Coharax 20% solucion}
vehicular craffic
Unpaved coadways Wacecing 50 0, 006 21 .08 sl
Road otl 5 0.006 21 0.4 [
0il and doubla chip a9 0.02 [&] 0.03 fa]
Chamical scabilizers 90 0,02 s 0.08 (63
(Coherex) ’
Paving 90 0.08 rs] 0.08 (8]
Paved roadways Broom aweeping 70 @. 005 rj 0.05 [)
Vacuum swaaping 73 7.0l [3] 0,06 51
Road flushing 40 0. 006 2] 0,08 (&3
Wind erosiom Wacaring b/ 5Q 0.21 {73 0.01 23
trom exposed Chemical scabilizaes= 10 0.16 (6} 0,05 fe
areas Oiling 20 2.0 (03] NA -
Paving with cleaning 9% 0.0t {3 NA -

W

NA = Not availablae.

y pollar per pound reduccion of fine parciculace par year,

b/ No specific chemical scabilizer given; 70% contral efficiency (3 sssuned o bea che average of all

avallable chamical scabilizars for this <ontrol purpose.
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" gtudy are listed in Table 7-5.

- variations would be thoroughly analyzed as part of this task. - i ;

v

1

. 1
b
F

anw

i ot

1, Acquisition of detailed reports of methodology from those who have
measured emission factors and failed to adequately report the measurement
techniques. From Table 3-2, the measured sources lacking adequate published
measurement technique descriptions are sinter cooler, BOF charging, BOF tap-
ping, BOF total emissions, OHF total emission, EAF total emissions, and hot
metal transfer emissions. o |

2. Development and promulgation of reference techniques for measurement
of fugitive emissions from major sources. o

3, Quantification of emission factors for important sources which have
never been experimentally quantified. These sources can be identified from
Table 3-1 as those with estimated but not measured values, such as sinter -
strand discharge, sinter cold screening, and machine and hand scarfing. Also
sources with no measured or estimated values (e.g., teeming) Fight be quanti-
fi ed . Y D K

4, Cost-effectiveness analysis of control methods as a function of the
independent variables listed in Section 7.3.1. The controls recommended for
. ;‘ . I

An example of a proposed research program under research area {(4) is pre-
sented below for the two mest Important process sources, BOFsland EAFs., Figure
7-3 is a task diagram for this example program. e

kfll
AR

The objectiﬁe bf‘the broject"would"be to select and'defiﬁe the fypical

and -best controls for all fugitive emisésions from BOF and EAF furnaces. The
" best control does not necessarily have to be demonstrated, but if it is not

demonstrated, economic feasibility must be well substantlated., The typical
and best controls for each furnace must be defined in detail., ...

i

The initial task would consist of a survey of the current literature to
ascertain what controls have been applied. EAF and BQOF processes and their
f-.i‘ e

L 1
3

' The second task would consist of a phone survey of at least 50% of the
BOF and EAF shops in the United States. Preference would be given to the

. highest capacity shops. The capture devices utilized by each shop for charg-

ing, tapping, and slagging emissions would be tabulated. All those shops with
no econtrols would also be listed. For those shops with control, general data
such as capture efficiency estimates, removal device and efficiency, actual
flow rates and temperature, capital and total installed costs, and system
auxiliary equipment identification would be acquired. Visits to selected
plants would be performed to provide proper perspective and ‘understanding of
the systems, Selection of plants for visits would be based on a preliminary
estimate of typical and best controls.- ‘ '
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’ Task 1

Literature Survey

Task 2 l

Phone Survey and Plant Visits

Task 3 l

Select and Define Typical
and Best Controls

' Task 4 l
Determine Capture Efficiencies

Task 5 l

Develop o Detailed Presentation
of the Systems

! Figure 7-3. BOF and EAF research program structure.

o't
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Based on the literature search, personal and telephone contacts, and
plant wvisits, the typical and best control techniques for each furnace type
would be selected, in the third task. Specific shops would be identified
which most nearly represent the typical and best control processes. s

Capture efficiencies noted from the specific and best controlled shops
identified in the third task would be determined in the fourth task. If
possible, empirical and theoretical expressions would be utilized to calculate "
the capture efficienceils under all expected conditions. Field sampling to '
acquire necessary input data would be performed.

In the final task, elevation, plan and detaill drawings for the typical
and best control techniques would be developed for each furnace type. A

detailed engineering analysis of each system would also be presented.

7.5.2 Open Dust Sources

Suggested research programs for open dust sources should strive to establish
control efficiencies and costs of available control methods as a function of
specific operating parameters. The criteria utilized for selecting specific
open dust sources for suggested research programs are based on: (a) ranking
of the critical control needs (Section 7,1); (b) deficiencies of current open
dust emission control methods, specified Iin Sections 6.0 and 7.3.2; and (c)
the extent of current research on open dust sources.

Basis for Source Selection--

Section 7.1 utilized a nationwide ranking scheme to determine the most
critical areas or processes requiring the development and demonstration of
effective control techniques. From this ranking (Table 7-2) the 10 major

”fugitive emission catggories-of-fine‘particulate on a nationwide scale were
indicated as being:

':“ Electric!arg:furnaces
", Vehicular traffic
. Basic oxygen furnaces
. Storage pile ;ctivites*
+ Sintering . -
. Open hearth furnaces

. Conveyor transfer stations¥* o

* Open dust sources.
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. Hot metal transfer
. Scarfing
. Wind erosion of exposed areas*

As indicated four open dust source categories (vehicular traffic, storage
pile activities, materials handling, and wind erosion of exposed areas) rank
among the top 10 sources in importance.

As indicated in Section 7.3.2 inadequate data exist for the proper assess-

ment of available control methods for vehicular traffic, storage pile activities,

and material handling. Once current control methods are properly assessed,

thelr applicability to the iron and steel industry can be more throughly stated;‘

Current research of open dust sources in the iron and steel industry. is
practically nonexistent, There are research programs being performed in the
surface mining industry which may prove beneficial to the iron and steel in-
dustry. Current research on vehicular traffic includes emission factor develop-
ment for heavy duty vehicles on unpaved mine roadways and the testing of unpaved
roadway watering programs.‘ Regearch projects dealing with storage pile activity
source area consist mainly of the testing of stabilizing compounds for tailings.

While these research programs are indirectly related to the iron and steel
industry, the applicability of results may be limited. Vehicles and roadways
in the surface mining industry are quite different from those found in the iron
and steel industry. Storage and tallings piles in the mining industry are rela-
tively inactive, while storage piles in the iron and steel industry have nearly
continuous turnover rates, Thus, solutions to fugitive dust problems in the
surface mining industry may not be applicable to similar problems in the irem
and steel industry. What is needed 1s a concentrated effort to analyze the
fugitive dust problems and potential control techniques for vehicular traffic,
storage pile activities, and materials handling associated with integrated
iren and steel plants.

Research and Development Programs--

The following research and development programs are recommended to evalu-
ate the effectiveness of control techniques applicable to major open dust
sources which exist within integrated iron and steel plants. These programs
focus on field testing various control methods to determine: (a) control ef-
ficiencies, and (b) operating parameters and cost effectiveness.

* QOpen dust sources.
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Vehicular Traffic on Unpaved Roadways~--

An R&D program is ‘recommended to assess the effectiveness of various con-
trol methods to mitigate dust emissions from vehicles traveling on unpaved
roads. Initial evaluations would focus on two control techniques--watering
and chemical dust suppressants.

Industry-wide source characteristics would be analyzed to determine
representative conditions of roadway surface (silt, moisture and density) and I
traffic (vehicle count by weight and speed ranges), so that representative
test roadway parameters may be defined.

Uncontrolled emission factors for wvehicular traffic on two different sur-
faces (slag and dirt) would be measured utilizing the MRI Exposure Profiling
technique. Tests would also be performed on adjoining sections of the test
roadway to which water or chemical dust suppressants (Coherex and another to

“be determined) have been applied. Control efficiency would be determined as

a function of application intensity (gal./yard2) and time since last applica-
tion. In additlion, TSP and particle size concentrations would be measured
downwind of each test roadway segment to determine air quality impact reduction
due to controls, Finally, control cost-effectiveness functions would be de-
termined based on measured control efficiency and costs for various levels of
control.

Storage Pile Activities--

An R&D program 1s recommended UO 4BS¢sd iLile eifeciiveness of mitigotive
measures in reducing dust emissions from material load-in, vehicular traffic
around storage plles, wind erosion of storage piles and load-out. This pro-
gram would study fugitive emissions assoclated with storage plles as a sys-
tem and with separate activities. -

First, the air quality impact of combined storage pile activities as a
system would be determined. Upwind and downwind TSP and particle size measure~
ments would be performed on an active storage area to note the air quality ef~
fect of various activity levels and meteorological conditioms.

Second, source specific testing would be performed on uncontrelled and con-
trolled sources within the storage pile area to note emission factors and con-
trol efficiencies. The costs associated with the tested control measures would
be obtained for use in cost-effectiveness functions. An example source specific
testing program to determine cost effectiveness for wind erosion of storage piles
follows. %

Wind Erosion of Storage Piles--

An R&D program recommended to assess the effectiveness of mitigative mea-
sures 1n reducing fugitive dust emissions resulting from wind erosion of stor-
age piles would focus on twe control techniques-«watering and chemical dust
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suppressants. Industry-wide source characteristics would be analyzed to deter-
mine representative storage pile parameters such as physical material silt,

moisture, density, and pile configuratiom.

Uncontrolled emission factors for storage pile wind erosion would be meas-
ured for a range of wind speeds, utilizing the MRI Exposure Profiling technique.
Control efficiency testing would be performed to assess the merits of watering
and chemical dust suppressants.

In addition, TSP and particle size concentrations would be measured down-
wind of each test pile to determine air quality impact reduction due to controls.
Finally, control cost-effectiveness functions would be derived from measured
control efficiencies and costs for various levels of control.

Materials Handling--

An R&D program is recommended to: (a) assess the effects of changes in
operating parameters on emission levels from materials handling operatioms;
and (b) determine the cost effectiveness of control measures in reducing
emissions,

Areas of study would include: (a) identifying industry-wide source char=-
acteristics; (b) assessing activity factors of each operation; (c) establish-
ing uncontrolled emission rates; (d) assessing materials handling control tech-
niques and costs; and (e) establishing the downwind TSP and particle size con-
centration reductions from the implementation of controls.

Industry-wide source characteristics would be analyzed to identify: {a)
representative types and operating parameters of equipment utilized for mate-
rials handling; and (b) representative physical characteristics of the materials
transferred: silt content, moisture content, and density.

Relative activity levels would be related to a standard such as, drop
height, mass of material handled, or conveyor speed. Uncontrolled emission
factorg would be measured for the following materials handling operations:
railcar unloading, barge unloading, conveyor transfer stations, and conveyor
screening stations. MRI's Exposure Profiling technique would constitute the
primary emissions test method.

Materials handling contrcl techniques would be surveyed to determine
potentially effective dust suppression systems and/or altered operating pro-
cedures. Controlled operations would be field tested to determine control
efficiencies and downwind air quality impact. Finally, control effective-
ness functions would be determined based on measured control efficiency and
cost for various levels of control.
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SECTION 2.0

GLOSSARY

Activity Factor - Measure of the intemnsity of aggregate material disturbance
by mechanical forces in relation to reference activity level defined as unity.

Cloddiness - The mass percentage of an aggregate sample smaller than 0.84 mm
in diameter as determined by dry sieving.

Gost, Annualized - The equipment cost divided by the number of years represent-
ing the life of the equipment.

Cost, Installed - The total cost of the project including design, equipment
purchase, labor and materials for site preparation, construction, equipment
installation, and start-up.

Cost, Operating - The cost for labor and utilities necessary to operate the
equipment.

Cost-Fffectiveness -~ The cost of control per pound of reduced fine particle
emissions. '

Dry Day - Day without measurable (0.0l in. or more) precipitation.

Dry Sieving - The sieving of oven-dried aggregate by passing it through a
series of screens of descending opening size.

Duration of Storage - The average time that a unit of aggregate material
remains in open storage, or the average pile turnover time.

Dust Suppressant - Water or chemical solution which, when applied to an
aggregate material, binds suspendable particulate to larger particles.

Bmission Control System, Primary - A control system installed to capture and
remove most of the total emissions prior to atmospheric discharge.




Emission Control System, Secondary - A control system désigned to capture
and remove the smaller portion of the total emissions that the primary sys-
tem does not collect with the smaller portion usually being fugitive in
nature.

Enclosure - A structure which either partially or totally surrounds a fugi.
tive emissions source thereby reducing the amount of emissions.

Enclosure of Steelmaking Furnace, Partial - An enclosure of minimal volume
that completely surrounds a steelmaking furnace but only extends to the
charging floor.

Enclosure of Steelmaking Furnace, Total - A complete enclosure of minimal
volume that extends to the tapping floor of a steelmaking furnace.

Exposed Area, Effective - The total exposed area reduced by an amount which
reflects the sheltering effect of buildings and other objects that retard
the' wind .

Exposed Area, Total - Outdoor ground area subject to the action of wind and .
protected by little or no vegetation. ‘

Exposure - The point value of the flux (mass/area-time) of airborne particu-
late passing through the atmosphere, integrated over the time of measurement.

‘Exposure, Filter - Exposure determined from filter catch within primary expo-
sure sampler.

Exposure, Integrated - The result of mathematical integration of partially
distributed measurements of airborne particulate exposure downwind of a
fugitive emissions source.

Exposure, Total - Exposure calculated from both filter catch and settling
chamber catch within primary exposure sampler, or from total catch within
secondary exposure sampler. S

Exposure Profiling - Direét mezsurement of the total passage of airborme
particulate immediately downwind of the source by means of simultaneous
multipoint isckinetic sampling over the effective cross-section of the
fugitive emissions plume, '

Exposure Sampler, Auxiliary - Directional particulate samples with goose.
necked intake and back-up filter, having stepwise flows control (0.5 to

1 ¢fm) to provide for isokinetic sampling at wind speeds of 5 to 10 mph.

.
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Exposure Sampler, Primary - Directional particulate sampler with settling
chamber and backup filter, having variable flow control (5 to 20 cim) to
provide for isokinetic sampling at wind speeds of 4 to 15 mph.

Fugitive Emissions, Total - All particles from either open dust or process
fugitive scurces as measured immediately adjacent to the source.

Fugitive Emissions - Emissions not originating from a stack, duct,
or £lue.

Load-in - The addition of matérial to a sto}age pilé.
Load-out - The removal of material from a storage pile.

Materials Handling - The receiving and transport of raw, intermediate and
waste materials, including barge/railcar unloading, conveyor transport and
associated conveyor transfer and screening stations.

Moisture Content - The mass portion of an aggregate sample consisting of
‘unbound moisture on the surface of the aggregate, as determined from weight
loss in oven drying with correction for the estimated difference from total
unbound moisture. '

Partial Diameter, Aerodynamic - The diameter of a hypothetical sphere of
unit density (1 g/cm3) having the same terminal settling velocity as the
particle in question, regardless of its geometric size, shape and true

density.

Particle Diameter, Stokes - The diameter of a hypothetical sphere having the
same density and terminal settling velocity as the particle in question,
regardless of its geometric size and shape.

Particle Drift Distance - Horizontal distance from point of particle injec-
tion into the atmosphere to point of removal by contact with the ground

surface.
Particulate, Fine - Airborne particulatg smaller than 5 pm in Stokes diameter.

Particulate, Suspended - Airbomne particulate smaller in Stokes diameter than
30 micrometers, the approximate cut-off diameter for the capture of particu-
late matter by a standard high-volume sampler, based on a particle density
of 2 to 2.5 glem3.

Precipitation-Bvaporation Index - A climatic factor equal to ten timae the
sum of 12 consecutive monthly ratios of precipitation in inches over
evaporation in inches, which is used as a measure of the annual average
moisture of a flat surface area.
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Road, Paved - A roadway constructed of rigid surface materials, such as
asphalt cement, consrete and brick.

Road, Unpaved - A roadway constructed of non-rigid surface materials such as
dirt, gravel (crushed stone or slag), and oil and chip surfaces.

Road Surface Dust Loading - The mass of loose surface dust on a paved roadway,
per length of roadway, as determined by dry vacuuming.

Road Surface Material . Loose material present on the surface of an unpaved -
road.

- Source, Open Dust - Any source from which emissions are generated by the

forces of wind and machinery acting on exposed aggregate materials.

" Source, Process Fugitive Emissions - An unducted source of emissions involving

a process step which alters the chemical or physical characteristics of a
material, frequently occurring within a building.

8ilt Content - The mass portion of an aggregate sample smaller than 75 micro-
meters in diameter as determined by dry sievinge.

Spray System - A device for applying a liquid dust suppressant in the form of
droplets to an aggregate material for the purposes of controlling the gene.
ration of dusC. :

_Storage Pile Activities - Processes associated with aggregate storage piles,

specifically. load-in, vehicular traffic around storage piles, wind erosion
from storage plles, and load-out.

Surface Erodibility - Potential for wind erosion losses from an unsheltered area,
based on the percentage of erodible particles (smaller than 0.84 mm in diameter)
in the surface material.

Surface Stabilization - The formation of a resistive crust on an exposed aggre-
gate surface through the action of a dust suppressant, which suppresses the
release of otherwise suspendable particles.

_Vehicle, Heavy Duty - A motor vehicle whose gross vehicle traveling weight

exceeds 30 tons.

Vehicle, Light Duty . A motor vehicle whose gross vehicle traveling weight is
less than or equal to 3 tons.

Vehicle, Medium Duty - A motor vehicle whose gross vehicle traveling weight
is greater than 3 tons, but less than 30 tons.

Windbreak - A natural or man.made object which reduces the ambient wind
speed in the immediate locality.

!




SECTION 10.0

ENGLISH TO METRIC UNIT _CONV'ERSION TAELE

English unit Multiplied by Metric unit
1b/T 0.500 kg/t
1b/vehicle mile 0.282 kg/vehicle km
1b/acre yr 112 kg/km? yr

1b 0.4564 kg

T 0.907 t

mph 0.447 n/s

mile 1.61 km

ft 0.305 m

acre 0.00405 km?
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APPENDIX A

FIELD TESTING METHODOLOGY

1.0 Introduction

Field testing of fugitive emissions from open sources at two integrated .- .
{ron and steel plants was conducted by MRI during separate 2-week periods
in April and June of 1977. This appendix describes the field testing
methodology that was used.

Testing at the first plant (designated as Plant A) took place from April 11
to 22, 1977. Sources tested at Plant A included:

Number of
Fugitive dust source tests
Load out of high silt processed slag into truck 3
Load out of low silt product glag into truck 3
Mobile stacking of pelletized irom ore 3
Mobile stacking of lump iron ore 3
Light-duty vehicular traffic on unpaved road 1
Heavy-duty vehicular traffic on unpaved road 2

A total of 15 tests were performed,

Testing at the second plant (designated as Plant E) took place from June 13
to 22, 1977. Sources tested at Plant E included:

. Number of
Fugitive dust source tests
Heavy-duty vehicular traffic on unpaved road 3
Light-duty vehicular traffie on unpaved road 3
Plant vehicle mix on paved rcad 3
Conveyor transfer statfion (sinter) 3




2.0

A total of 12 tests were performed.

MRI's Exposure Profiling technique was used to quantify dust emissiomns by
multli-point sampling immediately downwind of the emitting source, utilizing i
the isokinetic profiling concept which is the basis for conventional source
testing. To the extent possible, measurements were restricted to periods
with moderate winds (5 to 15 mph) of constant mean direction, 3 or more
days after significant rainfall (accumulation exceeding 0.5 in.).

Table A-l1 specifies the kinds and frequencies of field measurements that
were conducted during each run. '"Composite" samples denote & set of single
samples taken from several locatioms in the area; "integrated" samples are
those taken at one location for the duration of the rum.

Sampling Equipment

The primary tool for quantification of emisslion rate was the MRI ex-
posure profiler, which was developed under EPA Contract No. 68-02~0619.
The profiler (modified for this study) consists of & portable tower

(4 to 6 m height) with an optional horizontal crossarm (extending to
about 5 m in length) supporting an arrey of sampling heads. Each
sampling head was operated as a directional exposure sampler (with
automatic separation of settleable dusp)."Sampling intakes were
pointed into the wind, and sampling velocity was adjusted to match

tne local mesu w;uu byccu. as ;c;i::::‘ by distributad snemamatara.

A vertical line grid of samplers (Figure A- 1) was used for measute-
ment of emissions from paved and unpaved roads, while a two-dimensional
array of samplers was used for quantification of emissions from _storage
pile transfer operations. The primary sampler design (Figure A-1)
entailed passage of the flow stream through a settling chamber,
trapping particles larger than about 50 pm-in diameter, and then

upward through & standard 8 in. by 10 in. glass fiber filter positioned
horizontally. Smaller auxiliary samplers of lighter weight (Figure
A-2) were used at perimeter crossarm pesitions in sampling storage

pile emissions., Assuming that exposure from a point source is normally
distributed (as shown in Figure A-3), the exposure values measured by
the samplers at the edge of the grid should be .about 257 of the center-
line exposure, so that about.90% of the total mass flux (exposure)

lies within the grid boundaries.

Sampling time was sufficient to provide sufficient particulate mass

and to average over several units of cyclic fluctuation in the

emission rate (for example, vehicle passes on an unpaved road). The
first condition was easily met because of the proximity of the sampling

ot
grid to the source.




TABLE A-1. FIELD MEASUREMENTS
Tegt Papameter Onits Sampling Mode Mesguramgnt Mathod
1. Mateorology
a. Wind spead aph Continuous Recording instrument at "background'
b. Wind direction deg Continuous station; sensors &t refarence hefgnt
¢, Cloud cover % Single Visual observation
d. Temperature ht 4 Single Sling psychromster
«. Relative humidicy 2 Single Sling phychromater
2., Storage Pilas
a. Material cype - Composite Detarmined by plant personnal
b, Molsture content % moisture Singls Oven drying
¢. Duat texture % aile Composite ‘Dry siaving s -
d. Material throughput tons - : Detarmined by plant personnal
3. Road Surfacas
a. Pavementc type - Composite Observacion (phocographs)
b. Surface condiciom .- Camposite Cbservation
¢. Duset loading g/m? Multiple Ory vacuuming
d. Dust cexture % aile Muleiple Dry sieving
4. W¥ehicular Traffic
s, Mix - Multiple Obgervation (car, truck, number of
axles, ece.)
_ b, Count bl Cumulative Automatic counters
5. Suspended Dust
a. Exposure (versus height) og/em? Integrated Isokinecic high-volume f{ltration
(MR method)
b. Masa size distribution um Intagrated High-volume cascade lwpaction
¢, Downuind concantration ng/ms Intagratad High-volume filtration (EPA method)
d. Background concentration uglm:’ Integrated High-volume filtracion (EPA method)
a. Duration of sampling min Cumulative Timing
45, Deposition
a. Surface {versus distance slmzlveh Integrated Dustfall buckets (ASTM method)
from curh)
b. Elevated g/nzlvch Integracead Dustfall buckees (ASTM method)

—— s — e aam
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Figure A-l1. MRI exposure profiler for line or moving point sources,
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Figure A-2. Auxiliary air sampler.
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3.0

In addition to airborme dust passage (exposure), fugitive dust param-
eters that were measured included suspended dust concentration and
particle size distribution. Conventional high-volume filtration units
were operated upwind and downwind of the test source.

A Sierra Instruments high-volume parallel-slot cascade impactor'with
a 20 cfm flow controller was used to measure particle size distribu-
tion along side of the exposure profiler. The impactor unit was
equipped with a Sierra cyclone preseparator to remove coarse particles
which otherwise would tend to bounce off of the glass fiber impaction
substrates, causing fine particle measurement bias. The cyclone
gsampling intake was directed into the wind, resulting in isokinetic
sampling for a wind speed of 10 mph.

As indlcated in Table A-~l, other types of parameters that were measured
during each test included (a) prevailing meteorclogy, (b) properties
of the emitting material, and (c) source extent and activity parameters.

Figures A-4 to A-9 show the locations of the sampling imstruments
relative to the emitting fugitive dust sources.

Sample Handling and Analysis

At the end of each run, the collected samples of dust emissions were
carefully tranasferred to protective containers within the MRI instrument
van, to prevent dust losses, High-volume f£ilters (from the MRI

exposure profiler and from standard high-volume units) and impaction
substrates were folded and placed in individual envelopes. Dust

that collected on the interior surfaces of each exposure probe was
rinsed with distilled water into separate glass jars. Dust was trans-
ferred from the cyclone precollector in a similar manner.

Dust samples from the fleld tests were returned to MRI and analyzed
gravimetrically in the laboratory. Glass fiber filters and impaction
substrates were conditioned at constant temperature and relative
humidity for 24 hr prior to weighing (the same conditioning procedure
used before taring). Water washes from the exposure profiler intakes,
cyclone precollector and dustfall buckets were filtered, after which
the tared filters were dried, conditioned at constant humidity, and
reweighed,

Samples of road dust and storage pile materials were dried to deter-
mine moisture content and screened to determine the weight fraction
passing a 200-mesh screen, which gives the silt content. A conven-
tional shaker was used for this purpose. That portion of the material
passing through the 200-mesh screen was analyzed to determine density
of potentially suspendable particles.

A-7




\—-..a

AGGREGATE STORAGE PILE /-J'/
—

-

/

/
e HIGH LOADER

SAMPLING GRID

WIND ——f—

_ | SAMPLING
L . A4 - TRAILER
DUMP TRUCK 1—-—1— :
OR RAIL CAR 2m :

Figure A-4. Positioning of air sampling equipment (top view)--
processed slag load-out,

L)




PROCESSED SLAG LOADOQUT

Anemometer o.l.o r} Isokineric
Air Samplers

{~15¢cfm}
Maximum Tower Height = ém
Hi « Vol
s e Hi - Vol Cascade
Isokinetic Air Samplers Sampler Impactor
(~.75¢fm) ~
N

Moximum Crom -
Arm Distance = 5m

0-r0 Anemomaeter

J

Figure A-5. Positioning of air sampling equipment (rear view) -«
processed slag load-out.
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Figure A-7, Modified MRI exposure profiler--ore pile stacking.
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4,0 Calculation Procedure

4,1 Emission Rate

The passage of airborne particulate, 1.e., the quantity of emissions
per unit of source activity, is obtained by spatial integration (over
the effective cross-section of the plume) of distributed measurements
of exposure (mass/area). The exposure is the point value of the flux
(mass/area-time) of airborne particulate integrated over the time of
measurement,

Mathematically stated, the total mass emission rate (R) is given by:

Rﬂlffmdhdw
t Ja a

where m = dust catch by exposuré sampler after subtraction of
background

a = intake area of sampler

t = sampling time

h = vertical distance coordinate
w = lateral distance coordinate
A = effective cross-sectional area of plume

In the case of a line source with an emission height near ground

level, the mass emission rate per source length umit being sampled
1ls given by:

where W = width of the sampling intake

i

H = effective extent of the plume above ground

In order to obtain an accurate measurement of airborne particulate
exposure, sampling must be conducted isokinetically, i.e., flow
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4.2

streamlines enter the sampler rectilinearly. This means that the
sampling intske must be aimed directly into the wind and, to the
extent possible, the sampling veloclty must equal the local wind
speed., The first condition is by far the more critical.

Isokinetic Corrections

If it is necessary to sample at a noﬁisokinetic flow rate (for example,
to obtain sufficient sample under light wind condicions), the following mul-

 tiplicative factors should be used to correct measured exposures and concen=

trations to corresponding isokinetic values:

. Fine Particles . Coarsé Particles
(d €5.um) ‘ (¢4 > 50 um) =~ """
Exposure Multiplier 'U/u 1
Concentration Multiplier 1 u/U
where 7 u = sampling intake velocity at a given elevatiocn

,

U = wind velogcity at same elevation as u
d = aerodynamic (equivalent sphere) particle diameter

For a particle~size distribution containing a mixture of fine, intermediate,
and coarse particles, the isokineric correction factor is an average of the
above factors, weighted by the relative proportion of coarse and fine par-
ticles. For example, 1if the mass of fine particles in the distribution
equals twice the mass of the coarse particles, the weighted isckinetic core
rection for exposure would be

1/3 [2¢U/u) + 1]

Particle Size Distribution

As stated above, a cyclone preseparator was used in conjunction with

a high-volume cascade impactor to measure airborne particle size distri=-
bution. The purpose of the preseparator was to remove coarse particles
which otherwise would tend to bounce through the impactor to the back-up
filter, thereby causing fine particle measurement bjas.

Although the cyclone precollector was designed by the manufacturer

to have a 50% cutoff diameter of 7.6 um (particle demnsity of 2.5 g/em3),
laboratory calibration of the cyclone, reported in May 1976, indicated the
effective cutoff diameter to be 3.5 pm. Because this value overlapped the
cutoff diameter of the first impaction stage (6.4 um), it was decided to
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add the first stage catch to the e¢yclone catch, in calculating the parti-
¢le size distribucion. ’

As indicated by the simultaneous measurement of esitborne particle-size
distribution, one impactor being used with a precollector and & second
without a precollector, the cyclone precollectof is very effective in re-
ducing fine particle measurement bias. However, the following observations
indicate that additional correction for coarse particle bounce is needéd:

L]

l. There is 2 monotonic decrease in collected particulate weight on
each successive impaction state, followed by a several-fold increase in
weight collected by the backeup filter.

2. Because the assumed value (0.2 pm) for the effective cutoff di-
ameter of the glass fiber back=-up filter fits the progression of cutoff
diameters for the impaction stages, the weight collected on the backe-up
filter should follow the particulate weight progression on the impactoer
stagess

The excess particulate on the back-up filter is postulated to consist
of coarse particles that penetrated the cyclone (with small probability)
and bounced through the impactor. '

To correct the measured particle size distribution for the effects

- £f residual patricle bounce. the following procedure was used:

ls The calibrated cutoff diameter for the cycléne preseparator was
used to fix the upper end of the particle-size distribution.

2e At the lower end of the particle=-size distriburion, the particu-

“late weight on the back~up filter was reduced to fit the particulate weight
;distribution of the impactor stages, thereby extending the monotonic de-

crease in particulate weight observed on the impactor stages).

3l
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1.0

2.0

APPENDIX B

TESTING RESULTS AND EXAMPLE CALCULATIONS

Introduction

This appendix provides a detailed presentation of the test results and
corresponding calculation procedures for each of five categories of
fugitive emissions sources that were tested. The source categories
tested were:

* Load-out of processed slég into 35-ton capacity dump trucks with
a 10 cu yd front end loader.

* Formation of storage piles of pelletized and lump iron ore with
a mobile conveyor stacker.

* Vehicular traffic on unpaved roads surfaced with slag and dirt.
* Vehicular traffic on paved roads.
* Comveyor transfer station--sinter material.

Test results are presented below for each of these source categories,

Slag Load-Cut

Table B-1 gives information on the time of each slag load-out run and
the prevailing meteorclogical conditions at the site. Also given for
each run is the quantity of material loaded with the 10 cu yd front
end loader into the 35-ton capacity truck.

Table B-2 1lists the individual peoint values of exposure (net mass per
sampling intake area) within the fugitive dust plume as measured by

the exposure profiling equipment. Alsc given for each high-volume sam-
pling head 1s the exposure measurement consisting of particulate col-
lected by the filter following the settling chamber.
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TABLE B-2. PLWME SAMPLING DATA--MATERTAL LOAD-QUT

Distance
Sampling from Sampling Tocal Filter

height centeriine rate exposure exposure
Run (m) {m) {cfm) (mg/cm? ) (mg/ em?)
Al 3 - ra 274 5i.0

4.5 2.1 right Q.7 4l.2

4.5 0.7 righe 24 99.1 22.7

4a5 0.7 left - 24 182 40,4

4.3 2.1 lef: 0.7 76.0

6 - 24 Tédel 231.8
A2 2.5 - 16 88.3 14.9

4.37 2.4 righe 0.7 164

4.37 0.7 righe 19 77.8 laey

437 0.7 lefc 14 80.9 25.5

437 2.4 leaft 0.7 12.5

6425 - - 17 Y. 12.3
A3 245 - i} | 454 3242

4,37 2.4 right 0.7 Sl

4.37 0.7 right 33 169 9.5

4437 0.7 lefe 32 235 4746

4. 37 2.4 lafe 0.7 106,7

6a25 - 33 134 27.2
Ab 2.5 - 14 63.4 8.0

4.37 2.4 right 0.7 23.9

4.37 0.7 right 16 3l.4 4o

4437 0.7 lefe 12 35.9 5.1

437 2.4 lefe 0.7 24,2

6425 - 14 10.8 11
AS 2.5 - 16 20.5 3.7

4437 2.4 right 15 9.1

4437 0.7 righe 14 13.0 1.9

4437 0.7 lefc 12 12,0 2.9

437 2.4 laft 741
ab 2.5 - 18 6L.2 9.0

437 2.4 right 14.9

4e37 0.7 right 20 2l.7 5.5

4.37 0.7 left 17 41,0 11.0

4,37 2.4 lafc 2.7

6425 - \7 5.9 3.0
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Table B-3 gives for each run the integrated exposure value corrected

to isokinetic conditions and compares particulate concentrations’

measured by the upwind hi-vol and by three types of downwind samplers

(exposure profiling head, standard hi-vol, and high-volume cascadé ' *
impactor) located in close proximity, near the center of the plume.

Concentrations measured by the downwind hi-vol are significantly

lower than values measured by the other two units because of the low

capture efficlency of the hi-vol for particles larger than about

30 pm in diameter. T T T »
Table B-4 summarizes the particle sizing data for the six slag load-out
tests. Particle size is expressed as Stokes (equivalent-sphere) diam-
eter based on actual density of silt-size particles. In addition to
data from the cascade impactor measurements, Table B-4 also gives for
each run the average percent of the exposure measurement consisting of
filter catch weighted by the exposure value measured by each sampling
head,
Table B-5 presents the emission factors corrected to represent
particles: smaller than 30 pm in diameter. Algo indicated in Table
B-5 are materisl properties and ‘wind- conditions which- constitute _
correction factors to the emission factors. e
“The last column is the coefficient (k) in the proposed emission fasctor
expression: }
EF =k 58U
M2
where EF = emission factor (1b/ton)
: s = silt content of aggregate (%)
U = mean wind speed (mph)
M = moilsture content of aggregate (%)
The value k represents & measure of the activity or energy expended
during the load-out process.
Table B-6 presents an example emission factor calculation. The cal-
culation is based on data for Run Al.
¥
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TABLE B=4.

PARTICLE SIZING DATA SUMMARY-=MATERIAL LOAD-OUT

(Density = 3 g/cm3)

Cascade Impactor .

_Profiler "

Mass Weighted av-
median _ erage 7% cap-
diameter Percent Percent tured on the
Slag type Run () <30pm < 5um Rat 108/ filter
. - ¥ . . . - . T . \b
4120 Al > 100 8 2.5 0.31 - 22
A2 > 100 10 "3 0.30 22
A3 > 100 545 1.5 0.27 15
4133 Ad > 100 13 4 0.31 14
AS » 100 14 4 0.29 17
Ab > 100 13 3.5 0,27 20
a/ Percent < 5 pm ¢ percent < 30 pm.
&
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TABLE B-6. EXAMPLE CALCULATION FOR RUN Al--STAG LOAD-QUT.
Result
A. Plot filter exposure versus sampler location. --
B. Graphically integrate to determine the area under the
exposure surface. 20.4 1b
€. Divide B by the gquantity of material loaded to
arrive at the integrated filter exposure. 0.15 1b/ton
D. Multiply C by the ratio of the percent <30 pm (8%)
orey the waighted average percent suspended (22%)
to obtain the emission factor for particles
smaller than 30 pm, 0.056 1b/ton
- E. Correct D to isokinetic conditions following the
procedure given in Appendix A. (All coarse
. particles; therefore correction factor = 1.) 0.056 1b/ton
W
e
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3.0 Ore Pile Stacking

Table B-7 gives information on the time of each ore pile stacking
run and the prevailing meteorological conditions at the site. Alse
given for each run is the quantity of material loaded onto the 400-ft
long pile by means of the mobile conveyor stacker.

Table B-8 lists the individual point values of exposure (net mass per
sampling intake area) within the fugitive dust plume as measured by
the exposure profiling equipment. Also given for each high-volume
sampling head is the exposure measurement consisting of particulate
collected by the filter following the settling chamber.

Table B-9 gives for each run the integrated exposure value corrected
to i{sckinetic conditions and compares particulate concentrations
measured by the upwind hi-vol and by two types of downwind samplers
(exposure profiling head and high-volume cascade impactor) located
in close proximity, negr -the center of the plume.

Table B-10 summarizes the particle sizing data for the six ore pile
stacking testa. Particle size is expressed as Stokes (equivalent-
sphere) diameter based on actual density of silt~size particles. 1In
addition to data from the cascade impactor measurements, Table B-10
also gives for each run the average percent of the exposed measure-
ment consisting of filter catch weighted by the exposure value mea-
sured by each sampling head. '

Table B-1l presents the emission, factors corrected to represent
particles smaller than 30 pm in diameter. Also indicated in Table
B-11 are material properties and wind conditions which constitute
correction factors to the emission factors.

The last column 1s the coefficient (k) in the proposed emission
factor expression:

EF = k

Zlm
N|g

where E = emission faetor (lb/ten)

silt content of aggregate (%)
mean wind speed (mph)

moisture content of aggregate (%)

[}

s
U
M

The value k represents a8 measure of the activity or energy expended
during the load-out process.
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TABLE B-8. PLUME SAMPLING DATA~-ORE PILE STACKING

Distance
Sampling from Sampling Total Filter
height centerline rate exposure exposure
Run (m) (m} (cfm) (mg/cm?) (mg/cm?)
A8 1 12 » 113 25.5
2 1.4 right 0.7 18.1
2 13 21.7 548
2 le4 left 0.7 12.6
3 12 11 2.4
4 16 3 0.8
A9 1 20 51 19.7
2 22 48 14,6
3 le4 left 0.7 45.0
3 22 62 16,7
3 1.4 right 0.7 4648
4 23 26 642
Al0 1 21 70 2046
2 ‘ 22 61 12,6
3 le4 right ' 0.7 31.0
3 22 58 15.7
3 la4 left 0.7 30.3
4 25 8 8.5
All 1 15 38.5 Se4
2 l.4 left 0.7 15.1
2 16 14,7 2.1
2 l.4 right 0.7 9.9
3 14 11.5 1.3
4 19 4e0 0.8
Al2 1 12 10.5 0.
2 la4 right 0.7 8.0
2 14 5450 0.6
2 l.4 left 0.7 1.7
3 12 3.72 0.4
4 17 1.78 0.4
Al3 1 12 1.39 0.3
3 l.4 left 0.7 2,09
3 il 2.05 0.5
3 ) l.4 Iight 0.7 3.62
4 16 1.59 0.3
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TABLE B-10. PARTICLE SIZING DATA SIMMARY--ORE PILE STACKING
(Density = 4.5 to 4.9 g/cmd)
Cascade Impactor Profiler
Mass Weighted av-
median ) erage % cap~
Pile diameter Percent Percent tured on the
material Run Gsm) < 30 pm < 5pm Ratiod/ filter
Pellets A8 > 100 22 8 0.36 23
a0/ _ 30
AlO > 100 10 3 0.33 34
Open hearth  All > 100 11 3 0.27 42
ore
Desert mound Al2 > 100 11 3.5 0.32 10
ore Al3 > 100 25 7 0.28 17

a/ Percent <5 um

b/ Sierra not used.

: percent < 30 pm.
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Table B-12 presents an example emission factor calculation.
calculation is based on data for Run A8.

The
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TABLE B-12. EXAMPLE CALCULATION FOR RUN A8--ORE PILE STACKING

Result
A. Plot filter exposure versus sampler location. -
B. Graphically integrate to determine the area under
the exposure surface. o _ B 2.0 1b
C. Divide B by the quantity of material ﬁiled to arrive
at the integrated filter exposure. 0.0041 1b/ton
D. Multiply C by the ratio of the percent <30 pm (22%)
over the weighted average percent suspended (23%)
to obtain the emission factor for particles smgller
than 30 um, ) : : 0.004 1b/ton
E. Correct D to isokinetic conditions following the
- procedure given in Appendix A. - (All coarse S _
particles; therefore correction factor = 1.} 0.004 1b/ton

A
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4.0 Traffic on Unpaved Roads

Table B-13 gives information on the time of each unpaved road run and
the prevailing meteorological conditions at the site. Also given for
each run is the number of vehicle passes by vehicle type.

Table B-14 lists the individual point values of exposure (net mass per
sampling intake area) within the fugitive dust plume as measured by
the exposure profiling equipment. Also given for each high-volume
sampl ing head 1s the exposure measurement consisting of particulate
collected by the filter following the settling chamber.

Table B-15 gives for each run the integrated exposure value and
compares particulate concentrations measured by the upwind hi-vol
and by three types of downwind samplers (exposure profiling head,
standard hi-vol, and high-volume cascade impactor) located in
close proximity, near the center of the plume. Concentrations
measured by the profiler are significantly lower than values mea-
sured by the other two units because the profiler sampled at 3 m
above ground rather than 2 m.

Table B-16 summarizes the particle sizing data for the six unpaved road
tests. Particle size is expressed as Stokes {equivalent-sphere) diam-
eter based on actual density of silt-size particles. In addition to
data from the cascade impactor measurements, Table B-16 alsoc gives for
each run the average percent of the exposure measurement consisting of
filter catch weighted by the exposure value measured by each sampling
head.

Table B-17 presents the emission factors corrected to represent
particles smaller than 30 pm in diameter. Also indicated in Table B-17
are material properties and wind conditions which constitute correction
factors to the emission factors.

Table B-18 presents an example emission factor calculation. The calcu-
lation is based on data for Run Al4,

B-17




4
*r

‘fanp £av3ay = 9 'KInp unjpom » ¢ 143np IYBY1 = 9 /3

*kanp Aavay m 6 'AInp wnypem » 9 'Lyop IHIY - T /4

‘aneA pawmnesy /U

[AYFANL]

Lang 3487 0F - 6/MSH \ln.mw A5-EN 91 ozl 93 . .
41nq 14311 ot - Linsk [1}] 35-EN £l ctol LLien 9 L |
L3ng Y3y ot Lzwg L/nS 8L as-rN 1 8¥60  LLfL1/9 Ya z juawmfag
[3PI 21 /%08 6/3N3 6f SN 81 0051 £L/ST/9 &3
\Mvunﬂ: 91 0s S/an \.mcn SN’ 149 SZ11  tL)fs1/9 Z3 1 juewfag
\Mvuxﬂz 91 j&%° v/EN e $-H (i1 SLO1  fL/s1/9 13 31)q 3seg-plsH
papeot uol-Qf 1 09 8/8 [4] 5-N 0 azvl LEjtein Sy
papeo) wor-0f Si ot e/n 99 13 n CONT Lfeeivr iy
£3ng 4BY1 0f 0 L1/MRR - K- ot o1LL  Lif6l/w &V Belg ouya
sassed £ {ydo) poads {4,) [ ETELEIED {uja) Bury ] SIEQ any jejialem S0€)1Ing
IO YIA 13003 JUOT1333YP sanjvaaduay aaanag uopIEANP  Jiwig
30 "oN proLd PUTH Juajquy Suyydovs
ainsadxg

SAVO0d JIAVANN--SYILARYEAVd IS:L SNOISSIWA ‘“E1-€ A'18V1L

)

B-18




o

[ A

— -

TABLE B-l4,

PLIME SAMPLING DATA--
UNPAVED ROADS

Sempling Sampling Total Filter
helight cace exposure exXposura
Run () (cfm) (mg/cm?)  (mg/ca®)
A? 1 3l §.34 5.46
2 33 2.90 3.15
3 29 1.5 1.47
4 s 0.28 0.32
Ald 1.5 L3 17.9 4.38
3 16 6.33 1.89
4.5 14 5.11 1.33
6 16 1.39 0.42
AlS 1.5 14 12.5 3.26
3.0 17 6.78 2.16
4,5 15 5.91 1.65
6.0 16 2.97 0.83
(4] 1.5 1.2 4.53 2.5
3.0 12.7 3.67 1.9
4.5 4.2 2,33 1.4
6.0 14,9 1.24 0.7
E2 1.5 16.9 4,43 2.5%
3.0 16.5 3.16 1.7
4,5 18.8 2.92 1.8
5.0 19.5 1.7% 1.0
E3 1.5 14.0 5.76 3.0
3.0 17.2 3.07 1.5
4.5 19.2 1.70 0.9
6.0 20.2 0.95 0.3
4 1 10.7 4.24 2.2
2 12.7 2.9 1.8
3 14.2 1.80 t.1
4 14.9 0.86 0.5
ES 1 18.2 5.70 3.3
2 21.2 3.42 2.3
3 22.5 1.82 1.2
4 24.0 0.68 0.5
BB 1 14.9 8.15 4.8
2 17.2 2,25 1.3
3 18.7 2.47 1.7
4 20.2 0.76 0.8
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TABLE B-18, EXAMPLIE CALCULATION FOR RUN Al4--UNPAVED AND PAVED ROADS .. .--ir.

‘Result

Dl

Plot filter exposure versus sampler height.

Graphically integrate to determine the area under
the vertical exposure profile.

Divide B by the number.of vehicle passes to
arrive at the integrated filter exposure.

Multiply C by the ratio of the percent <30 pm
(60%) over the weighted average percent
suspended (42%) to obtain the emission factor
for particles smaller than 30 um.

Correct D to isokinetic conditions following the
procedure given in Appendix A.

240 1b/mile

16 1b/vehicle mile

23 1b/vehicle mile

27 1b/vehicle mile
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5.0 Traffic on Paved Roads

Table B-19 gives information on the time of each paved road run and
the prevailing meteorological conditions at the site. Alsc given for - Y
each run is the number of vehicle passes.

Table B-20 lists the individual point values of exposure (net mass per
sampling intake area) within the fugitive dust plume as measured by
the exposure profiling equipment. Also given for each high-volume
gsampling head is the exposure measurement consisting of particulate
collected by the filter following the settling chamber.

Table B-21 gives for each run the integrated exposure value and
compares particulate concentrations measured by the upwind hi-vol
and by three types of downwind samplers (exposure profiling head,
standard hi-vol, and high volume cascade impactor) located in
close proximity, near the center of the plume.

Table B-22 summarizes the particle silzing data for the six paved road
tests. Particle size is expressed as Stokes (equivalent-sphere) digm-
eter based on actual density of silt-size particles. 1In addition to

data from the cascade impactor measurements, Table B-22 also gives for

"each run the average percent of the exposure measurement consisting of

filter catch weighted by the exposure value measured by each sampling
nead, : :

Table B-23 presents the emission factors corrected to représent particles
smaller than 30 pm in diameter. Also indicated {n Table B-23 are
material properties and wind conditions which constitute correction

- factors to the emission factors.

Table B-18 in the previous section presents an example emission factor

.calculation. The calculation is based on data for Run Al4.

"

PN
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TABLE B-20,

PLUME SAMPLING DATA~-PAVED ROADS

Sampling Sampling Total Filter
height rate exposure exposure
Run (m) (cfm) (mg/cm?) (mg/cm?)
E7 1 11.2 +33 $22
2 12.7 «28 +15
3 14.2 »45 «24
4 14.9 «38 «20
E8 1 11.8 67 »30
3 14.9 «63 «41
4 15.2 +76 «37
B-26
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TABLE B-22. PARTICLE SIZING DATA SUMMARY--PAVED ROAD
(Densgity = 3 g/cn3)

Cascade Impactor . Profiler
Mass Weighted av-
median _ erage 7, cap-
diameter Percent Percent / tured on the
Run (Um) < 30pm <5pm  Ratio? filter
E7 5 91 _ 30 0.55 36
: E8 9 75 37 0.49 52
|
E9 7 0.48 43

85 41

al Percent <5 pm + percent < 30 pm.
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6.0 Conveyor Transfer Station

Table B-24 gives information on the time of each conveyor tramsfer
run and the prevailing meteorological conditions at the site, Also S
given for each run is the quantity of sinter material transfered. 4

Table B-25 lists the individual point values of exposure (net mass per
sampling intake area) within the fugitive dust plume as measured by »
the exposure profiling equipment.. —— --— .

© Table B-26 gives for each run the integrated exposure value “and compares:

particulate concentrations measured by the upwind hi-vol and by two
types of downwind samplers (exposure profiling head and high-volume cas-
cade impactor) located in close proximity, near the center of the plume.

Table B-27 summarizes the particle sizing data for .the six conveyor
transfer tests. Particle size is expressed as Stokes (equivalent-
sphere) diameter based on actual density of silt-size particles. In
addition to datas from the cascade impactor measurements, Table B-27
also gives for each run . the average percent of the epraure measure -

‘ment consisting of filter catch weighted by the exposure value mea-

sured by each sampling head.

Table B-28 presents the emission factors corrected to represent
particles smaller than 30 um in diametar. Alen indicatad 1n Takla
B-28 are material properties and wind conditfons which comstitute
correction factors to the emisesion factors.

Table B-29 presents an exampié emigsion factor calculatien. The
calculation is based on data for Run El0.

-8

3
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TABLE B-25. PLUME SAMPLING DATA-=-CONVEYOR TRANSFER

Sampling Sampling Total
Probe height rate exposure
Run unit no. (m) (cfm) (mg/cm?)
E10 5 2.2 «65 16.8
4 1.6 +65 17.2
1 l.6 «65 39:5
2 1.6 «65 51.0
3 1.1 +65 32.2
Ell 2 2.2 +65 "45.6
3 l.6 «65 26.8
5 1.6 65 31.2
1 1.6 +65 57.1
4 1.1 «65 30.4
El2 4 242 «65 16.1 -
3 1e6  «65 31.2
5 1.6 .65 20,3
1 l.6 +65 14.6
2 1.1

«65

18.6
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TABLE B-27. PARTICLE SIZING DATA SUMMAR?-#CONVEYOR‘TRANSFER

(Density = 3.8 g/emd) | “ 4
: Sierra . : __Profiler -
Mass 7 Weighted av-
median . erage % cap- o
7_ diameter Percent Percent . tured on the o
Run (um) < 30 pm <5pm Rat;ioﬂl filter
ELO 19 61 20 0.33 72
ELl 31 49 19 0.39 65
El2 21 57 23 0.40 59

al Percent < 5 pm.; percent <30 pm.

e
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- TABLE B-29. EXAMPLE CALCUILATION FOR RUN E10--CONVEYOR TRANSFER

Result

A, Plot filter exposure versus sampler ioéétion. -
B. Graphically integrate to determine the area under

the exposure surface. 3.11b
. ©Divide B by the quantity of material transferred to

arrive at the integrated filter exposure. 0.043 1lb/ton
D. Multiply C by ‘the ratio of the percent <30 pa (61%)

over the weighted average percent suspended (72%)

to obtain the emission factor for particles S

smaller than 30 pm. _ 0.036 1b/ton
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APPENDIX C

STABILIZATION CHEMICALS FOR OPEN DUST SOURCES

The followlng table lists wvarious dust suppression chemicals and their
resultant control efficiencies. These chemicals were placed on mock

coal storage piles placed in a wind tumnel simulating an average wind
velocity of 10 to 11 mphe The two dust suppression chemical applica-

tion schemes deemed most economical and efficient were Nos. 21 and 22°

in the following table.l/
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1.
2.

be
" :5a
6s

8e

9.
10.
11.
i2.
13.
14a

i ’ S ) 15,
16.

184
19
204
21.

224

e

i

Dust Suppression Chemical
(water plus as listed)

Dustrol ™A™ 1:5000
T=Det l:4
Ca0 1%
CaCly 2%
Cements 5% -
Goherex 1:15
AGoherex 1:8
Coherex l:4
Dowell Chemical Binder 1%
Dowell Chemical Binder 2%
Dowell Chemical Binder 3%
1% CaCly, in 1:5000 Dustrol "A'" -
1% Ca0 in 1:8 Coherex
1% Ga0 in 2% Dowell Chemical

Siuder
1% Ca0 in 3% Dowell Chemical
Binder '

Dried Whole Blood 5%
Dried Pork Plasma 5% -
Dried Pork Plasma 3%

1% CaClz in 3% Pork Plasma
Dri=Pro 5%

1% Ca0, 133000 T=-Det in 2%
Dowell Chemical Rinder

1% Ca0, 1% CaCl,, 1:4000
Dustrol YAY 4+ 2% Dowell
Chemical Binder

Control Efficiency (%)

-7 -8

© 76

248
33.8

2648

2245

15,5

97 .2
7044
97.2
97.2
1545
31

95.1

8147

27.1
79
96
a2

98.6

98.6

-~

1)
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