PARCOM RECOMMENDATION 91/2

OF 20 JUNE 1991

ON THE DEFINITION OF BEST AVAILABLE TECHNOLOGY

IN THE PRIMARY IRON AND STEEL INDUSTRY

I
Non-specific emissions

1.
Dust emissions from handling, conveying etc., should be enclosed, extracted and treated by fabric filters. Where this is not possible due to dust characteristics such as stickiness, electroprecipitation can be applied. Scrubbing should be avoided whenever possible.

2.
Fugitive emissions such as wind blown dust from roadways and heaps should be treated by damping, use of crust-formers and road paving/cleaning.

3.
Waste water from rinsing and gas treatment, mainly containing suspended solids and therefore heavy metals, should preferably not be produced. This can be achieved by using dry premises/equipment cleaning methods and by avoiding any scrubbing. If dry methods are not possible, water should be recirculated and should at least be subject to sedimentation.

4.
Solid wastes such as filter dusts and sludges should be recycled in the processes as much as possible (e.g. in sinter plants). Use for other purposes such as construction is for example an option for slag. Wastes should be stored in a manner avoiding environmental hazards.

II
Sinter plants

5.
Sinter plant flue gas should preferably be subjected to dry methods of dust arrestment. If feasible, fabric filters should generally be used.

6.
If sulphur dioxide is removed from the flue gas, dry methods are preferred.

7.
In addition to the minimization or avoidance of waste water as described for non-specific emissions, sulphide precipitation and activated carbon filtration are recommended as treatment techniques.

III
Pellet Plants

8.
Dust emissions from grinding should be collected and be treated, if applicable, by fabric filters but at least by electroprecipitation, or equally effective methods.

9.
Gases from drying, cooling and pelletizing should be dedusted by fabric filters, or equally effective methods. For the removal of sulphur dioxide, nitrogen oxides and fluorides, dry methods are preferred.

IV
Coke plants

10.
Dust emissions during charging should be combated by keeping all gases in the oven or in a coke oven gas system. Extraction and subsequent fabric filtration or equally effective methods.

11.
During coking, "good housekeeping" should be applied in order to prevent clouds of dust.

12.
During pushing, dust should be combatted by enclosure and extraction including full coke side arrestment. Cokes should not be pushed before being fully carbonised.

13.
Dry quenching is preferred. If wet quenching is applied, grit arresters should be present in the quench tower. If dry quenching methods are applied, dust sources should be enclosed and extracted (as described under item 1).

14.
Waste water arising from coke oven gas condensation should be subject to:


a.
ammoniacal removal by high pH steam stripping and aerobic biological treatment, including nitrification and denitrification stages;


b.
polycyclic aromatic hydrocarbon removal by eg., filtration;


c.
chemical oxygen demand/phenol removal/cyanide removal.

V
Blast furnaces

15.
During blast furnace charging a pressure equalisation system should be applied to reduce dust emissions from the sluice.

16.
Dust emissions during tapping (in the casthouse) should be extracted and treated in fabric filters or equally effective arrestment systems.

17.
If blast furnace gas is subject to scrubbing, the bleed discharge should be subjected to precipitation of metals followed by sand filtration or equally effective methods.

VI
Basic oxygen furnaces (BOF)

18.
BOF gas should be subjected to dust arrestment, at least by electroprecipitation.

19.
If BOF gas is subject to scrubbing, the bleed discharge should be subjected to sand filtration.

20.
Dust emissions from charging and tapping operations should be extracted and treated in fabric filters or equally effective arrestment systems.




