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Summary

The environmental issues have become evident on a worldwide scale in tandem with
the economic globalization and increasing populations. In particular, the increases in
industrial wastes, both in terms of amounts and varieties, resulting from economic
activities have become an equally important issue worldwide and, therefore, each
country’s administration is required to take appropriate actions and to foster proper
processing technology and sound environmental industries. As depicted in the IMF
Report, this tendency is particularly pronounced among Asian countries which are
becoming an economic bloc even greater than the NAFTA or the EU: The economic
scale there reached $15 trillion in 2009 and, further, to $24.4 trillion in 2015. As a
consequence, measures are required to be taken at an early stage. Among such
movements, the Malaysian Government has worked out its target of “raising the rate of
waste recycling to 22%” in its WAWASAN 2020, a medium-term project in which the
country aims at becoming one of the advanced nations by 2020, and has begun
implementing concrete environmental measures. In The Third Outline Perspective
Plan (2001-2010) which was established in 2001, the Malaysian Government hammered
out its principle of “promoting utilization of the zero-emission technology to reduce
energy consumption and to increase re-use and recycling of wastes.” In the tenth
Malaysian Project (2011-2015) also, it is clearly stated as one of the strategies to
“manage continuously the unrecyclable resources and introduce the green technology
into the production and processing.” And yet, as far as the report by the Department of
Environment of the Malaysian Ministry of Natural Resources and Environment is
concerned, more than 90% of the wastes generated there are simply disposed of by
incineration or landfill even now; the abovementioned principle does not seem to be in
progress.

Against such backdrop, in the “Project of Recycling Wastes into Resources in
Malaysia” (which will hereafter be referred to as “the Project”), it is intended that we
will produce the alternate raw materials (hereafter referred to as “ARM”) containing
principal ingredient of SiO2and Al20s for cement plants, applying our unique blending
technology to the solid wastes generated in manufacturing plants, based on the idea of
the “green” strategy which the Malaysian Government is promoting. More specifically,
it is projected that, among the Scheduled Wastes (hereafter referred to as “SW”) in
Malaysia, sludge, cinders, soot particles, waste catalysts, etc. will be used as materials
for making ARM. In the Project, SW will be converted into useful materials for



cement plants by eliminating such uncertain factors as those pertaining to ingredients,
properties, amounts generated, timing of generation, etc., which are characteristic to
wastes, through properly blending them and making them homogeneous to stabilize
their supply. In this process, we will apply the analytical data of wastes and the
information management knowhow built up through the analysis of more than 10,000
kinds of wastes gained in the 38 years of recycling business. In such a recycling
process, no fire, no water and no chemicals are used. It is a 100% perfect recycling
system without generating secondary wastes. As the result, its environmental burden,
which may be caused by atmospheric pollution, water contamination or CO2 emission,
is extremely limited. Furthermore, it is also targeted that the Project will, in addition
to the promotion of the “3 Rs,” heighten the transparency of the waste management,
reduce the illegal dumping or improper processing, which have recently increased, and
contribute to the lessening of the risk of environmental pollution to be caused by these.
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T D 71— AR N ABEIN > T B CRERMBENBEEL L TV D, F1IThH
PREFFTEENCLE D BESEBETEM DR A B ORI & ZAALIZFRRICHE R B 3 L 7> TRV &
FETB O Y] 72 %It & i 1 72 BRSO 2 /e BRI FEE D B AR D SN TN D &, Z O
BE. IMF OO Y | 2009 4E(Z 15 JK R/VICEE L7727 V7R3 2015 4F1213 244 JE R
JZEE L, NAFTA X EU B2 2 FEICR A9 E L TWA T UTIZEB W THRIZEETH
D, BHOXMENRRKD LN TND, ZOHFTH, ~ b — T BUFIX 2020 4% TIZEEE A
DI D LAEHELEHPHEECTH S TWAWASAN2020) OHFC, (BEFEMO U WA 7 LR
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FEIZHIE 7= “The Third Outline Perspective Plan (2001-2010)” Tif, ¥e - vy g v
B ORI 21 L, = L F —1HE OHIECREIEY BRI 3 X O §H 23T B S 4.
5510 kv L— U 7 EHE (2011-2015) (2B TIE, TAAERTREZR IR OFHGE~ 1 O A v
R 7Y = EAROAERE - N T TRA~OEA B DO —> & LTHREN TN D, Ll
< L— U T RIRETRBR B - R RN E LIS 2 DR Y Tk, AT 2 HEEWD 90%
LU EAMKIR, HUGERD - HNTALBR SN CE 0 | SR 0 BN BARBITHEA THO 2 WO 3B
DEETH D, REBIT, 1AL 27 TR EEBRPE LM/ R FEEEED (NLFEE
PEERERA) ) & LT, BT v a— N, XFulazgire L—3 7 BRI O s T
B SN D IHIRRCR 2 B D ETEBEFEM & E ke L& A v b TG m R ROk 4 fis -
%, BEHEYHEFCRIERT O @ d S ifiir 7 o = INE T 5, KEEZE L CREED
3R ZHEHET 2 L RIREIZ, ~ L — T EIZI T 5 FEFEY O R EALERIZ X 2 B AR
HEkT 2.

HHIZ B TiE, O EFETEY (Scheduled Waste : LAF SW L 5E9,) DHELLS (Off-site
Treatment) FFA/ZHfS L CWABRET~ L —V T HET—H, R T T 7 T—4D
HTHY, FZONBEERNGETHDH Z &, @O0ff-site Recovery (U A 7 /LTI
TIRBEIEW) & ik ORISR T D T L SRR OFF Al AR T DB L B X T
TV D S DD ZIRBEFEY O IIRANE EITAT DIV TV RN 7R &2 OFBAMEIZ A A LT
5T L @QTRBEFYZM L2V &R b F IS T 2 Y RPN, <
L— 7 ERRETRER A BRBER)  (Ministry of Natural Resources and Environment, Department
of Environment : LT DOE L589,) 2O OFFAIBUFICRHZZ L TW\WDH Z & @i
FXIED BREET A A2 | (Environmental Impact Assessment : LA T EIA E529,) (RO
R AL TV 2 &, @R LB 25 17 ANEEHER ST 2 btk e DOE L DT
WORDHNTWD Z & O HFEEOLFELLE TR DITH T & IR oK %
P52 L% L OMENMAET D, 2O L 9 IR ABEE 2, REBITEERFEEY ([E
B) oAy MEETH T OB 2SS 2 2 & T, BEYO RMBELZXY | ~
L— 7 EIC BT 2 BEEEW A IEALERIC K 5 BREEAMIRE & FBR A S TERICH 5T 5
DEZEZTND, FRbllAFEOFEMMEX 2 =7,
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2. BHEBRFEEDRE

YT T UM T UINEE T~ L= T BN O BE T B PR S5 1508k
ZRRDEIFEEY & EJEE S L, ' A v b Tmd ORI E 2 4 2 FEICoW T, E
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THHE—H (2017 F77E) « BEH., Bk, IRELS2 WHBEA
TIHE M (2020 4EFIE) © AR, R RRREE A

THH =W (2023 FTiE) : maKZANTA . W=z AT A 8N

[ K0 Bxh5 BE SEM
BRERILEZE D T 53 E T 2 5 EFEIEY (Scheduled Waste : DL, SW £t d, ) D9 b,
FRIZVBTE, BRA k. 12V T A, BEIMESE O FEEFEEY 2 xt5bh & T 5,

[FF T 5200 SW = — K]

SW104 (Dust, Slag, and Ash) [# % k. 2T 7| KOYK]
SW110 (Glass Cullet) [#'F %< %]

SW202 (Waste Catalyst) [JFEfiiit]

SW203 (Stabilized Sludge) [[E1k7512]



SW204 (Water Treatment Sludge) [#E/KZLEE5 1]

SW207 (Fluoride Sludge) [~ v 751E]

SW310 (Tank Sludge) [# > 7 2 F v ]

SW311 (Qil Sludge) [&ihi5IE]

SW316 (Acid Sludge) [/KkE&{ti5IE]

SW319 (Phenol Contaminated Sludge) [ 7 = / —/Li5iE]
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#31(1) PeHFEEERAED X b

No . |%iE ZUSWI-I | |RERA FEB(L/R) |- (P IEE |-
1 BEEEakm 204 FZIRETE 2 =l
2 BEEEEkm 204 >3v IS b 1 =l
3 BT 204 HEKABE e 1 |
4 BT 207 JwERER 0.6 B
5 BT 427 {ERFEHIRE) D5 — 3 B
6 BT 427 HREEfE 1 (=l
7 BFEG@ 427 Ev NERIER 1 =l
8 BFEIm 427 HOKAESE 1 =l
9 L>X 204 HOKAETSTE 5 =l
10 EHEEHR R 316 FREESR 5 =l
11 EHEEHNAR R 316 HEKARE e 2 =l
12 BB SRR 316 RA> N5 2 =l
13 BT 204 KBS e 2 B
14 BENEEERm 104 FAZROX B4 i3
15 BENEERm 104 FAZROX B i
16 EEIES 204 UIHIDOEREE () 2S5 1 =l
17 BFEE@ 204 A NEE 5 =l
18 BFE@ 204 A NEE 5 =l
19 BEEEakm 204 TKBEEIER 10 =l
20 BEEERLE 204 EEKELETE 8 =l
21 BEEERE 204 EREEE 8 =l
22 BEEERE 427 U EEETE 2 B
23 FHREEKE 204 SUNASYD 100 Fiid
24 FHREEHR R 204 HEKIESTE 3 B
25 HERE 104 ROX B i
26 HERRE 204 5iE B i3
27 HERRE 316 JvEg5iR B i3
28 BEEEakm 204 TKBALFREEIS R 11 =l
29 BEEEakm 204 HOKAMRSTE 1 =l
30 EHREEHER R 104 BAETILEZOL (TSR K) 0.016 =l
31 EHEE AR R 204 - A > At 0.004 =l
32 (BB SRR 104 JEES R 40 =l
33 EHREEHaRE 104 J7A)—=<7F 40 B
34 SEIEST 204 7IL=E 20 i
35 SIS 104 BERIIR 0.03 ##
36 BEEEakm 204 RA> RTINS D5 2 i3
37 BFEIm 204 HOKAESE 1 =l
38 EBFEm 104 TSABKY 1 i3




39 |EFHS 104 A SR 03 B
0 |BTHS 204 AR (T4 IL5—TLR) 25 B
41 BT 204 HEKIEEE (Auto Separator) 25 B
42 |mEms 204 KEESSTE 3 A
43 |mmms 204 HEKABISTE 1 A
44 REMET 104 Fe ROX 100 B
45 KENER 104 Al ROX 3 B
46 IREENER 104 BN R~ 250 B
47 |zt 104 >3y hISARIZ 250 =
48 |TFRILF—E 207 JVEEE 120 =
49 |mEmms 204 NiZSwS 10 B
50 |EmEEE 207 JwEEE 5 B
51 |EmEEE 427 U BB 20 B
52 |dwpkEs 204 SEMESE 70 "
53 sk 204 HEkaESSE 30 "
54 |BTEHS 104 Fe 92 ~ 0.012 A
55 |ETEmS 204 AlBIE 60 =
56 |ETHmS 204 HEESE 8 5
57 |e@mEne 204 SEKELBE 0.2 =
58 |m@mpsE 204 PSR 10 B
59 |BTHS 204 AlSBIE 100 B
60 |BTHS 204 BHETE 20 B
61  |mEnERmE 204 HEKABISTE 10 B
62 |mmiEpmE 204 HEKAIBITE 3 A
63 |GmEmE 427 U BE5TE 2 m
64 | —pEHEmE 204 HOKUETS T 100 "
65  |{tRmE 204 HEKSUES T 2 "
66  |fbzRgiE RSt oVzh 30 =
67 | —monmE 406 BEENER 14 =
68  |—mEwEEes 204 ASMBIE 25 B
69 | MR @I E 2500 A
70 |—mwmE 204 RS 70 =
71 |—mEE 204 RSN 30 A
72 |—mwEE 325 BL>> 30 A
73 |—mpeEn @R SAAER 200 =
74 |BTES 204 NI 10 a
75 |BTES 207 Fi5iE 50 a
76 |ETHR 204 SUNER 3 B
77 |emEne EAI BIEHZRT 140 A
78 |EmEnS @Rt SEFR—MAZALT 160 A
79 |mugmmE 406 SAARZRAS IR 300 B
80 |T z=ruromE 202 U DRBEAR 30 A
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81 I>SZF7YSIRE 202 30 5
82 SERRE 204 EEFBEE (FLR#E) 4 5
83  |diEABGE 204 EE5R 4 =
84 EEE=T 421 WESE < 5
85  |H@EpE 406 BEEIX 20 5
86 B#)EE 416 RA > NEiE e 5
87 ERRIESE B HEKAUBTEE 100 5
88 |mppaE 204 KBRS 30 A
89 TIR)LF—EE 204 > U5 20 5
90 FEREBGR 204 TREESIE 4 5
91  [dspkEs 204 RESTE 17 5
92 |HmpER 207 T ST 0 -
93 SEREB SR 204 SRAVEIE 90 5
94 BRmEE RS REEDILS DL 900 5
95 |BpmmE 204 J\A A5 90 "
96 |THEREE 321 TLETe (8zkEaD) 80 5
97 TEEE 321 JLIBER (321%%) AER 5
98 THRILF—BE 204 HoKUIBZ S v > 100 =
99 —REHERS 204 INAARS Y (F21EAD) 25 5
100 | —HHEERA 204 TEHIWRS Y 20 5
R E— 104 BEE/FSOLBE (SUNTIL) |5 m
102 |EFEb@m 204 Ni J5ie 5 =
103 |BFH8 204 BRRESIE 60 i
104 |{bFE5E 202 AR 150 5
105 |BAmEsE 204 HEKILIETESE 10 5
106 |BRimEE 202 FAMEZ S v = 10 p-
107  |EHRmBESHE 204 AN 60 5
108 |BRmEE ERSh ;= 200 5
109 |fb¥esE 204 PR Sy S 12 -
110 [{E¥E&E 204 KEETIVZRS YD 30 5
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ZRET 2 RRER, HAA D IR | RFEHEITIT 5 A& HIRVEL & BRA IR LTV D, KRR
(ZBUH TS L2 OV o TR ZHT ARM B D T I =2 L— g U EIT o T
BEIicE A v b S CZ NICRIBEN R WRER & o7z, —H L B, v L —
2T RIRETREEBEA (Ministry of Natural Rescores and the Environment) B25% /7 (Department of
Environment : LLN, DOE E5Ed,) MHLERY, BV MM, AV MR L O
%1 U C”’Guideline on Environmentally Sound Co-Processing of Scheduled Wastes in Cement
Industry in Malaysia” (I~ L —>7 D& A > MNEEIZBIT A IEEREDHAICET T4 R
TA ) ERTITRE L, £ A 2T OZ A FRER FEREM D Rl 5y ik (Waste Acceptance
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Criteria : LL'F, WAC) ZHIRE STz, BUEIX, HA K74 D WACIZIh-> T, KAV
F & OZ A BEEZ ED TWD ARESE CES LToEEDY IV LRSS I 2
L—2a U OfER, ML TWAETOE AL Mt TOZAITWREL ORIZEEZE TV,
N, ZABEICONTH, AFETTEL TV HREREDZ ANCHO W T HRIERWE, [
BafTRy, BH—Hot A v Mt L IT BRI RZIOSME D 21T T D, REFEE
THEES 2 ARM (I~ L— 37 OFREREWICEE 4 2 BRI (1989 4EH]E, 2005 2k
i) T SW421 (A mixture of scheduled wastes.) (23S bH72H, A2 F&4HIZ ARM
ZZ T AN DBRIZIE DOE 725 EIA & SWA21 DFEFEMZ N T A £ A BGT 5 LENH
%o THHIZOWTH, BEIC—HoE A A EEEEIZMIT T DOE & Dz oD
TWa,
#3.1.2) B A MttOBEFEYMZ ALK

No. Parameter Specifications (in dry basis)
1 SiO2 (%)
2 Fe,O, (%)
Total of 2 major oxides should be >30%
0,
3 Alz0s3 (%) No specification in AF
4 CaO (%)
5 Cl (ppm) Maximum 2%. Waste with total halogenated organic
with > 1%
Must be only used at the main burner
6 Moisture content (%) <70 %
7 Pb (mg/kg)
8 Cr (mg/kg)
9 As (mg/kg)
10 Sn (mg/kg)
11 Se (mg/kg)
Total heavy metals:
12 Ni (mg/kg) < 100,000 ppm  in ARM
13 Te (mg/kg) <10,000 ppm in AF
14 Co (mg/kg)
15 V (mg/kg)
16 Sb (mg/kg)
17 Mn (mg/kg)
18 Zn (mg/kg) < 30,000 ppm in total input: ARM

12



19 Cu (mg/kg) < 30,000 ppm in total input: ARM
24 Hg (mg/kg) <10 ppm

Total volatil I:
25 Tl (mg/kg) ) otal volatile meta

< 100 ppm

26 Cd (mg/kg) -
27 Total organic content < 1% if ARM fed in cold part of the process
28 Calorific heating value < 500 kcal/kg (in dry basis) in AF

(B :DOE&® A b HA KT A v X0 1ERR)

MEMBERS LOCATION

@NSCI/ 4:16 4:20 Click here to view all locations

QPHS / £:3.0

®APMSB / 9:0.19 +:0.21

®BAPMC / 7:32 t:42

@HmSB/ t:1.2

@teB /
9:23 £:23

I

@cMs / £:0.75

®SCSSB / 12:05

31.(1)) ~wbv—3TOkERA vy
BB~ =Tt A2 MEE HP L9 1ER)

#3103 ~L—yTOBAVNEER

By BhEM/E JIL—J&5
JIL—T% RL gUsh [EAVE  |BEER No. |DUvH [AVE

Tasek Corporation Berhad | Tasek Corporation Berhad (TCB) 23 2.3|TCB ©) 23 23
Pahang Cement Sdn Bhd (PCSB) - 1.2|PCSB @
Perak-Hanjoong Simen Sdn Bhd (PHS) - 3|PHS ©)]

YTL Cement Group - 1.2
Slag Cement Sdn Bhd (SLCSB) - 05[SLCSB | @
Slag Cement (Southern) Sdn Bhd (SCSSB) - 0.5[SCSSB ®

Faloors Portland Malaysiz | . 1org Portiand Malaysia Sdn Bhd (APMSB) o19|  o21apmse | ® 019 021

_Cement Industries (Sabah) Sdn Bhd (CIS) - 1.2|CIS @ - 12
Cement Industries of Malaysia Berhad (CIMA) B -|CIMA - - -

CIMA Group of Companies [Negeri Sembilan Cement Industries Sdn Bhd 1.6 2|NSCI 16 2
Negeri Sembilan Cement Industries Sdn Bhd (Bahau Plant) 1.3 1.43|NSCI ©)] '
CMS Cement Sdn Bhd (CMS) - 1.75|CMS

CMS Group - 1.75
CMS Clinker Sdn Bhd (CMSK) 0.6 -|CMSK (@)

Holcim (Malaysia) Sdn Bhd|Holcim (Malaysia) Sdn Bhd (HMSB) - 1.2|HMSB @ - 1.2
Associated Pan Malaysia Cement Sdn Bhd (APMC) 49 6.8|APMC ®

;fr:f: (';le:a" Cement Lafarge Cement Sdn Bhd (LCSB) 33 54|LCSB 49 6.8
Southern Cement Industries Sdn Bhd (SCI) - 0.8|SCI ®

B ~L—TH AV MHEHP XV 1B

13



#31.(3) ~L—ITOkvAL FTHEHK

_ EXISTING CEMENT FACTORIES IHM

NUMBER OF CEMENT FACTORIES
BASED ONTHEIR PRODUCTS

Sarawak = 1 =
Negeri Sembilan o 1 1
Pahang o 1 1
Kedah o 1 1
Perlis o 1 1
Sabah 1 o 1

TOTAL 18

(B : DOE #iit7—#)

H31(1) ~L—TDvALNTHRE

il
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@ BiA OB A

U FEOENMEEZRIRT 2720 Bia it O FE e~ —7 v MERO A 2kt L
T LT, AEFIEIE, BT FEEEN O OB Z I L BRSO OB X HY
WCEDHDTHD, KAFEUAOFEFEIEIZIE Thb Preference #1:. World Wide #1:. Shan Poornam
Metals f1:, Texcycle £, Southern Strength ft:. 5E Resources -, Positive Chemical 72 & Ti»
FTAVHIEAEFR, EURRBEFM DO U YA 7 L %24T->TE Y Akl KA f &t LT 10~50%
FREEZZ2AM 70 AL 2 B E L TN D, FEBRIZEA LT RARRBEREM A ] O A0 B T 2 BEIR D
JVERRETIX, 3,000 hi/H (8 WEfEIERE) Tho7omd, AL TWDEEITA 200 #2025
500 b /ARETHoTm, T O TITFEMCREA A A MMM BVL I THAE, Bt aqT
S TW5, HEHFEEN SR LZEEEM D 70~80%% U A 7L L TR, EY D 20~
30% (FRESF) 13 KA FRIZ TNy LTV 5, ZOM, A M KFO Lafarge t1, Tasek
FLICEHEREEN A LRt L CVW DR FER LAET 208, 2h 6 b B HIX KAt L 0 %
i Cdr o7z, 2015 4 2 HIZ KA ft & Y% EBUFR O S 28050 T2 7 b D0, BIfE
t SW OME—DBER, NS THY | A% I EHERL TS BERH D, —H,
DOE & L CHHEkp BN, HATGEALEE) & &R b 2 e, SR 2 HF 3T s
HENRTWD T, TSI ENSBBICmN-> TWD b s, X, BEIEY OERS
ot & B TH AR L2 I Lo, Yk FETIIEE < O H RBENFHEITE 21T 5~
YR AR VN O TEMIED S b EFEY ZEINT 5 Z L amaf LTk kT =
— /LM TREET LT 2 FRE TR T8 & CTORET 400 knPL BIZ KRS, Ko T, BEFEYOISE
E A EB T D 72OIIT 26 OFEEN AR/ E A S L T 5 Z L DNMEAR AR Th
Do —H. v b= 7 TREEMONEERZ1T 5 EESHIIZEAFET 2 00, INEFTHE
RAGT Y THRRONTNDEAR AT D FT v 70238 LNRNEENRL N0,
A %ITRIEBERE S FTRE T, BT b7 v 7 % < FFolEe St & Woou, mEE IR 2 1%
TTHLIENEETHD,

F3.1.(4) SW T4 & RLESH

No. Lisence Company

1) |Incinerator facilities for scheduled waste 30
2) |Off site storage facilities for scheduled waste 44
3) |Off-site treatment facilities for scheduled waste 6

4) |On-site treatment facilities for scheduled waste

5) |Secured landfill for scheduled waste 5
6) |Licensed transporters for scheduled waste 332
7) |Licensed off-site recovery facilities for scheduled waste 1000

15



F BERRMLENS

Kualiti Alam Sdn. Bhd. |&. Y L— 7 BICBWTA 7 H A FOIEERERIME Y —E X ZREL
TWREESH T  AHOERNERB /24— XTIV ESUMDTFy MF+RICHY
T BENERD OB OVTIL BB P EREE ILLH  TREHN B LU NER S

TELETY,
BERWI -7 BERMOER
A 53y |
WSV BERA IV EEESA T BRI,
B NaTFVBEEU/ERBRER > 1%%36 LS REN
FLAY, PVCEEH, # OOk IV L EF. PCBE GGV T —B LU S VAL,
NOTFYBELU/EIRR<1%E3CHERND
C TEFATIVA—IVEB T2/ =0 28/ =) AL FLEAFILUBE KV TCRY
HIFTHEC, SO%LUFOKSE18MIKgL T DA D — 5 SHRERA.
H NOFVELU/ERIRBER<1%%SCHRL RN
BER. ST IR BR. T/~ IV DRIBA Vo ARl Y~ T TREVIE,
K KBESLHERN
KERAT. CODE, KBTI L,
T REERD
L B S URER., BERE L,
BRCERERND
X B 7IVH) REERET ML EREE SRARCRS Y. /O LS,
STV,
z Zofth
EMSRA, 5K CEALEER, TANZ MR, SRR S vV, A VYTV ER(MDI, TDI), Bt &,
B BEEhOENE
I(%Tﬁi' mw?m
Ko 7B LV TR Bk Ko7 B LR Bk
BRWIIV—7 SEVIIED) SV
RM ¥ RM ¥ RM ¥ RM
A 810 25,272 - - 630 19,656 -
B 3,150 98,280 3,600 112,320 - - -
C 1,350 42,120 - - - - - -
H/Z 1,890 58,968 2,790 87,048 1,800 56,160 2,700 84,240
T 3,150 98,280 3,600 112,320 - - - -

TENORM (B CREED' & SN BAR £ DOISHE W) R OB

Iy BB 1V DRRR
BEmI -7 159/ 1USLyREY | 1b2EY 1ALy REY
RM ¥ RM |
Z 4000 124,800 ZEiEL

16




#3.1.(5) KAWL A
A RO /(L F AN
800Uy ML@I Ly b2 2000 MLDKS LE
BEWS I —T TR/EHY /1ALy RFEY | 1S 1Ly EY
RM ¥ RM ¥
SOLERFSETVEEEREN 1,440 44928 1,620 50,544
YT EFSERWTILAVERRX 1,440 44,928 1,620 50,544
OLEEREEMX) 1,800 56,160 1,980 61,776
T BRI 1,800 56,160 1,980 61,776
ZHER BN (K 3,600 112,320 3,780 117,936
HEEREhORRLNE
Iy ED RN 1L OREER
BRI Iv—7 TR EY /LSy REY | 1REY ULy REY
RM ¥ RM ¥
| X/Z 810 25,272 765 23,868

SEEEREMERGEZ 200Uy FILFZAES ST 1 MoPPLEICESSHS U BRI

| RRN OB RIS TS
I(Wihw mmnfu
BEWSIV—7 1h28Y) /1Ly R EY 1h8Y /1Ly 3y
RM ¥ RM ¥
XY 495 15,444 450 14,040
LAy VREMDI LRS y V1B 0E
Aw@- :mmTF
BEWIIV—T 1% 1Ly b EY 1hEY /1Ly R EY
RM ¥ RM [ ¥
X 700 21,840 Zul
#1EmeE LA/ NES
N7 RBREn" Ny oHH RN
BREWIIV—7 (2) [h2E9 Lo bs| | RS IL—T (2)  [1hEY 1Ly hEy
RM ¥ RM B
BRENHREFSLE e
hrtromsenmy | 1200 | 46800 | | mREssUEOMRRL (900 | 28,080
(o RRRNER. BRD200) Y FVFSLESANE | MOPPEICESShIIREN
BT X 5%
1Ly F &Y (RM)
- . 1REORE 2REORE 1A=L R Y
®E 18/\Lyk | 8Ly RLE
RM y RM B RM ¥
114 2905y 5288 | 1,650 | 2644 825 66.10 | 2.062
248 973 T—Iv GEIRER) 5973 | 1.864 | 2987 932 7466 | 2329
274 759h 60.71 1,894 | 3036 947 7589 | 2,368
374 ®3»d-Iv 6561 | 2047 | 3280 | 1,023 | 8201 2,559
652 N> 7932 2475 39.66 1,237 99.14 3,093
722 Jak—lb 8225 | 2566 | 4113 | 1,283 | 10282 | 3208
760 TAYAYS 84.21 2,627 42.11 1,314 10526 | 3,284
1050 Y4 11359 | 3544 | 5679 | 1,772 | 14198 | 4430
1152 VAR 180.17 | 5621 90.09 | 2811 | 22522 | 7.027
1166 54 18115 | 5652 | 9058 | 2,826 | 22644 | 7.065
4 (91) 1) 14224 | 4438 | 7112 | 2219 | 17780 | 5547
1190 558 183.11 | 5713 | 9156 | 2857 | 22889 | 7,141
1240 AIVUR 18409 | 5744 | 9204 | 2872 | 23011 | 7.179
MMIRER RN : MGV L O->TUVET. IREORERREI/ (LY T 2 EOMER. 5
b 315 Z- 3 TAV PR SV Bl RiaHVEHA
BRI S Kualiti Alam Shd. Bhd. - www.kualitialam.com

(B~ L —3 7t A NEERZT)
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Wi

@ FFrEUGICEET oA

ARFEOERBUZH T2 > T, DOE REND OBEFEWLILT A £ ADORENRNETH D,
"Environmental Quality (Prescribed Premises) (Scheduled Wastes Treatment and Disposal Facilities)
Order, 1989"(1Z L % &, SW OHEARW A TX S h Fad 6 FEIC P EI N TV 5,

#£3.1.(6) SWDT A AR (Keihiak)
(1) | off-site storage facilities (47 ¥ MEE)
(2) | off-site treatment facilities (47 -1 KALER)
(3) | off-site recovery facilities (47 %+ KIE[IR)
(4) | scheduled waste incinerators  (SW BEAI4A)
(5) | land treatment facilities  (-3E4LFR)
(6) | secure landfills (22472 357)

AR DEY . ~ L—FEI2B T 5 (2)off-site treatment facilities DFF A%, KA (LD MEA
LTCWDR, ZOERNS HIETHNL, BEEAITH D, Bk, BUEZEO T B34 T 5 P
WDZL B2 O KAFIZ T ENTN S, LHIAEDREFY LM G, (3)off-site recovery
PRGSO SN D ZIRIRE OB & 5, 2D OFREIT KA #:TORES
BHAT N THD72D, FAH - BERICATRZEED b ADFH ST RNy, X, <
L= TITIE AR THREGLE ) (Y 2 BEECFF IMA R T, 5 LS W 70 BLE D3
R0 ZORNAFELED D ECHREERFEE TH Y ME S DOE & a4 FiT 72, DOE
7> 5 1% Preminally Site Assecment® (UL R, PAT &3507,) OfEH 4R S, 2014 4 12 AT
DOE & 7 v 2—/LiZxt LC PAT Z 42, PAT #2HIC Y7z > CidBliORE 2 L2 o b
iU CHEM L7z, #EHh, DOE &7 v 2 —/L, DOE REOMYHE L S T AE %
ke L, 2015 4 1 AIZIERUC PAT 3Bl &z, %), Off-site recovery & L < % Off-site
treatment OALEE T A & > A DEFSG & FIA AL TV A3, DOE AES, DOE & 7 > I—/ LD
WE LW T 5T, YakE T Offsite Storage (255415 & D RMICE-T-, T Dk,
Environment Impact Assessment (UL, EIA#ZH & FE7, ) % 2015 4 10 A IZ#&H L. DOE
10 & {aT B8 A g & B2 2015 4F 12 H 12 EIA $ KR8 & 7=, BIFE X, Environmental Management
Plan (LR, EMP #&H & 5877, ) O A ¥l L Tk v | 4 #%1% Off-site Storage, Transportation
DTA T ARFFITIANT T 2 D 5,

b http:/Awvww.ssic.com.my/Appendix_2 AS PAT 1 12 Form.pdf
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£31(7) BETOYxs NOFRA ALY 2—/L (JETRO VER)

& 4-6 BLEETOTITD bORF Va—IL(F) -

(i A)

No.

ARSI 1 2 3 4 5 B 7 [ ) 10 11 12 13 14 15 16 17 18

1 |@dtiesr

O, TR

3 @) i BER

b ARG {4 Ak #R

1l Em D g | er/o00 mrr

c) AR

MIDANG i

a) Bt L ARDE

b) mrEEmRAR

e ) Fhdi]_E O A T

06 i (e 3 B ) —

d) BRHRORA A BLEFE LIRO) Sl 5

©) M0 AHRR

15 o

D QS I ATERR R = amm-}oiﬂéwq’r;ﬂ:

DOEA®D HEF

| 96103 A4 ASPAT) - MoDOE >

IR AD B R

[T o —a

DOSHAM i

8) R OSARE R0 I8 A (JKJ 105) e

b) TRBHOEEF (JKJI107)

©) i 5= TPV T Ly — 5 DR DR (I - LIRS AT >

I & R DR

7 [ Tarevrasiesa

[y = Fo e,

Y

2

EMOFMADBIN

o 2 LMWSAf {2 A0 8

i e aaRA)

b) P EBS 1 222D RN (AL 1D A) TR

o) T 058 LT SRR (R B 5 o AR E LTS IR S 0@ BN E ) 2

G ABE DR

[mmisor pammmeyamin_

(HHRT) Dz FOPERR

4. IRHMERAT

- BEFLOEHLZBE

Ry FFRE R ORGS0 5 72 DOE AHS, DOE & 7 o = —/L | T Hi%& PiJ=) (Federal
Lands Commissioner : LL T, FLC) . (F £ H 754 (Kementerian Perumahan dan Kerajaan Tempatan :

LI, KPKT)
H#5 f 26, 27

GBI R— b= BREa VYT g v B #E AT o7z, X, 2015
H~ 7 v 51 C{Ti417- DOE F:H# D Special Waste Management and Sharing

Session of Success Story” D& X F—{Z& L, DOE, & A h&th, PEHFEEE L ORE%R

AT T2,

W, M HOE I T —ERHTERMBER L L TR 2,

H BF 201545 H 26 H(K)

+* I —4 | Special Waste Management and Sharing Session of Success Story

=3 A Formosa Resort and Hotel

HEE VA PN

ES - Direction and SW Management 2015 and Environment Quality Act (Scheduled

Waste) (22U T Ms. Norhazni Mat Sari (Director) X W 6£H 0 ,

- Special Waste Management {22\ C Mr. Rosli Zul KW BEH

- Success Story 1 - Co-processing (22T Lafarge Cement @ Mr. Pavel £ U %
KbV, FEEMFIMZ DT 2003 4212 4,000 k272 o 72 Bl &A% 2015 413
400,000 k& HIAATWSD, Ffo TWDH SW =2— % SW104, 204, 205,
206, 207, 313, 320, 51D % —7% > ~iX Contaminated Soil, 5% RBEFEY) |
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ERHIREINOME M EZ > TWD, BIENDL Y am— U A S 7
PEFEY) 6,000 b A% 10 4AEELE STV 7223, DOE DOEGE % 52 T %
FEht L7z, BAEORK I, FIA LBEEDOMEIT, 1,500 b ORKE
JROHIE, 100 k> D CO2 Ak, 4,000 k> OHSTFEFEMHITTH 5.

- Success Story 2 - Study on Green Brick {22\ T Tioxide @ Mr. Teryy £ ¥ 3§
#HY, UMP (v L— 77 F TR &R TR LHEAKLEHIE ) S
G-Brick % #ii&, Cement Brick & (X [RI%EDOE % KL, 541X UMP TOHEEGR
THETHMHL TN,

- Success Story 3 - Ceramic Production (Z->\ T White Horse @ Ms. Lim X ¥ %
Fb v, 2014 412 33,512  HEAE LI HKAEREGIED 33,362 kv & IEH L
THHO®Z I v 7 8% R Lz,

H I 2015 45 H 27 H(K)

+* I —4 | Special Waste Management and Sharing Session of Success Story

I A Formosa Resort and Hotel

s i PN

N » Environment Quality Act (Clean Air) (Z-2V T, Mr. Cik Nor Rashidah Ghazali
LVEREHY,
- Code Practice for Labelling of SW (Z-2V T, Ms. En. Nurmizhuari Abd Samad
FOEEXDHY,
Management of Contaminated Soil {Z->\ " C, Ms. ljan Khushaida & V 3£ & 1 ,
Contaminated Soil (SW408) D FLZ W T oM, SRS OHH, 5%t
A b tETOERBEG SN D,

H I 20154 11 A 6 H (%)

EilLiE DOE Af

2T | Putra Jaya

i DOE A#k, DOE &7 > 2—/ /LM, KPKT, BREi= W et @z 4ise

fh, B S— hF— 7T I &4t
HiY EIA Panel Meeting  (EIA $2H#Z ORI %)
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2015 4 6 AHAICIZE A v MEE A > MURREZ fLET 2 440, MR & OB U
BEERLERT, S L=k A v MUBEE 2D 28RO A v h &t Ed R, FEA~OF
fi & BURHEEE 21T > 7=,

A RF 201546 H 17 H(K)~18 H (K)

ks S (R AR 8 B DR e T
Z AL BRI G T

=
-
T ER B R T4
~

~
]
~
~
]
~

HH i 35 L—3 7R AL EH, TIEZW

H T A NPEEEICET DBEEYAIH O AR DOHHE
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THE41.2) 7 ¥WEBERERT A R

B 41.(3) FHEEPEMXTH 5 A LY
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F 2015 4 10 A 20 H (k)

FilEks TR H RSB A I L& T
RN O BEFEWE L L

)iy ~ L=V TREEYERSE T I

H Y A MERIZB T D BEFEWHIT O R M ObHE
A MREFBSEIORTE L A, Bk ST EIC OV T ORER

e |
FEHA14) 7 XHARESREIREERT & L

5. IHMEAFREERT—I a3y THEDORE

LHITFTEL TN~ L —y 7 TOHRMY—7 29 v 7%, DOE & DN O T
720, BRIIEHIC 22 o 723, KF¥EICKHT 5~ 1 — 7 DOE OEfiE# L) —J@ixkd 5 7=
W, BARREMAEEY X — (LUK, JESC) NEMT D [k 27 47 T 23 E1E B ok o e
PR ELRED T D OWHE | D BRRIZEDE, Hi7- I L 7= DOE ¥i/m&E & ® 3 4 DOE
MREA AR LY —7 v a vy 72 LT7-, 1 BB, 2 HBIZHARDOFEEDEH O
9 PR, AERIEMONE, VYA 7V ITEICOWTHATR, X, AV MR
W ETEZAARDEA Y N A 7 VOEMAIZONT bR ez AW, 3HE, 4 HH
FAETUNIZ BB LT, ALTUNTRIC K 2 BEEWATEL, =22 v CREOBB, 7 I Z LN
BREFEREFT RS, B AV MR RZEEFEM Lz, 5 HAIHET 07T LA0EDIEY 25
it 5L e b, HARDREYR, ~ L —3 7 ORES LV EEWITHICOWTORELHA
ATl AV =7 a7 @ LT~ L=y T O A b YA 7 Tk BB O
HLHRREE ORREELXL Z LN TEIFFICHFERRYV— 7 v a vy TRE L o7z,
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H i 2016 452 H 29 H(H)~3 A 4 H (%)

Biliibw TRt, RELO\EA T Y 2 —n 25

SN DOE3 4 (DOE A#fJsf. DOE & 7 > = — /LR, DOE #H:4'E)

B S— =24, 7TIXZ LD 34

H DOE ~D HZEFUiE DL & BRI

#51.(1) HBERAFYa—1

T2 =) WE e
2016428288 (H) | 15:50 MEE |vL—S 7L 05 i1
€15
JOSAAUIIF—2 3>
BADERNEIBEOHE
201 2H29 s - | |10z
016%2R298 () BE O lasoubronmi i
AACHIBEBNOEAS NUBAIIL e
EAS MRARIC L BHE
(T8
201643818 (4 %A e-Waste Y )L T15E% )11
RREEY U o)L TR
()
-
P TN TEFATTS
BR
201643828 (k) - (583%) FEru
k HAMTIZD A —
e (TiHE)
FEoHRkat IERERER
- (TiH8)
Al . .
FEPEE FEA> N5
201643838 () St
BR
% HEAEE)
FHET OIS 1MEDIED
201663848 (2) = BEIEE. DOEEDF 1 XNy 3> i1
20— 0
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FHE51(5) duUNzar oo

it gt o b g1t
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BHES5LT) 7 I ZWATUNIEERE PR IERT O T35 [

B 5.1.8) 7 ZMALIUNEEREIRRLERTIC T
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HH5.1.(9) FHESEPERTE THICT

e R

HH5.1.(10) FHBBPERTE THICT
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FE51.(11) WHERKE R O

6. SRIRAIAEMEDETHE

6.1 BXZEEM

RO FS T, 5 AELINICRERINAFRETH D5, SHROFEEIDORA > b L FE
X TRO5HTHD,

OILHERI DN DHHE 2 X - ORA
TARTH, AR LI PHEE 2 2 FOR/IMb 2Bl S— F - — L1 ) L THEED 5,

Qs A & Pl B L FE OB

FERLITAAR DT 223, BUELEHM THETE 2 DI >0 TUL, BB To
fEAZ BT, X, THBE%O A T F o ART 72— —E 2D NLENAZE 2 | 5T T
F, BRLFIZOWTE, B bEED 5,

QLI Dfik& % E

BEFEM IIHTIZ DN T H R THM T TE 2 L S ITOWEEROBEETT 9, X, WD %
AWV ARM EDIRG VR 2 L—r 3 Y EATV, BIMICRAET 2 BERTZ B L%, 2
PLOAMAS R E ZHED D

@Y E RO i
PEHFEE 2 b Y% RS £ TOEMRN T X DR EO®E £ LT EMR T A E W E
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RIEEOWH, Kz D,

Ok A hthE O
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6.2.(1) SW OFRAERT —% (FERIHER)
(B0 : DOE #titT—# &)

Wastes in Malays:a year 2013

1 | Special Waste Management 1,574,041.95 53.08
2 | On-Site Treatment £30.221.40 21.23
3 |Local Oft-site Recovery Facilities 566,506.51 1910
4 |Kualiti Alam Sdn Bhd 111,860.20 TV
5 | On-Site Storage 4174248 14
6 | Trienekens (Sarawak) Sdn Bhd 19,330.00 0.6
7 |Off-site Clinical Waste Incinerators 18,201.05 0.61
8 |Foreign Facilities { Export ) 3,708.07 0.13
TOTAL 2,965,611.65 100.00

6.2.(2) SW DOALEE—E (2013 4EhR)
(W : DOE #EtT—4% L V)
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1,500,000.00

12750519

1,500,000.00

1,400,000.00 1

1,000,00000 +

.....

sesscest

Metric Tonnes (MT)
:
8

iiizecao

3373342 3593000 3820308 3 30e07

000 A T T T 1
SscodWmk CoStc ool O Skt Alam Onstc Treeckems (|  Ofake Sccg
Maragomeon: Traalmesl  Sccowvery e 2hs Sorags  Sarswak) XeCimcal Wmis  Pacifcea!

*acites e oecssa et
Handling Faciity

6.2.(3) SW OALE L (2013 4AR)
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6.2.(4) SW OMLELTFE (2013 4ERR)
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QR ERE RO F 1]k

AV MOFEHE, AIRA, Kt v, BRERER AL, EA R
> (1,000kg) D i |2 L EE R JFURH T, d5388 K Z A KA 1,100kg, kL1 200kg, Z Of)sUEF 100
~200kg TH D, v L — T DAL MEPEREITAEM 2,000 5~ ARREROT, ZAHAET
Z RINEPR TG L= 8 IS B2 IR OM A &IX, AKAD 2,200 5 by g2 400 77
N, OMEED 200~400 1 o Th DH, AFEHIL, BETENORET HLESL N
DFEHEY) - BIPEY) ., . FFERAIZIT off-site recovery FHEE L &b kR % ARM,
AF & LTERT 2 Z & T, RAREHROMEHAEHIICTH G T2 Z ENAMRETH 5,

@Ay 55 D IEA AL,
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XA v b ORERFREE O TN W T EFEANC B L S 72 FESHESL STV R
WEEOBRR DG | BURE S C IR 7RI E IR T AR R BEE T X 7oz KRB IXA %
OFEEE L TH EFe & MEE, Mata17 9,

O BRI e~ D A7 -

~ L= T AR & W O BEERR <L RIEAD U YA 7 VSt TRAT 2 IE% OF%
BT T, KAFETHEN,, BEAEN TO TV D, YEFEEOFF NG cE L, F
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HERIL bR L 70D, - BIRIERMIEZE S, T COBFNIET 5 Z & Tht4e/e
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'WAWASAN2020| 128\ T, BEFMDO VU YA 7 VEE 22%F Th L2 BEE2 A
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INTRODUCTION

Management of scheduled wastes in Malaysia has been implemented based on
the cradle to grave principle. However, in line with the development of new
technology and current practice in the waste management hierarchy which
promote reuse or recycling or reutilization of waste, a transformation in the waste
management to another process-integrated technology, advocated as cradle to
cradle approach has emerged. This approach promotes the use of waste
whenever possible, as alternative raw material or alternative fuel to substitute the
raw material, without jeopardizing the quality of the same product. This will
subsequently eliminate the need for waste disposal to landfills.

Shifting attitudes and better understanding from all stakeholders with regards to
the importance of conserving the natural resource and pollution prevention to
protect the environment, this waste to wealth practice has shown an increasing
trend globally, as well as in Malaysia. Nowadays, industries in Malaysia have
shown their interest to choose the disposal of waste to landfills as the last option,
by sending the scheduled waste to recovery facilities to recover the valuable
components, as well as to be co-processed in cement industries as alternative
raw material and cement additives.

Co-processing is the use of scheduled waste as a raw material or as a source of
energy or both as an alternative to natural mineral resources and fossil fuel in
cement production.

Co-processing of wastes in properly controlled cement kilns provides energy and
materials recovery while cement is being produced, offering an environmentally
sound recovery option for many waste materials. Properly controlled co-
processing can provide a practical, cost-effective and environmentally preferred
option to landfill and incineration. In general, co-processing of waste in resource-
intensive processes can be an important element in a more sustainable system of
managing raw materials and energy.

Scheduled wastes to be used as alternative raw material or alternative fuel or
additives in cement industries have certain components or characteristics that
make them suitable for such purpose. Examples of scheduled waste which has
been approved by Department of Environment to be co-processed by cement
plant in Malaysia are as in Table 1:

Waste code under
First Schedule,
Environmental Quality Type of waste
(Scheduled Waste)
Regulations 2005

Purpose of co-
processing

Alternative raw material Used copper slag
SW 104 Used garnets

Spent pot linings
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2.0

3.0

Sludges containing one or
several metals including
SW 204 chromium, copper, nickel,
zinc, lead, cadmium,
aluminium, tin, vanadium
and beryllium
SW 207 Sludges containing flouride
Cement additive SW 104 Fly ash from coal-based
powerplant
FGD gypsum from power
plant (i.e. not necessary be
SW 205 coal based)
Gypsum from chemical
plant

Table 1: Examples of scheduled wastes approved for co-processed in
cement industry

SCOPE
These guidelines are prepared to promote and facilitate the cement industry to

plan and implement co-processing activities in their plant in an environmentally
sound manner, without jeopardising the quality of cement.

OBJECTIVE

These guidelines are prepared as a guidance document for cement plants who
intend to use scheduled wastes as alternative raw material and/or alternative fuel
and/or cement additive in the production of cement product, in an environmentally
sound manner.

These guidelines will also:
(a) Promote waste-to-wealth concept.

(b) Outline the legal requirement and procedure to implement co-processing
activity in cement plant.

(c) Ensure the implementation of co-processing activity in cement plant is in

compliance with Environmental Quality Act 1974 and all Regulations, Order
and Rules under the Act.
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4.0

DEFINITION

For the purpose of these guidelines, the definitions of terms used are as follows:

Aggregates

Alkali bypass

Alternative
fuels and
materials
(AFR)

Alternative
fuels

Alternative
materials

Best available

techniques
(BAT)

raw

raw

Bypass dust

Calcination

Cement
dust (CKD)

kiln

Particulate materials used in construction such as sand,
gravel, crushed stone and crushed slag

A duct located between the feed end of the kiln and the
preheater tower. A portion of the kiln exit gas is withdrawn
through this and quickly cooled by air or water to avoid
excessive alkali, chloride and sulphur build-up on the raw
feed. This is also known as kiln exhaust gas bypass.

Inputs to clinker production derived from waste streams that
contribute energy and/or raw material.

Wastes with recoverable energy value, used as fuels in a
cement kiln, replacing a portion of conventional fossil fuels
such as coal. Other terms include: secondary, substitute or
waste derived fuels.

Waste materials containing useable minerals such as
calcium, silica, alumina and iron, which can be used in the kiln
to replace raw materials such as clay, shale and limestone.
Also known as secondary or substitute raw materials.

The most effective methods of reducing emissions and the
impact on the environment as a whole.

Dust discarded from the bypass systems of the suspension
preheater, precalciner and grate preheater kilns, consisting of
fully calcined, kiln feed material.

Heat-induced removal, or loss of chemically-bound volatiles
other than water. In cement manufacture this is the thermal
decomposition of calcite (calcium carbonate) and other
carbonate minerals that gives a metallic oxide (mainly CaO)
plus carbon dioxide.

The fine-grained, solid, highly alkaline material removed from
cement kiln exhaust gas by air pollution control devices. Much
of the CKD material is unreacted raw material, including raw
mix at various stages of burning and particles of clinker. The
term can be used to denote any dust from cement kilns, such
as that coming from bypass systems.
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Cement

Cement
additive

Clinkering

Co-processing

Destruction
and removal
efficiency
(DRE)

Destruction
efficiency (DE):

Dry process

Finely ground inorganic material that, when mixed with water,
forms a paste that sets and hardens by means of hydration
reactions and processes and that, after hardening, retains its
strength and stability under water.

Substances added to impart or improve desirable properties
or suppress undesirable properties of the cement.

The thermo-chemical formation of clinker minerals, especially
to those reactions occurring above about 1,300° C; also the
zone in the kiln where this occurs. Also known as sintering or
burning.

The use of suitable waste materials in manufacturing
processes for the purpose of energy and/or resource recovery
and resultant reduction in the use of conventional fuels and/or
raw materials through substitution.

Efficiency in destruction and removal of a given organic
compound. Mathematically, DRE is calculated as follows:
DRE = [(Win — Wout stack)/Win] x 100

where Win is the mass feed rate of one principal organic
hazardous constituent (POHC) in the waste stream fed to the
kiln, and Wout stack is the mass emission rate of the same
POHC in the exhaust emissions prior to release to the
atmosphere.

A measure of the percentage of a given organic compound
that is destroyed by the combustion process.

Mathematically, DE is calculated as follows:
DE = [(Win — Wout combustion chamber)/Win] x 100

where Win is the mass feed rate of one principal organic
hazardous constituent (POHC) in the waste stream fed to the
kiln, and Wout combustion chamber is the mass emission rate
of the same POHC leaving the kiln (upstream of all air
pollution control equipment).

The DE represents the fraction of the organics entering a kiln,
which is actually destroyed; the DRE represents the fraction
of the organics entering a kiln and emitted from the stack to
the atmosphere

Process technology for cement production. In the dry process,
the raw materials enter the cement kiln in a dry condition after
being ground to a fine powder called the raw meal. The dry
process consumes less energy than the wet process, where
water is added to the raw materials during grinding to form
slurry.

7|Page



Emissions
testing

Heating
(calorific) value

Kiln line

Kiln

Precalciner

Preheater

Pre-processing

Raw
mix/meal/feed

Recovery

Rotary kiln

Trial burn

Manual collection of stack gas samples, followed by chemical
analysis to determine pollutant concentrations.

The heat per unit mass produced by complete combustion of
a given substance. Calorific values are used to express the
energy values of fuels, usually expressed in megajoules per
kilogram (MJ/kQ).

The part of the cement plant that manufactures clinker;
comprises the kiln itself, any preheaters and precalciners and
the clinker cooler apparatus.

The heating apparatus in a cement plant for manufacturing
clinker. Unless otherwise specified, it may be assumed to
refer to a rotary kiln.

A kiln line apparatus, usually combined with a preheater, in
which partial to almost complete calcination of carbonate
minerals is achieved ahead of the kiln itself, and which makes
use of a separate heat source. A precalciner reduces fuel
consumption in the kiln, and allows the kiln to be shorter, as it
no longer has to perform the full calcination function.

An apparatus for heating the raw mix before it reaches the dry
kiln itself. In modern dry kilns, the preheater is commonly
combined with a precalciner. Preheaters use hot exit gases
from the kiln as their heat source.

Alternative fuels and/or raw materials not having uniform
characteristics must be prepared from different waste streams
before being used as such in a cement plant. The preparation
process, or pre-processing, is needed to produce a waste
stream that complies with the technical and administrative
specifications of cement production and to guarantee that
environmental standards are met.

The crushed, ground, proportioned, and thoroughly mixed raw
material-feed to the kiln line.

Any operation where waste is serving a useful purpose by
replacing other materials that would otherwise have been
used to fulfil a particular function, or waste being prepared to
fulfil that function, in the plant or in the wider economy.

A kiln consisting of a gently inclined, rotating steel tube lined
with refractory brick. The kiln is fed with raw materials at its
upper end and heated by flame from, mainly, the lower end,
which is also the exit end for the product (clinker).

Emissions testing performed for demonstrating compliance
with the destruction and removal efficiency (DRE) and
destruction efficiency (DE) performance standards and
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5.0

5.1

5.2

5.3

5.4

5.5

5.6

5.7

5.8

regulatory emission limits; is used as the basis for
establishing allowable operating limits.

OVERVIEW OF CEMENT MANUFACTURING

The crucial constituent in concrete is cement. It is a non-metallic, inorganic fine
powder, which will forms into paste, set and harden when mixed with water.

Cement production involves the heating, calcining and sintering of an accurate
mix of calcareous and argillaceous materials, usually limestone and clay. This
produces cement clinker, which is then cooled and ground with additives such as
gypsum to make cement.

The most widely used production process is for Portland cement clinker,
described in more detail in Annex 1 of these guidelines.

Cement manufacturing is a resource intensive industry. It require about 1.5-1.7
tonnes of quarried raw material to produce a tonne of clinker, and the cement
kilns require substantial energy with temperatures of over 2,000° C . Each tonne
of cement produced typically requires 60-130 kilograms of fuel oil, or its
equivalent, and about 105 KWh of electricity (Loréa, 2007). On average, energy
costs of fuel and electricity represent 40 per cent of cement manufacturing costs
(EIPPCB, 2010).

Clinker burning is the most important phase of the production process in terms of
the environmental impact associated with cement manufacture. Depending on the
specific production processes, cement plants cause emissions to air and waste
emissions to land such as cement kiln dust (CKD). Other impacts to the
environment are discharge to water, noise and odour pollution.

The pollutants released to air are particulates, nitrogen oxides (NOx) and sulphur
dioxide (SO,), carbon oxides (CO, CO,), polychlorinated dibenzo-p-dioxins and
dibenzofurans (PCCDs/PCDFs), volatile organic compounds (VOC), metals and
their compounds, hydrogen chloride (HCI) and hydrogen fluoride (HF). The type
and quantity of air emissions depend on varying parameters, for example, the raw
materials and fuels used and the type of process.

Cement manufacturing is also associated with impacts of resource extraction
(fossil fuel, limestone and other minerals) upon environmental quality,
biodiversity, landscape aesthetics and the depletion of non-renewable or slowly
renewable resources, such as fossil fuels or groundwater (Battelle, 2002).

Figure 1 illustrates the general overview of cement manufacturing process.
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Figure 1. General overview of a cement manufacturing process
Source: CEMBUREAU (2006)
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6.0

CO-PROCESSING OF SCHEDULED WASTE IN CEMENT KILNS

6.1 Overview

6.1.1

Co-processing involves the use of waste in manufacturing processes for the
purpose of energy and resource recovery by substituting or reducing the
use of conventional fuels and raw materials. In particular, the co-processing
of scheduled waste in cement kilns allows the recovery of the energy and
mineral value from waste while cement is being produced. Co-processing
wastes serve a useful purpose in replacing materials that would have
otherwise been used in cement manufacturing, thereby conserving natural
resources. Figure 2 provides a process flow diagram of the general cement
manufacturing process

Figure 2 — Flow diagram of the general cement manufacturing process

Mining Gaseous Emissions HI Other uses, Landfill l

Limestone, (CO, and others)

Clay, Shale, A

Sandstone, Comminution | Kiln dust

Iron Ore (crushing, grinding) recovery

Other Raw Materials Storage & RawMix Pyroprocessing Clinker Finishing Mill

Slags, Fly Ash, Blending Kiln (+/- Preheater & Precalciner) (fine grinding)

Bottom Ash, & Clinker Cooler

Alumina, Al-dross,

(Iron) Mill Scale Bulk cement
Finished Product [ Packaging |
(Portland, Blended,

Fuels Masonry Cements)
gaﬂ:reg 9:5‘ Storage, Additives
oal, Coke - —
: | Crushing,

Fuel oil, Tires, Btendlng Storage & Gypsum (3 - 7%)

Solid wastes, Loading Fly Ash Cementitious

Liquid wastes GGBFS :l— (for Blended

Pozzolans Cement)
Limestone Plasticizers
| Customer | Lime } (for Masonry
Cement)

Source: van Oss (2005)

Note:
1.

6.1.2

Fly ash used as other raw material referred to fly ash from incinerators,
emission control equipments and etc. that fulfilled the Waste Acceptance
Criteria for alternative raw material.

Fly ash used as additive referred to fly ash coal-based power plant that
fulfilled the Waste Acceptance Criteria for cement additive.

Cement manufacture generally can consume significant quantities of
wastes as fuel and alternative raw materials. This consumption reflects the
process characteristics in clinker kilns, which ensure the complete
breakdown of the raw materials into their component oxides and the
recombination of the oxides into the clinker minerals. The essential process
characteristics for the use of hazardous and other wastes, fed to the kiln via
appropriate feed points, can be summarized as follows (EIPPCB, 2010):
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(@)

(b)

(€)

(d)
(e)

(f)

@

(h)

(i)
()

(k)

()

(m)

Maximum temperatures of approximately 2,000° C (main firing
system, flame temperature) in rotary kilns;

Gas retention times of about 8 seconds at temperatures above
1,200° C in rotary kilns;

Material temperatures of about 1,450° C in the sintering zone of
rotary kilns;

Oxidising gas atmosphere in rotary kilns;

Gas retention time in the secondary firing system of more than 2
seconds at temperatures above 850° C; in the pre-calciner, the
retention times are correspondingly longer and temperatures are
higher;

Solids temperatures of 850° C in the secondary firing system and/or
the calciner;

Uniform burnout conditions for load fluctuations due to the high
temperatures at sufficiently long retention times;Destruction of
organic pollutants because of high temperatures at sufficiently long
retention times;

Sorption of gaseous components such as HF, HCI, and SO, on
alkaline reactants;

High retention capacity for particle-bound heavy metals;\

Short retention times of exhaust gases in the temperature range
known to lead to formation of PCDDs/PCDFs;

Simultaneous material recycling and energy recovery through the
complete use of fuel ashes as clinker components;

Product-specific wastes are not generated due to a complete
material use into the clinker matrix (although some cement plants
dispose of CKD or bypass dust);

Chemical-mineralogical incorporation of non-volatile heavy metals
into the clinker matrix.

6.1.3 Potential benefits possible through the use of hazardous and other wastes
in cement manufacturing are the recovery of the energy content of waste,
conservation of non-renewable fossil fuels and natural resources, reduction
of CO, emissions, reduction in production costs, and use of an existing
technology to treat hazardous wastes (see, for example, Mantus, 1992;
Battelle, 2002; WBCSD, 2005; Karstensen, 2007b).

6.1.4 Co-processing of scheduled wastes in cement kilns shall be carried out only
according to best available techniques (BAT) while meeting requirements
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set out for input, process and emission. Table 2 outlined the general
principles for co-processing of scheduled wastes and other wastes in

cement kilns.
Principle Description
The waste — Waste should be co-processed in cement kilns where
management more ecologically and economically robust methods of
hierarchy recovery are not available
should be — Co-processing should be considered an integrated part
respected of waste management
— Co-processing should be in line with the Basel and
Stockholm Conventions and other relevant international
environmental agreements
Additional - Negative effects of pollution on the environment and
emissions and human health must be prevented or kept at a minimum
negative — Air emissions from cement kilns co-processing waste
Impacts on cannot be statistically higher than those not involved in
human health co-processing waste
must be
avoided
The quality of — The product (clinker, cement, concrete) must not be
the cement used as a sink for heavy metals
must remain — The product must not have any negative impacts on the
unchanged environment (for example, as determined by leaching
tests)
— The quality of the product must allow for end-of-life
recovery
Companies that | — Assure compliance with all laws and regulations
CO-process — Have good environmental and safety compliance
must be records
qualified — Have personnel, processes, and systems in place
committed to protecting the environment, health, and
safety
— Be capable of controlling inputs to the production
process
— Maintain good relations with public and other parties
involved in local, national and international waste
management schemes

Table 2 - the general principles for co-processing of hazardous and other
wastes in cement kilns
Source: GTZ (2006)

6.1.5 Figure 3 illustrates the use of scheduled wastes as alternative raw material,
alternative fuel and cement additive in cement plant.
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Figure 3 — Use of scheduled wastes in cement plant
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6.2 Selection Of Wastes For Co-Processing

6.2.1

6.2.2

6.2.3

Co-processing should include a thorough selection of waste to avoid and/or
reduce emissions and risk of damage to the environment or public health as
well as to maintain the quality of cement products.

The use of scheduled wastes in cement manufacturing should add value to
the process, for example the heating value and the material value of the
mineral composition, while in compliance to the relevant regulations and
permit requirements as well as the plant’s ability to handle any particular
waste stream. The use of cement kilns as a disposal operation not leading
to resource recovery (i.e., the destruction or irreversible transformation of
scheduled wastes constituents), should be considered only if there are
environmental benefits : for example, NOx reduction through flame cooling
or when there is no other cost-effective and environmentally sound disposal
option at the local level.

Blending and mixing of different scheduled wastes streams may be required
to ensure a homogeneous feedstock of alternative raw material that meets
specifications for use in a cement kiln. Blending of scheduled wastes should
not, however, be conducted with the aim of lowering the concentration of
hazardous constituents to circumvent regulatory requirements. As a general
principle, the mixing of wastes should be prevented from leading to the
application of an unsuitable (non-environmentally sound) disposal operation
(EIPPCB, 2006) .

6.3 Scheduled Wastes Suitable For Co-Processing In Cement Kilns

6.3.1

The selection of suitable scheduled wastes to be used as alternative raw
material in co-processing is influenced by various factors includes:

(a) the nature of the waste;

(b) its hazardous characteristics;

(c) available waste management operations;

(d) kiln operation; raw material and fuel compositions; waste feed points;
(e) exhaust gas cleaning process;

(f) resulting clinker quality;

(9) general environmental impacts;

(h) probability of formation and release of POPs;

(i) particular waste management considerations; and
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() regulatory compliance; and public and government acceptance (Van
Oss and Padovani, 2003; GTZ, 2006; UNEP, 2007; EIPPCB, 2010).

6.3.2 The operator should develop a waste evaluation procedure to assess
potential impacts on the health and safety of workers and the public, plant
emissions, operations and product quality, by taking the recommended
variables as in Table 3, into consideration when selecting the waste

(WBCSD, 2005; UNEP, 2007):

Variables Explanation
Kiln Alkali (sodium, potassium, | e Excessive inputs of these
operation etc.), sulphur and chloride compounds may lead to build-
content up and blockages in the kiln

system. Where these cannot be
captured in the cement clinker
or kiln dust, a bypass may be
required to remove excess
compounds from
preheater/precalciner kiln
systems. High alkali content
may also limit recycling of CKD
in the kiln itself

Heating (calorific) value

The key parameter for the
energy provided to the process

Water content

Overall moisture content may
affect productivity, efficiency
and also increase energy
consumption. The water
content of waste needs to be
considered in conjunction with
that of conventional fuels
and/or raw feed materials

Ash content

The ash content affects the
chemical composition of the
cement and may require an
adjustment of the composition
of the raw mix

Exhaust gas flow rate and
waste feed rate

Sufficient residence time is
needed for the destruction of
organics and to prevent
incomplete combustion due to
waste overcharging

Others

Stability of operation (for
example, duration and
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frequency of CO trips) and the
waste’s state (liquid, solid),
preparation (shredded, milled)
and homogeneity

Emissions

Organic content

Organic constituents are
associated with emissions of
CO, and may result in
emissions of CO and other
products of incomplete
combustion (PICs) if waste is
fed through unsuitable points or
during unstable operating
conditions

Chloride content

Chlorides may combine with
alkalis to form fine, difficult to
control particulate matter. In
some cases, chlorides have
combined with ammonia
present in the limestone feed.
This produces highly visible
detached plumes of fine
particulate ~ with  a  high
ammonium chloride content

Metals content

The non-volatile behaviour of
most heavy metals allows most
to pass straight through the kiln
system and be incorporated
into the clinker.

Introduced volatile metals will
partly be recycled internally by
evaporation and condensation
until equilibrium is reached, the
other part being emitted in the
exhaust gas.

Thallium, mercury and their
compounds are highly volatile
as to a lesser extent are
cadmium, lead, selenium and
their compounds.

The fact that dust control
devices can only capture the
particle-bound fraction of heavy
metals and their compounds
needs to be taken into account.
Wood treated with
preservatives containing
copper, chromium and arsenic
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also requires special
consideration with regard to the
efficiency of the exhaust gas
cleaning system.

Mercury is a highly volatile
metal, which, depending on the
exhaust gas temperature is
present in both particle-borne
and vapour forms in the air
pollution control equipment
(EIPPCB, 2010).

Alkali bypass exhaust gas

Alkali bypass exhaust gas can
be released from either a
separate exhaust stack or from
the main kiln stack in systems
equipped with an appropriate
bypass.

According to the United States
Environmental Protection
Agency (1998) the same
hazardous air pollutants are
found in both the main and
alkali bypass stacks. Where an
alkali  bypass system s
installed, appropriate control of
the exhaust to atmosphere also
needs to be provided on the
bypass exhaust, similar to that
mandated for the main exhaust
stack (UNEP, 2007)

Sulphur content

High sulphur content in raw
materials, fuel and waste may
result in the release of SO,

Clinker,
cement and
final product
quality

Phosphate content

High levels of phosphate may
delay setting time

Flourine content

High levels of fluorine will affect
setting time and strength
development

Chlorine, sulphur and alkali
content

High levels chlorine, sulphur
and alkali may affect overall
product quality

Thallium and chromium
content

Thallium and chromium content
can adversely affect cement
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quality and may cause allergic
reactions in sensitive users.
Leaching of chromium from
concrete debris may be more
prevalent than leaching of other
metals (Van der Sloot et al.,
2008). Leaching test is required
to be carried out if the cement
plant intends to use raw
materials or scheduled wastes
containing chromium.
Limestone, sand and clay
contain chromium, making its
content in cement both
unavoidable and highly
variable. The Norwegian
National Institute of
Occupational Health (Kjuus et
al., 2003) reviewed several
studies of chromate allergy,
especially  those involving
construction workers. It found
that the main sources of
chromium in cement came from
raw materials, refractory bricks
in the kiln and chromium steel
grinders. The relative
contribution of these factors
may vary depending on the
chromium content of the raw
materials and the
manufacturing conditions.
Minor sources include both
conventional and alternative
fuels (EIPPCB, 2010).

Cement eczema can be caused
by exposure to wet cement with
a high pH, which induces
irritant contact dermatitis and
by an immunological reaction to
chromium that elicits allergic
contact dermatitis (Kjuus et al.,
2003).

Where there is a possibility of
contact with the skin, cement
and cement-containing
preparations may not be used
or placed on the market in the
European Union, if they
contain, when hydrated, more
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than 0.0002 per cent soluble
chromium (VI) of the total dry
weight of the cement.

As the main chromate source is
from the raw material, a
reduction in chromium levels
(V1) in cement requires that a
reducing agent is added to the
finished product. The main
reducing agents used in
Europe are ferrous sulphate
and tin sulphate (EIPPCB,
2010)

Leachable trace elements:

Heavy metals are present in all
feed materials, conventional
and otherwise. However under
certain test conditions, leached
concentrations from concrete of
other metals besides chromium
may approach drinking water
standards (GTZ, 2006).

Table 3:  Variables that should be taken in consideration when selecting

Scheduled Wastes for co-processing

6.3.3 Only waste of known composition, energy and mineral value is suitable for
co-processing in cement kilns. To verify the suitability of a particular
scheduled wastes stream to be used in co-processing at their cement plant,
the operators should develop a specific Waste Acceptance Criteria for each
of the following purposes:

(a) Scheduled wastes used as alternative raw material;

(b) Scheduled wastes used as alternative fuel; and

(c) Scheduled wastes used as cement additive.

6.3.4.Cement plant shall establish the Waste Acceptance Criteria based on their
plant’s capability and the criteria should at least include the following
parameters and limits:

Waste Acceptance Criteria for alternative raw material:

NOTE: ANALYSIS SHOULD BE IN DRY BASIS:

No. Parameter Minimum
1 SiO; (%) Total of 2 major oxides should be
>30% in dry basis
2 Fe,0, (%)
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3 Al,O3 (%)
4 CaO (%)
5 Cl (ppm) Maximum 2%. Waste with total
halogenated organic with > 1% must
be only used at the main burner
6 Moisture content (%) <70 % in waste (subject to the
characteristic of the waste)
7 Pb (mg/kg) Total heavy metals:
8 Cr (mg/kg)
<100,000 ppm in ARM
9 As (mg/kg)
10 Sn (mg/kg)
11 Se (mg/kg)
12 Ni (mg/kg)
13 Te (mg/kg)
14 Co (mg/kg)
15 V (mg/kg)
16 Sb (mg/kg)
17 Mn (mg/kg)
18 Zn (mg/kg) <30,000 in total input: ARM
19 Cu (mg/kg) <30,000 in total input: ARM
24 Hg (mg/kg) <10 Total volatile metal:
25 Tl (mg/kg) i <100 ppm
26 Cd (mg/kg) -
27 Total organic content <1% if ARM fed in cold part of the
process
Table 4: Minimum Waste Acceptance Criteria for scheduled waste

used as alternative raw material
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Waste Acceptance Criteria for alternative fuel:

NOTE: ANALYSIS SHOULD BE IN ASH BASIS:

No. Parameter Minimum
1 Cl (ppm) Maximum 2%. Waste with total
halogenated organic with > 1% must
be only used at the main burner
2 Moisture content (%) <70 % in waste (subject to the
characteristic of the waste)
3 Pb (mg/kg) Total heavy metals:
4 Cr (mg/kg)
<10,000 ppm in AF
5 As (mg/kg)
6 Sn (mg/kg)
7 Se (mg/kg)
8 Ni (mg/kg)
9 Te (mg/kg)
10 Co (mg/kg)
11 V (mg/kg)
12 Sb (mg/kg)
13 Mn (mg/kg)
14 Zn (mg/kg) <30,000 in total input: AF
15 Cu (mg/kg) <30,000 in total input: AF
16 Hg (mg/kg) <10 Total volatile metal:
17 Tl (mg/kg) i <100 ppm
18 Cd (mg/kg) -
19 Calorific heating value > 500 kcal/kg (as dried basis)

Table 5: Minimum Waste Acceptance Criteria for scheduled waste
used as alternative fuel
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Waste Acceptance Criteria for cement additive

1.

2.

Low content of organic carbon

Does not contain radioactive component (example: Radon, ect.)

The cement plant shall ensure that the scheduled wastes received to be co-
processed fulfilled the requirements specified in the Waste Acceptance
Criteria before it is been sent to the cement plant to be co-processed.

6.3.5 The following scheduled wastes are not allowed for co-processing in
cement kilns:

(@)

(b)

()

(d)

(e)

Radioactive or nuclear waste;

Cement plants are not designed or operated to meet safety and health
requirements for radioactive waste management. The preferred
disposal approach is concentration (reduction of volume) and
containment of radionuclides through a conditioning process to prevent
or substantially reduce dispersion in the environment.

Electric and electronic waste;

Electric and electronic waste contains valuable resources, such as
precious metals and recycling should be the preferred option. Co-
processing of plastic components might be an option but only after
appropriate disassembly and sorting.

Whole batteries;

Co-processing of batteries would lead to concentrations of pollutants in
the cement and air emissions. Batteries contain valuable resources
such as lead and recycling should be the preferred waste management
option.

Corrosive waste, including mineral acids;

Corrosive wastes may cause corrosion and fouling problems in
equipment not specifically designed for this type of waste. This being
usually the case with pre-processing, storage and injection systems.
Wastes with high chlorine and sulphur contents such as some mineral
acids may also have a negative effect on clinker production or product
guality. High sulphur contents may also result in the release of sulphur
oxides (UNEP, 2007).

Explosives;

Explosive waste should not be co-processed in the cement kiln given
the adverse effects on process stability. There are also occupational
safety concerns due to the risk of uncontrolled explosions during
transport and pre-processing activities.
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(f) Cyanide bearing waste;

(g) Asbestos-containing waste;

(h) Infectious medical waste;

(i) Chemical or biological weapons destined to destruction;

() Waste consisting of, containing or contaminated with mercury above
permitted limits;

The high volatility of mercury poses a problem regarding air emissions.
Inputs of wastes consisting of, containing or contaminated with mercury
to the kiln should be controlled and kept to a minimum

(k) Waste of unknown or unpredictable composition, including unsorted
municipal waste.

In general these wastes are not recommended because of health and
safety concerns, potentially negative impacts on kiln operation, clinker
guality and air emissions, and when a preferable alternative waste
management option is available

6.3.6 Scheduled wastes that are, in principle, well-suited for co-processing in
cement kilns include: tank bottom sludges, acid alkyl sludges, oil spills and
acid tars from petroleum refining, natural gas purification and pyrolytic
treatment of coal, waste machining oils; waste hydraulic oils and brake
fluids; bilge oils; oil/water separator sludges, solids or emulsions; washing
liquids and mother liquors,still bottoms and reaction residues from the
manufacture, formulation, supply and use of basic organic chemicals,
plastics, synthetic rubber, man-made fibres, organic dyes, pigments,
organic pesticides andpharmaceuticals; waste ink; wastes from the
photographic industry; tars and other carbon-containing wastes from anode
manufacture (aluminium thermal metallurgy); wastes from metal degreasing
and machinery maintenance; wastes from textile cleaning and degreasing
of natural products; process wastes from the electronic industry
(GTZ/Holcim, 2006).

6.3.7 Waste streams with recoverable energy value meet specifications can be
used as fuels in a cement kiln to replace a portion of conventional fuels and
waste streams containing useful components such as calcium, silica,
alumina and iron can be used to replace raw materials such as clay, shale
and limestone. Wastes meeting both sets of requirements may be suitable
for processing for both energy and materials recovery.

6.3.8 Figure 4 outlined the decision to distinguish between operations that lead
to resource recovery and disposal.
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6.4 Trial Burns Of Scheduled Wastes For Co-Processing In Cement Kilns

6.5

6.4.1 A trial burn is used to determine the facility’s destruction and removal
efficiency (DRE) or destruction efficiency (DE), to verify its ability to
efficiently destroy POPs in an irreversible and environmentally sound
manner. This involves the selection, sampling and analysis of a principal
organic hazardous constituent (POHC) in the waste feed to determine its
input and emission rates. A trial burn typically consists of a series of tests,
one for each set of operating conditions in the facility. Three runs are
normally performed for each test.

6.4.2 During the trial burn, the operator should establish the operating limits for
maximum scheduled wastes feed and maximum kiln production rate. The
operator shall also schedule a sampling and analysis of emission by
competent and accredited party.

6.4.3 The trial burn should be carried out by existing or new cement plant intends
to implement co-processing of scheduled wastes for the first time.

OTHERS

6.5.1 Other important aspects that should be taken into considerations when the
operators of cement plant implement co-processing activity are the
requirement for (i) a comprehensive programme on quality assurance (QA)
and quality control (QC); (i) health and safety program; and (iii) the
involvement of stakeholders as well as public communication. Further
information on three (3) aspects as outlined by UNEP are detailed out in
Annex 2, Annex 3 and Annex 4.
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Figure 4: Decision to distinguish between operations that lead to resource
recovery and/or disposal
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alternative which offer more
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7.0

7.1

7.2

ENVIRONMENTALLY SOUND CO-PROCESSING OF SCHEDULED WASTES
IN CEMENT KILNS

Waste Acceptance And Pre-Processing

7.1.1 Before a cement plant decide to receive scheduled wastes to be used as
alternative raw material, the operator should investigate the nature and
composition associated with the waste, and all relevant information should
be passed by the waste generator to the operator. The waste should also
be sampled and sent to accredited laboratories for chemical analysis.

7.1.2 Operators of cement plant should ensure that the scheduled wastes
received is in compliance to the Waste Acceptance Criteria of alternative
raw material or alternative fuel that has been established beforehand.

7.1.3 The scheduled wastes usually will require a pre-processing to produce a
homogeneous waste stream before it is co-processed in the cement kilns.

7.1.4 The operators shall develop a “Standard Operating Procedure” on Waste
Acceptance and Pre-Processing that detailed out the management of
scheduled wastes received to ensure it is manage properly and such
activity will not give any adverse effect to the process, environment as well
as human health. A general recommendation as outlined by UNEP as in
Annex 5.

Co-Processing

7.2.1 For optimal performance (co-processing without additional emissions)
alternative fuels and raw materials should be fed to the cement kiln through
appropriate feed points, in adequate proportions and with proper waste
guality and emission control systems.

7.2.2 Co-processing has the following characteristics during the production
process (GTZ/Holcim, 2006):

(&) The alkaline conditions and the intensive mixing favour the absorption
of volatile components from the gas phase. This internal gas cleaning
results in low emissions of components such as SO2, HCI, and most of
the heavy metals, with the exception of mercury, cadmium and thallium;

(b) The clinker reactions at 1450°C allow the chemical binding of metals
and the incorporation of ashes to the clinker;

(c) The direct substitution of primary fuel by high calorific waste material
causes a higher efficiency on energy recovery in comparison to other
‘waste to energy’ technologies.

7.2.3 A general recommendation as outlined by UNEP as in Annex 6.
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8.0 QUALITY OF CEMENT PRODUCT

8.1 The cement product should comply with MS EN 197-1.

9.0 GOVERNMENT POLICY AND LEGAL REQUIREMENT

9.1 General Requirements

9.1.1 Below are the general requirements specific to cement kilns co-processing
hazardous wastes on a routine basis as outlined by Karstensen (2008a,
2009a):

(@)

(b)

(©)

(d)

(e)

(f)

(¢);

(h)

(i)

()
(k)

0

Compliance with all required national/local licenses, permits,
authorisations and emissions and relevant national and local
regulations as outlined under Environmental Quality Act 1974 and all
related Regulations, Orders and Rules under the Act.

Suitable location, technical infrastructure, storage and processing
equipment

Reliable and adequate power and water supply
Application of BAT for air emissions pollution prevention and control,
along with continuous emission monitoring to ensure compliance with

regulation and permits (verified through regular baseline monitoring)

Exit gas conditioning/cooling and low temperatures (< 200°C) in the air
pollution control device to prevent dioxin formation

Clear management and organisational structure with unambiguous
responsibilities, reporting lines and feedback mechanism

Qualified and skilled employees to manage wastes and health, safety
and environmental issues

Adequate emergency and safety equipment and procedures, and
regular training

Authorised and licensed collection, transport and handling of hazardous
wastes

Safe and sound receiving, storage and feeding of hazardous wastes

Access to an adequate laboratory facilities and equipment for
hazardous waste acceptance and feeding control

Adequate record keeping of wastes and emissions

(m) Adequate product quality control routines
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(n) Implementation of an environmental management system (EMS)
including a continuous improvement programme and I1SO 14000
certification

(o) Independent audits (government sanctioned or otherwise), emission
monitoring and reporting

(p) Stakeholder dialogues with local community and authorities, and
mechanisms for responding to comments and complaints

(q) Open disclosure of performance and compliance verification reports on
a regular basis

9.2 Requirements Under Environmental Quality Acts 1974 For Cement Factory
Implementing Co-Processing

9.2.1 All cement plant implementing co-processing of scheduled wastes as
alternative raw material, alternative fuel or cement additive shall be licenced
by the Department of Enviroment as off-site treatment facilities as specified
in Order 3(b), Environmental Quality (Prescribed Premises) (Scheduled
Wastes Treatment and Disposal Faciities, 1989.

9.3 Emission Limits

9.3.1 Emission limits for cement plant implementing co-processing of scheduled
wastes are as below:

NO. PARAMETER LIMIT
1 Dust - 50 mg/Nm?®
2 Sulphur dioxide SO, 400 mg/ Nm?®
3 Nitrogen Oxides NO, 800 mg/ Nm?®
4 Hydrogen Chloride HCI 10 mg/ Nm?®
5 Volatile Organic Compound TOC 20 mg/ Nm?
6 Chlorine Cl, 200 mg/ Nm?®
7 Mercury Hg 0.05 mg/ Nm?®
8 Cadmium Cd <0.05 mg/ Nm?
9 Thallium Tl
10 Arsenic As
11 Cobalt Co
12 Lead Pb 3
Total 2.5 mg/ Nm
13 Copper Cu
14 Antimony Sb
15 Chromium Cr
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16 Nickel Ni

17 Vanadium \%

18 Manganese Mn

19 Zinc Zn 100 mg/ Nm?®
20 Hydrogen Floride HF 1 mg/ Nm?

21 Dioxin & Furan D&F 0.1ng/ Nm?®

22 Smoke (Ringelmann chart) - No 1

23 Ammigﬁgzﬁ? dmonia NH3 30 mg/ Nm?
24 Benzene - 5 mg/ Nm?

Table 6: Emissions limit for cement plant implementing co-
processing of scheduled wastes

9.3.2The emission limits in Table 6 applicable to the following cement plant:

(@) New or existing cement plant implementing co-processing for the first
time;

(b) For existing cement plant which has been licenced to co-process
scheduled wastes shall comply to the emission limits as stipulated in
the conditions of the licence. However, the cement plant shall upgrade
their air pollution control system and make necessary improvement to
comply to the new emission limit after year 2019.

9.4 Application procedure

9.4.1 In order to implement co-processing of scheduled wastes, the cement plant
shall initially obtain the following approvals from Department of Environment
State Office:

(a) For existing cement plant has been in operation before 1987, a new EIA
report shall be submitted to the DOE for co-processing activity subject to
the prescribed activity under activity 18(a)(ii) of the Environmental
Quality (Prescribed Activities) (Environmental Impact Assessment )
1987;

(b) For the expansion of existing cement plant involves an increase in
capacity of more than 50% and the process of co-processing, a new
Detailed EIA report shall be submitted to the DOE for consideration;

(c) Written approval under Section 19 of the Environmental Quality Act
1974; and
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(d) Licence as off-site treatment facility under Section 18 of the
Environmental Quality Act 1974.

9.4.2 As a licenced premis of an off-site treatment facility, any proposal to receive
new code or new source of scheduled wastes to be co-processed, the
cement plant shall require a few step approval from the Department of
Environment (DOE) as below:

(a) Co-processing activities are believed to have effects residue. Therefore,
all cement plant shall submit additional information(addendum) to DOE
together with other information required during the process of In
Principle Approval for the usage, increasing the quantity and types of
wastes being allowed;

(b) The addendum should detail the types of scheduled wastes that will be
used and reviewing the effectiveness of pollution control system to
ensure the use of scheduled wastes do not effect on the environment
especially the sensitive receptor;

(c) The Addendum is required as a basis for considering the use of
scheduled wastes as well as to allow amendments to the conditions of
approval of the EIA made by referring to the relevant provisions of
information on raw materials including cumulative raw materials

(d) In Principle Approval from Department of Environment Headquarters.
Assessment will be carried out to study the suitability of the scheduled
wastes to be used as alternative raw material, alternative fuel or cement
additive;

(b) Operational approval from Department of Environment State Office.

This will also require amendment to the licence condition to include new
code or new source scheduled wastes for existing code in the licence.

31|Page



ANNEX 1
Clinker Production Process
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ANNEX 1 - CLINKER PRODUCTION PROCESS

A.

1.

Introduction

Cement production involves the heating, calcining and sintering of a carefully
proportioned mixture of calcareous and argillaceous materials, usually limestone
and clay, to produce cement clinker, which is then cooled and ground with additives
such as gypsum (a setting retardant) to make cement. This process typically
requires approximately 2.9 to 6.7 GJ of energy depending on the kiln technology
employed (IEA, 2007) and 1.5 to 1.7 tonnes of raw materials per tonne of clinker
produced (Szabé et al, 2003); the portion of raw material that does not become
clinker is either lost on ignition or becomes CKD (U.S. EPA, 1993). ‘Wet’ processes
also use water to make the raw slurry that feeds the kilns; about 600 kg of water is
used in the manufacture of one tonne of cement, some of which is returned to the
environment (EA, 2005).

Manufacturers use clinker and specific constituents in various proportions to
produce cements that meet different physical and chemical requirements for
specific applications. By far the most common hydraulic cements in use today are
either Portland cements or ‘blended’ cements (van Oss and Padovani, 2003). The
standard specifications with which Portland cements must comply are similar (albeit
not identical) in all countries and various nhames are used to define the material.
Blended cements, also called composite cements, are mixtures of Portland cement
with one or more pozzolanic additives or extenders (sometimes collectively termed
‘supplementary cementitious materials’), such as pozzolana (volcanic ashes),
certain types of fly ash (from coal-fired powerplants), granulated blast furnace slag,
silica fume, or limestone. These materials commonly make up about 5 to 30 per
cent by weight of the total blend, but can be higher (van Oss, 2005). The
designations for blended cements differ worldwide.

Although a variety of cement types are produced worldwide, cement production
follows essentially the same process, as described below.

Conventional raw materials and fuel

The raw materials for cement must yield the oxides required for clinker in the
approximate proportions noted in Table 1A, with the major requirement being
calcium oxide (CaO). In practical terms this means that naturally occurring
calcareous deposits, such as limestone, marl or chalk, which consist essentially of
calcium carbonate (CaCOg3), are required. Clay or shale typically provides the
remaining components. To correct for minor deficiencies in one or more oxides in
the primary raw materials, ‘corrective’ constituents® such as iron ore, bauxite or
sand, may be added to adapt the chemical composition of the raw mix to the
requirements of the process and product specifications (Taylor, 1997; Karstensen,
2007b). Generally, most, but not all, of the raw materials are mined adjacent to or
within a few miles of the cement plant.

1 Sometimes called “accessory” or ‘sweetener’ materials (van Oss, 2005).
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Table 1A - Chemical composition of ordinary Portland cement clinker and

conventional raw materials

Constituent Clinker Limestone, Clay Sand |lron ore | Bauxite
lime marl,
chalk
SiO, 19.71- 0.5-50% 33-78% | 80-99% | 4-11% 2.9%
24.25%
Al>O3 3.76-6.78% 0.1-20% 7-30% 0.5-7%
TiO» 0.21-0.52% | 0.0-0.7% | 0.2-1.8% | 0.0-0.5%
Al,O3 + TiO, 7-30% 0.5-2% | 0.2-3% | 57.5%
Fe,O3 1.29-4.64% | 0.2-5.9% | 4.0-15% | 0.0-4%
Mn,O3 0.03-0.68% | 0.02-0.15% | 0.09% 0.051%
Fe,05 + Mn,04 0.1-10% 2-15% 0.5-2% | 19-95% | 22.8%
CaO 63.76- 20-55% 0.2-25% | 0.1-3% |0.1-34% | 2.4%
70.14%
MgO 0.00-4.51% 0.2-6% 0.3-5% |0.3-0.5% | <1.5% | 0.04%
K>,O 0.31-1.76% 0-3.5% 0.4-5% 0.2-3% | Traces | 0.04%
Na,O 0.03-0.335 0.0-1.5% |0.1-1.5% | 0.0-1% | Traces | 0.02%
Cl 0.0-0.6% 0.0-1% Traces
P,Os 0.02-0.27% | 0.0-0.8% | 0.0-1.0% | 0.0-0.1%
Loss on 0.09-1.56% 2-44% 1-20% <5 0.1-30% | 13.5%
ignition
(CO; + H,0)

Sources: EIPPCB (2010) and CEMBUREAU (1999)

Natural forms of CaCOg3 consist of coarser or finer crystals of calcite. Limestone is
microcrystalline CaCO3 with clay as the main impurity. Chalk is a very fine grained,
porous marine limestone composed almost entirely of microscopic fossils. The
main constituents of shale and clay are clay minerals, finely divided quartz and,
sometimes, iron oxides. Traditionally, wet materials (chalk and clay) have been
used in ‘wet’ or ‘semi-wet’ kiln processes, and dry materials (limestone) have been
used in the ‘dry’ or ‘semi-dry’ processes (EA, 2005).
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10.

11.

Around 80-90 % of raw material for the kiln feed is limestone; clayey raw material
accounts for between 10-15 %, although the precise amounts will vary (BGS,
2005). In addition to the chemical composition of the desired product, the
proportion of each type of raw material used in a given cement kiln will depend on
the composition of the specific materials available to the operator, which is tested
on a regular basis.

The proportioning process takes into account the ratios of calcium, silica (SiO5),
alumina (Al,O3), and iron oxide (Fe,Os3) needed to produce good quality clinker, as
well as the ‘burnability’ of the raw mix (i.e., the requirements in terms of time,
temperature, and fuel to process the material) (U.S. EPA, 1993). In addition, kiln
operators pay close attention to the presence of ‘impurities’ in the mixture, including
magnesia, sulphur, chlorides, and oxides of potassium and sodium (referred to as
‘alkalies’). Magnesia (MgO) can be desirable to some extent because it acts as a
flux at sintering temperatures, facilitating the burning process, however MgO levels
are carefully monitored because they can lead to the production of clinker that is
unsound if not cooled rapidly®. Alkalies can react in the cool end of the kiln with
sulphur dioxide, chlorides, and carbon dioxide contained in the kiln gas and can
lead to operational problems (U.S. EPA, 1993).

The raw materials used in the cement production process naturally contain metals
and halogens. Thus, antimony, arsenic, barium, beryllium, cadmium, chromium,
lead, mercury, nickel, selenium, silver, thallium, vanadium, zinc, bromine, chlorine,
fluorine, and iodine are typically present in the raw materials. The amounts of these
components depend on the geological formations from which the raw materials are
mined. In addition to the metals and halogens present, the raw materials can
contain organic compounds (Mantus, 1992). Average values and range of
concentrations of these constituents are presented in Table 1B.

Cement production also has high energy requirements, which typically account for
30-40 % of the production costs (excluding capital costs). Most cement kilns today
use coal and petroleum coke as primary fuels, and to a lesser extent, natural gas
and fuel oil. As well as providing energy, some of these fuels, especially coal or
lignite, produce significant quantities of ash similar in composition to the
argillaceous component.

Many plants routinely burn more than one fuel. For example, when firing up a cold
kiln, natural gas or fuel oil is commonly used for the slow, warm-up phase
necessary to prevent thermal overstressing of the kiln’s refractory brick lining. Once
the kiln is sufficiently hot, it will be switched over to coal and/or coke (generally
petroleum coke) for production operations. (van Oss, 2005)

Coal can contain significant quantities of sulphur, trace metals, and halogens, and
their concentrations are dependent on the area in which the coal was mined. The
typical concentration of trace elements in the primary fuels is as in Table 1C.
Sulphur (in the form of SO3) will vaporize in the kiln to form sulphur dioxide (SO,),
and condense in the form of sulphates. Within the kiln, these sulphates combine

2 Such clinker used to make concrete can cause destructive expansion of hardened concrete through slow reaction

with water.
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12.

with calcium and potassium, causing operational problems in the cool end of the
kiln. Halogens are of concern because chlorides can cause operational problems
similar to those caused by sulphur. Chlorine concentrations in coal can range from
100 to 2800 parts per million. (U.S. EPA, 1993)

Both heat and electricity consumption vary significantly with kiln technology as
presented in Table 1D and, for the same general technology, plants operating
multiple kilns tend to have higher energy requirement per tonne of overall output
capacity than the plants with the same overall capacity that operate a single kiln.
Wet kilns consume more fuel on a unit basis than the dry kilns because of the need
to evaporate the water in the slurry feed and the much larger size of the wet kilns.
(van Oss, 2005).
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Table 1B - Trace element concentrations (in parts per million) in conventional raw materials
(Min = minimum value; Max = maximum value; AV = average value; n.a. = no data available)

Constituent Limestone Marl Clay Sand 'l\;?nn_“j;i Gypsum/anhydrite
Min-Max (AV) | Min-Max (AV) | Min-Max (AV) | Min-Max (AV) (AV) Min-Max (AV)

As 0.1-15 0.2-12 2-100 0.4-42 2-1200 0.2-3.5
(3) (6) (14) (11) (37) (1.5)

Be 0.01-12 n.a.-1 1-7 0.6-1.5 0.8-2 0.02-0.9
(0.3) (0.5) 3) (1.0) Q) (0.2)

cd 0.02-2 0.02-0.5 0.01-1 0.01-1 0.02-15 0.03-2.3
(0.2) (0.3) (0.2) (0.2) (6) (0.15)

co 0.1-7 n.a.-28 6-25 0.3-37 109-183 0.02-3.9
(3) (5) (20) (11) (144) (1)

Cr 0.5-184 1.2-71 15-260 1-220 8-1400 1-27.3
(14) (28) (85) (19) (495) (8.8)

cu 5-57 4.9-35 10-285 1.2-85 (1520) 0.3-12.8
(11) (12) (43) (10) (7)

Hg 0.005-0.1 0.005-0.1 0.01-0.5 0.01-1 n.a.-1 0.00625-1.3
(0.04) (0.03) (0.2) (0.02) (0.5) (0.2)

Mn 250-3300 n.a.-3300 n.a.-2500 46-2040 900-1200 n.a.
(500) (360) (600) (194) (1090)

Ni 1.4-131 1.5-57 7-236 1-73 5-815 0.3-14.5
(18) (16) (63) (13) (331) (5.5)

Pb 0.27-151 0.3-57 1-219(25) 0.7-70 4-8700 0.2-20.5
(18) (12) (10) (350) @)
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Sh 0.2-27 n.a.-27 0.5-13 0.3-12 (26) 0.1-5
(1) (4) (2) (7) (1)
Se 0.4-30 n.a. n.a.-2.5 n.a. (8) 0.6-17
(0.6) (2) (0.5) (1) (0.8)
sn 0.9-24 n.a.-24 1.6-30 1.8-40 n.a.-500 n.a.
(4) 3) (5) 3) (25)
Te n.a. n.a. n.a. n.a. n.a.-13 n.a.
(0.7) (1) (0.5) (0.5) (10)
- 0.05-3 0.05-0.68 0.1-1.6 0.05-1 0.1-400 0.1-1.0
(0.3) (0.6) (0.5) (0.2) (2) (0.3)
Vv 5-80 n.a.-49 30-300 2-240 10-690 1-27.8
(26) (20) (130) (50) (256) (13.5)
7n 0.1-229 22-79 2-304 4.2-112 24-9400 1-59
(30) (48) (78) (25) (3288) (29)
Br a/ n.a. n.a. 1-58 n.a. n.a. n.a.
B (5.9)
Cla/ 50-240 n.a. 15-450 n.a. n.a. n.a.
Fa/ 100-940 n.a. 300-990 n.a. n.a. n.a.
| o/ 0.25-0.75 n.a. 0.2-2.2 n.a. n.a. n.a.

a/ Mantus (1992)

Source: Achternbosch et al. (2003), unless otherwise noted.
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Table 1C - Trace element concentrations (in parts per million) in primary fuels
(Min = minimum value; Max = maximum value; n.a. = no data available)

Constituent An.thracite Bitu(:r;ianlous L.ignite Petcrgll(eeum
Min-Max Min-Max Min-Max Min-Max
As 1-200 n.a. 0.1-12 0.2-0.8
Be 0-8 n.a. 0.04-0.6 0.02-0.03
Cd 0.01-10 n.a. 0.06-2.4 0.04-4
Co 0.5-43 n.a. 0.5-4.2 n.a.
Cr 1-260 n.a. 0.9-20 0.9-104
Cu 0.30-60 n.a. 0.4-15 n.a.
Hg 0.01-3 n.a. 0.01-0.7 0.01-0.09
Mn 5-356 n.a. 50-160 n.a.
Ni 1-110 n.a. 0.6-29 24-355
Pb 5-270 n.a. 0.7-34 1-102
Sb 0.05-5 n.a. 0.04-2.5 n.a.
Se 0-6 n.a. 0.4-25 n.a.
Sn 1.3-7.8 n.a. 0.5-15 n.a.
Te 0.2-5.0 n.a. 0.1-10 n.a.
Tl 0.1-5 n.a. 0.05-0.4 0.04-3.1
\% 10-250 n.a. 0.1-84 45-1435
Zn 4.5-405 n.a. 1-70 16-220
Br a/ n.a. 7-11 n.a. n.a.
Cla/ n.a. 100-2800 n.a. n.a.
Fal n.a. 50-370 n.a. n.a.
| a/ n.a. 0.8-11.2 n.a. n.a.

al/ Mantus (1992)

Source: Achternbosch et al. (2003), unless otherwise noted.

Table 1D - Energy requirements for clinker manufacture
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16.

Process Fuel consumption, GJ/tonne
Vertical shaft kiln 3.7-6.6
Wet process 5.9-6.7
Long dry process 4.6
1 stage cyclone preheater 4.2
2 stage cyclone preheater 3.8
4 stage cyclone preheater 3.3
4 stage preheater + precalciner 3.1
5 stage preheater + precalciner 3.0-3.1
6 stage preheater + precalciner 2.9

Source: IEA (2007) and Szab6 (2003)

Manufacturing process

Portland cement production begins with the manufacture of clinker followed by its
fine grinding with gypsum and other additives to make the finished cement product.
Grinding can occur on site or at offsite grinding plants known as cement mills.
Clinker manufacture involves the quarrying, crushing, and proportioning of raw
materials to produce either a raw meal for the dry and semi-dry processes or a
slurry for the wet and semi-wet processes. Once the material is prepared, the raw
mix is fed into a kiln where it is heated as it moves through a number of chemical
and physical processes necessary for forming the clinker.

In the kiln, the raw meal, or slurry in the wet process, is subjected to a thermal
treatment process consisting of the consecutive steps of ‘drying/preheating’,
‘calcining’, and ‘sintering’ (also known as ‘burning’ or ‘clinkering’); the various
reactions zones are depicted in Figure 1A.

The first drying and preheating zone, occurs in a temperature range of from <100
to 750°C. Here, residual or free water is evaporated from the raw meal feed, the
clay materials begin to decompose and the bound water is removed so that they
become dehydrated. Next is the calcining zone, where materials temperatures
range from 750 to 1000°C. The material is ‘calcined’, where the calcium carbonate
(CaCOs3) in the limestone is dissociated producing calcium oxide (CaO, lime) and
liberating carbon dioxide (CO,) gas.

Finally, in the burning zone, calcium oxide reacts with silicates, iron, and aluminium
to form dicalcium silicate, tricalcium silicate, tricalcium aluminate, and tetracalcium
aluminoferrite, denoted in shorthand as C,S, C3S, C3A, and C4AF respectively. In
addition, clinker nodules, typically 3 to 20 mm in diameter, are formed in a semi-
solid state in the burning zone, and solidify completely on cooling, which begins in
a short cooling zone within the kiln, and continues in a cooler, outside of the
cement kiln.
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Figure 1A - Diagram of ‘reaction’ zones for different kiln technologies

Preheater/Precalciner
tower

Rotary Kiln
Dry, Preheater-
Precalciner Kiln

I
1
. 1 ~50m
i : '
Preheater I 2]
1 ) i
fower |_ H i Dry, Preheater Kiln
1 1 ~90 m
r » u
Prors ;|
- L 1
I : : : Long Dry Kiln
| 1 I ~130m
i i i - - (]
e -7 Pid (.
o s I
¥ 1 1 T Wet Kiln
A | A 1| ~200m
’ / ’ = ~
/f % \\ N ~
s ’ ,' 11 \ e
’ rd \\ ™ ~
.“Drying .” Preheat -  Calcining /! Sintering or *, Cooling ~ _
i Zone .’ Zone |’ Zone K Burning Zone ‘. Zone
. e s ' ’, E \ K
’ s \
Raw —» Euei
Materials | 20°C-200°C | 200°C-750°C 750°C-1000°C 1200°C - 1450°C 1450°C-1300°C ug
Drive off Heating CaCO; — CaO + CO, | Cal + SiO, + Al,0, + Fe;05 = C3S + C,S + C3A + C,AF Burner <
Water wen nan nan wpen _
E- T8 M 5F Clinker
Upper, "cooal" end Lower, "hot" end LCIinker

17.

18.

19.

Cooler

Source: van Oss (2005)

In the clinker burning process, it is essential to maintain kiln charge temperatures
in the sintering zone between 1400 and 1500°C to convert the raw meal to clinker.
To reach these temperatures, flame temperatures of about 2000°C are necessary.
Also, for reasons of clinker quality, excess air is required in the sintering zone to
maintain oxidizing conditions. Otherwise, if insufficient oxygen is present,
tetracalcium alumino ferrite does not form; instead Fe»Os is reduced to FeO. This
leads to a clinker product that produces a quick setting cement with decreased final
strength. Additionally, the presence of unburned carbon in the burning region
produces a clinker with an undesirable brown colour. (U.S. EPA, 2004)

The composition of the clinker, as well as the names and formulas of the clinker
components are listed in Table 1E.

To complete the production of Portland cement, the cooled clinker is ground with a
small amount of gypsum or anhydrite. Figure 1 Figure 2 in the main Guidelines
provides a process flow diagram of the general cement manufacturing process.

Table 1E - Typical mineralogical composition of ordinary Portland cement
clinker

Chemical name (common Chemical Common Concentration
name) formula notation a/ range
Tricalcium silicate (‘alite’) CazSiOs CsS 50-70%
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Dicalcium silicate (‘belite’) Ca,SiOy C,S 15-30%
Tricalcium aluminate CaszAl,Og Cs3A 5-10%
(‘aluminate’)
Tetracalcium aluminoferrite CasAlbFe;019 CL.AF 5-15%
(‘ferrite’)

a/ Abbreviations: C=CaO; S=Si0O,; A=Al,03; F=Fe,04
Source: Taylor (1997)

Clinker can be made either in energy-intensive and small-scale vertical kilns or in
more efficient, larger scale rotary kilns. With the exception of vertical shaft kilns
(VSK) still used in certain geographical areas (mainly China and India) (CPCB,
2007; Hohne and Ellermann, 2008), cement clinker is predominantly burnt in rotary
kilns. For the manufacture of cement using rotary kilns, heating of the raw meal to
produce cement clinker can take place in one of four different types of
arrangements: the ‘dry’, ‘semi-dry’, ‘semi-wet’, or ‘wet’ processes (EIPPCB, 2010;
UNEP, 2007):

(@) Dry process: Dry raw meal is fed to a cyclone preheater or precalciner kiln or,
in some cases, to a long dry kiln with internal chain preheater.

(b) Semi-dry process: Dry raw meal is pelletised with water and fed to a travelling
grate preheater prior to the rotary kiln or in some cases, to a long kiln
equipped with internal cross preheaters.

(c) Semi-wet process: Raw slurry is first dewatered in filter presses. The resulting
filter cake is either extruded into pellets and fed to a travelling grate preheater
or fed directly to a filter cake drier for (dry) raw meal production prior to a
preheater/precalciner kiln.

(d) Wet process: The raw slurry is fed either directly to a long rotary kiln
equipped with an internal drying/preheating system (conventional wet
process) or to slurry drier prior to a preheater/precalciner kiln (modern wet
process).

In China, approximately 60 % of the cement was produced in 2005 in VSKs, an
amount that is expected to drop to 50 % by 2015 (Karstensen, 2006a). In Europe,
about 90 % of the cement production is from dry process kilns, a further 7.5 % of
production is accounted for by semi-dry and semi-wet process kilns, with the
remainder of European production, about 2.5 per cent, coming from wet process
kilns (EIPPCB, 2010). In the United States, no new wet kilns have been built since
1975, and approximately 80 % of U.S. cement production capacity now relies on
the dry process technology (U.S. E P A, 2007). The wet process remains dominant
in the former Soviet Union and Australia/New Zealand and is still significant in
Canada, India, Latin America and Africa (Watson et al., 2005). Table 1F provides
the share mix of kiln technologies in each region or country in 2002.
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Table 1F - Share of different kiln types in 2002

Regions, Countries

Kiln Type (% Production)

Dry Semi-Dry | Wet | Vertical
North America United States 65 2 33 0
Canada 71 6 23 0
Western Europe 58 23 13 6
Eastern Former Soviet Union 12 3 78 7
Europe Other Eastern Europe 54 7 39 0
Asia Japan 100 0 0 0
Australia and New Zealand 24 3 72 0
China 5 0 2 93
South East Asia 80 9 10 1
Republic of Korea 93 0 7
India 50 9 25 16
Latin America 67 9 23 1
Africa 66 9 24 0
Middle East 82 3 16 0

Source: Baron et al. (2007)

22. Although VSKs are improvements over the old, chimney-type kilns in that some
VSKs allow for continuous processing, they are considered to be less energy
efficient than the rotary kilns, and VSK clinker (and hence cement) is generally
considered to be of lower quality (van Oss, 2005). Furthermore, many VSKs plants
have virtually no environmental controls in place, and the nature of the technology
precludes effective use of modern dust (and other emission) controls. Compared
with preheater/precalciner kilns, VSKs seems to consume from 14 to 105 % more
coal per tonne of clinker; fuel substitution is however not feasible for vertical shaft
kilns (Karstensen, 2006a). The raw materials used for cement production in VSKs
are exactly the same as in any other production process; corrective materials may

also be required to adjust the chemical composition of the raw mix.
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ANNEX 2 — QUALITY ASSURANCE AND QUALITY CONTROL PROGRAM IN THE
IMPLEMENTATION OF CO-PROCESSING IN CEMENT PLANT

1.

A comprehensive programme for quality assurance (QA) and quality control (QC)
should be applied. The aim is to ensure that the product meets standard
specifications, plant operations are not negatively affected by the use of hazardous
wastes, environmental protection and to reduce health and safety risks. QA is
necessary for ensuring that all data and the decisions resulting from that data are
technically sound, statistically valid, and properly documented.

A QA plan should be prepared to help ensure that the monitoring, sampling, and
analytical data meet specific objectives for precision, accuracy, and completeness
and to provide the framework for evaluating data quality. The plan should cover
waste streams and product materials handled at the facility with detailed
instructions for the following:

(a) Organization and responsibilities;

(b) QA objectives for data measurement of precision, accuracy, completeness,
representativeness, and comparability;

(c) Sampling procedures;

(d) Sample handling and custody;

(e) Analytical procedures;

(f) QC checks (blanks, spikes, replicates, etc.) and frequency;

(9) Instrument/equipment testing, inspection, or maintenance;

(h) Instrument/equipment calibration procedures and frequency;

(i) Data review, verification, validation, and reporting.

Adequate laboratory design, infrastructure, equipment, and instrumentation should
be provided and maintained to ensure that all required analysis are completed in a
timely manner. Periodic tests of the laboratory should be considered to evaluate
and improve performance.

Safety and health should be taken into consideration when conducting sampling.
Employees carrying out sampling require training for the hazards associated with
waste, handling procedures, protective clothing and equipment. Those involved in
sampling activities should be fully aware of applicable QA/QC procedures.

BAT for waste quality control in cement manufacturing processes is outlined by the
EIPPCB (2010):

(a) To apply QA systems to guarantee the characteristics of wastes and to analyse
any waste that is to be used as raw material and/or fuel in a cement kiln for:
maintenance of quality over time; physical criteria, for example, emissions
formation, coarseness, reactivity, burnability, calorific value; chemical criteria,
for example, chlorine, sulphur, alkali and phosphate content and relevant metals
content;

(b) To control the amount of relevant parameters for any waste that is to be used as

raw material and/or fuel in a cement kiln, such as chlorine, relevant metals (for
example, cadmium, mercury, thallium), sulphur, total halogen content;
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(c) To apply QA systems for each waste load.

Internal audits should be carried out with a frequency that ensures QA/QC
procedures are in use and that personnel conform to them. Independent third party
audits should be conducted at least annually or as required to determine the
effectiveness of the implemented quality system. Audit reports should be submitted
to management with requirements to correct observed deficiencies.
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ANNEX 3 — HEALTH AND SAFETY ASPECTS

1.

Health and safety should be a conscious priority and integrated into all aspects of
operations during hazardous waste management. Overall and specific personnel
requirements, the chain of command, and individual roles and responsibilities,
should be clearly established.

A health and safety programme should be designed to identify, evaluate, and
control safety and health hazards, and provide for emergency response for
hazardous waste operations. The content and extent of this programme should be
proportionate to the types and degrees of hazards and risks associated with
specific operations.

Adequate documentation and information on safe hazardous waste handling,
operating procedures and contingency measures should be available. Through
openness and transparency, facility management should ensure the workforce is
fully informed about health and safety measures and standards. Easily understood
safety and emergency instructions should be provided to employees and
contractors in advance.

In the EU, the BAT includes the appliance of hazardous waste safety management
to the handling, storage, and the feeding of hazardous waste materials. For
example, using a risk based approach according to the source and type of waste,
for the labelling, checking, sampling and testing of waste to be handled. (EIPPCB,
2010)

Hazard analysis

Hazards and potential exposures should be determined and appropriate controls
should be in place to maintain employee health and safety. Hazards requiring the
use of personal protective equipment (PPE) should be identified. Assessments
such as job hazard analysis (JHA), job safety analysis (JSA), safety analysis
reports (SAR), process hazard analysis (PHA), and job, task, and hazard analysis
(JTHA), are recommended.

Access and hazard control

To eliminate or control worker exposure to hazards, the following should be
considered in order of preference:

(a) Engineering controls to preclude worker exposure by removing or isolating the
hazard. For example, ventilation or use of remotely operated material handling
equipment;

(b) Administrative controls to manage worker access to hazards and establish safe
working procedures. For example, security measures to prevent unauthorized or
unprotected access to hazardous wastes on-site;

(c) PPE, when engineering or administrative controls are not feasible or do not
totally eliminate the hazard.
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10.

11.

12.

13.

14.

These controls are designed to reduce and maintain employee exposure below
national occupational exposure limit values. If these are not available,
internationally recognized exposure levels should be considered.

Examples include: the Threshold Limit Value (TLV) occupational exposure
guidelines by the American Conference of Governmental Industrial Hygienists
(ACGIH); the Pocket Guide to Chemical Hazards by the United States National
Institute for Occupational Health and Safety (NIOSH); Permissible Exposure Limits
(PELS) by the Occupational Safety and Health Administration of the United States
(OSHA); Indicative Occupational Exposure Limit Values (IOELVs) by European
Union member states, or other similar sources.

For hazardous substances and health hazards for which there are no permissible
or applicable exposure limits, the operators could use the published literature and
material safety data sheets (MSDS) as a guide to determine an appropriate level of
protection.

Personal protective equipment

Employees, contractors and visitors to an installation should be provided with PPE
where engineering control methods are not feasible to reduce exposure to
permissible exposure limits. PPE should be selected to protect against any present
or potential hazard and appropriate to the task-specific conditions and duration.

All personnel involved in hazardous waste operations should be fully aware of:
equipment selection and use, maintenance and storage, decontamination and
disposal, training and proper fit, donning and doffing procedures, inspection, in-use
monitoring, programme evaluation, and equipment limitations.

Training

Employees should be effectively trained to a level determined by their job function
and responsibility. This should be carried out prior to them being permitted to
engaging in hazardous waste operations that could expose them to hazardous
substances, safety, or health hazards. Training activities should be adequately
monitored and documented in terms of curriculum, duration, and participants.

The training should cover safety, health and other hazards present on the facility;
use of personal protective equipment; work practices to minimize risks from
hazards; safe use of engineering controls and equipment on the site; medical
surveillance, including recognition of symptoms and signs that could indicate over
exposure to hazards. Those engaged in hazardous emergency response should
also be appropriately trained.

Medical surveillance

A medical monitoring programme should be implemented to assess and monitor
employee health both prior and during employment. An effective programme should
consider the following components as a minimum:
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15.

16.

17.

18.

(a) Pre-employment screening, to determine fitness-for-duty, including the ability to
work while wearing PPE, and provide baseline data for future exposures;

(b) Periodic medical monitoring examinations (the content and frequency of which
depend on the nature of the work and exposure), to determine biological trends
that may mark early signs of chronic adverse health effects;

(c) Provisions for emergency and acute non-emergency treatments.

Emergency response

Emergency plans and procedures should be established for the protection of the
workforce and public before hazardous waste operations begin. An Emergency
Response Plan, ensuring appropriate measures to handle possible on-site
emergencies and coordinate off-site response, should be in place. As a minimum,
this plan should address the following:

(a) Pre-emergency planning and coordination with outside emergency responders;

(b) Personnel roles, lines of authority, training and communication procedures;

(c) Emergency recognition and prevention procedures;

(d) Safe distances and places of refuge;

(e) Site security and control procedures;

(f) Evacuation routes and procedures;

(9) Site mapping highlighting hazardous areas, site terrain, site accessibility and
off-site populations or environments at potential risk;

(h) Decontamination procedures;

() Emergency medical treatment and first aid procedures;

() Personal protective and emergency equipment at the facility;

(k) Emergency alerting and response procedures;

(I) Documenting and reporting to local authorities;

(m)Critique of response and follow-up procedures.

Emergency equipment, such as fire extinguishers, self-contained breathing
apparatus, sorbents and spill kits, and shower/eye wash stations should be located
in the immediate vicinity of hazardous waste storage and processing areas.

The Plan procedures should be rehearsed regularly using drills and mock
situations, and reviewed periodically in response to new or changing conditions or
information.

Arrangements should be made to familiarize local authorities and emergency
responders with the layout of the facility; properties of hazardous waste handled at
the facility and associated hazards; places where facility personnel would normally
be working; facility entrances and possible evacuation routes. Arrangements
agreed to by local authorities, hospitals and emergency response teams should be
described in the Emergency Response Plan.

50



ANNEX 4

COMMUNICATIONS AND
STAKEHOLDER INVOLVEMENT

51



ANNEX 4 — COMMUNICATIONS AND STAKEHOLDER INVOLVEMENT

1. Stakeholders are those who see themselves as potentially affected by the
operations of a facility. These can be individuals and groups on a local, national, or
international scale and include neighbours, community organizations, employees,
trade unions, government agencies, the media, non-governmental organizations,
contractors, suppliers and investors.

2. Public communication is the providing of information through media sources,
including brochures, websites, newspapers, radio and television. Stakeholder
involvement is concerned with community members and others with an interest in
the facility, through public meetings, presentations, advisory committees, and
personal approaches. Both should form part of the normal operations of a plant.

3. Facilities should have clear objectives for working with stakeholders. This includes
a realistic timescale for engagement, committing necessary resources and a
willingness to find mutually beneficial outcomes.

4. Operators and regulatory authorities should be prepared to address public
concerns over possible impacts of co-processing and strive to establish efficient
communication methods to explain the activities. Operators planning on using
hazardous waste should provide all necessary information to allow stakeholders to
understand the use of the wastes in the cement kiln while illustrating the measures
that would be implemented to avoid adverse impacts.
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ANNEX 5 — GENERAL RECOMMENDATION ON WASTE ACCEPTANCE
AND PRE-PROCESSING OF HAZARDOUS WASTE FOR CO-
PROCESSING

WASTE ACCEPTANCE

1.

Prior knowledge of wastes is necessary to ensure that the waste falls within the
requirements of the facility’s permit and will not adversely affect the process.
Generators of hazardous waste should in most circumstances know the
composition, nature and problems associated with their waste, ensuring that all
relevant information is passed to those involved in its subsequent management.

Hazardous and non hazardous waste acceptance comprises two stages: pre-
acceptance (or screening) and on-site acceptance. Pre-acceptance involves the
provision of information and representative samples of the waste to allow
operators to determine suitability before arrangements are in place for acceptance.
The second stage concerns procedures when the waste arrives at the facility to
confirm previously approved characteristics.

Failure to adequately screen waste samples prior to acceptance and a
confirmation of its composition on arrival at the installation may lead to subsequent
problems. Inappropriate storage, mixing of incompatible substances, and
accumulation of wastes could occur.

Pre-acceptance

4.

A pre-acceptance, or pre-shipment screening, protocol should ensure that only
properly and safely handled hazardous waste streams are approved for shipment
to the facility. Such protocol is necessary to:

€) Ensure regulatory compliance by screening out unsuitable wastes;

(b) Confirm the details relating to composition, and identify verification
parameters that can be used to test waste arriving at the facility;

(©) Identify any substances within the waste that may affect its processing, or
react with other reagents;

(d)  Accurately define the range of hazards exhibited by the waste.

The operator should obtain information on the nature of the process producing the
waste, including its variability. Other required descriptions include: composition
(chemicals present and individual concentrations); handling requirements and
associated hazards; the quantity and the form of waste (solid, liquid, sludge etc);
sample storage and preservation techniques. Ideally, information should be
provided by the waste generators . Alternatively a system for the verification of the
information provided by any intermediaries should be considered.

Systems for the provision and analysis of waste representative samples should be
in place. The waste sample should be taken by a competent technician and the
analysis carried out by a laboratory, preferably accredited with robust QA/QC
methods and record keeping and a chain-of-custody procedure should be
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considered. The operator should carry out a comprehensive characterisation
(profiling) and testing with regard to the planned processing for each new waste.
No waste should be accepted without sampling and testing being carried out. The
exception is unused, outdated or off-specification uncontaminated products that
have appropriate MSDS or product data sheets.

7. A Waste Analysis Plan (WAP) should be prepared and maintained to document
procedures used to obtain a representative waste sample and to conduct a
detailed chemical and physical analysis. A WAP should address measures used to
identify potentially reactive and incompatible wastes. It should include testing of a
representative sample to qualify the waste for use at the facility (pre-acceptance)
and to verify its constituents (acceptance). Further testing of samples taken during
or after waste pre-processing or blending should be used to verify the quality of
the resultant stream.

8. Operators should ensure that the technical appraisal is carried out by qualified,
experienced staff who understands the capabilities of the facility.

9. Records of pre-acceptance should be maintained at the facility for cross-
referencing and verification at the waste acceptance stage. Information should be
recorded and referenced, available at all times, regularly reviewed and kept up to
date with any changes to the waste stream.

On-site acceptance

10. On-site verification and testing should confirm waste characteristics with the pre-
acceptance information. Acceptance procedures should address:

@) Pre-approved wastes arriving on-site, such as a pre-booking system
to ensure that sufficient capacity is available

(b) Traffic control;

(c) Check for documents arriving with the load;

(d) Load inspection, sampling and testing;

(e) Rejection of wastes and the discrepancy reporting procedures;

)] Record keeping;

(9) Periodic review of pre-acceptance information.

11. Wastes should not be accepted without detailed written information identifying the
source, composition and hazard levels.

12. Where facilities provide an emergency service such as the removal of spillages or
fly-tipped hazardous wastes, there may be situations where the operator is unable
to adhere to established pre-acceptance and/or acceptance procedures. In such
instances, the operator should communicate the occurrence to the competent
authorities immediately.

Arrival

13. If sufficient storage capacity exists and the site is adequately manned, suitably
gualified and trained personnel should supervise the receiving of hazardous
wastes. All wastes received should be treated as unknown and hazardous until
compliance with specifications has been positively verified.
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14.

15.

16.

17.

A suitable description should accompany hazardous waste delivery including:
name and address of the generator; name and address of the transporter; waste
classification and description; volume and weight; and hazardous characteristics of
the waste.

Documentation accompanying the shipment should be reviewed and approved,
including the hazardous waste manifest, if applicable. Any discrepancies should
be resolved before the waste is accepted. If they cannot be resolved, the waste
should be rejected and sent back to the original generator, or at its request, to an
alternate facility.

Where possible, waste loads should be visually inspected. All containers should be
clearly labelled in accordance with applicable regulations for the transport of
dangerous goods and checked to confirm quantities against accompanying
documentation. They should be equipped with well-fitting lids, caps and valves
secure and in place and inspected for leaks, holes, and rust. Any damaged,
corroded or unlabelled container or drum should be classified as ‘non-conforming’
and dealt with appropriately.

All incoming loads should be weighed, unless alternative reliable volumetric
systems linked to specific gravity data are available.

Inspection

18.

19.

20.

21.

Wastes should only be accepted at the facility after thorough inspection. Reliance
solely on supplied written information should not be acceptable. Physical
verification and analytical confirmation should be undertaken to ensure the waste
meets permit specifications and regulatory requirements. All wastes, whether for
processing or storage, should be sampled and undergo verification and testing,
according to the frequency and protocol defined in the WAP, except for unused,
outdated, off-specification or uncontaminated products.

On-site verification and testing should take place to confirm:

(@) The identity and description of the waste;
(b) Consistency with pre-acceptance information;
(c) Compliance with the facility permit.

Techniques for inspection vary from simple visual assessment to full chemical
analysis. The extent of the procedures adopted will depend upon waste chemical
and physical composition and variation; known difficulties with certain waste types
or of a certain origin; specific sensitivities of the installation concerned (for
example, certain substances known to cause operational difficulties); and the
existence or absence of a quality controlled specification for the waste, among
others. (Karstensen, 2008a)

The facility should have a designated sampling or reception area where
containerised waste is unloaded if adequate space is available and temporarily
stored for further sampling and sample analysis. Wastes should be segregated
immediately to remove possible hazards due to incompatibility. Sampling should
ideally take place within 24 hours of unloading. During this period, hazardous
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22.

23.

24,

wastes should not be bulked, blended or otherwise mixed. Bulk wastes should be
inspected and accepted for processing prior to unloading.

Sampling should comply with specific national legislation, where it exists, or with
international standards. Sampling should be supervised by laboratory staff and in
those countries where regulations do not exist, qualified staff should be appointed.
Sampling should include well-established procedures such as those developed by
the American Society for Testing and Materials (ASTM), the European Committee
for Standardization (CEN), and the United States Environmental Protection
Agency (EPA). A record of the sampling regime for each load and justification for
the selected option should be maintained.

Samples should be analysed by a laboratory with a robust QA/QC programme,
including but not limited to suitable record keeping and independent assessments.
Analysis should be carried out at a timescale required by facility procedures. In the
case of hazardous wastes this often requires the laboratory to be on-site.

Typically, waste should be sampled and analysed for a few key chemical and
physical parameters (fingerprint analysis) to substantiate the waste composition
designated on the accompanying manifest or other documents. The selection of
key parameters must be based on sufficient waste profile knowledge and testing
data to ensure accurate representation. When selecting fingerprint parameters,
consideration should be given to those that: identify unpermitted wastes;
determine suitability within the facility’s operational acceptance limits; identify
potential reactivity or incompatibility; indicate any changes in composition that had
occurred during transportation or storage. Should fingerprint testing results of a
given waste stream fall outside the established tolerance limits, the waste may be
re-evaluated for possible acceptance to prevent the unnecessary movement of
waste back and forth between the generator and the installation. Re-evaluation
should consider facility conditions for storage and processing; additional
parameter analysis deemed appropriate by the operator and established in the
WAP; permit requirements.

25. The inspection scheme may include: assessment of combustion parameters;

26.

27.

blending tests on liquid wastes prior to storage; control of flashpoint; and
screening of waste input for elemental composition, for example by ICP, XRF
and/or other appropriate techniques, in accordance to waste types and
characteristics, and the facility waste acceptance criteria. (Karstensen, 2008a)

Wastes should be moved to the storage area only after acceptance. Should the
inspection or analysis indicate a failure to meet the acceptance criteria, including
damaged or unlabelled drums, such loads should be stored in a quarantine area,
allocated for non-conforming waste storage, and dealt with appropriately.

All areas where hazardous waste is handled should have an impervious surface
with a sealed drainage system. Attention should be given to ensuring that
incompatible substances do not come into contact resulting from spills from
sampling, for example, within a sump serving the sampling point. Absorbents
should be available.
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28.

29.

In accordance with national legislation and practice, suitable provisions should be
made to verify that wastes received are not radioactive, such as the use of plastic
scintillation detectors.

After acceptance, containerised hazardous waste should be labelled with the
arrival date and primary hazard class. Where containers are bulked, the earliest
arrival date of the bulked wastes should be indicated on the bulk container. Each
container should be given a unique reference number for in-plant tracking.

Non-conforming waste

30.

31.

32.

The operator should have clear and unambiguous criteria for the rejection of
wastes, including wastes that fail to meet the acceptance criteria, and damaged,
corroded or unlabelled drums. A written procedure for tracking and reporting such
non-conformance should include notification to the customer or waste generator
and competent authorities.

The operator should also have a clear and unambiguous policy for the subsequent
storage, including a maximum storage volume, and disposal of rejected wastes.
This policy should achieve the following:

€) Identify the hazards posed by the rejected wastes;

(b) Label rejected wastes with all information necessary to allow proper storage
and segregation arrangements to be put in place;

(c) Segregate and store rejected wastes safely pending removal within no
more than five working days, where possible.

Wastes not fulfilling the acceptance criteria of the plant should be sent back to the
waste generator, unless an agreement is reached with the generator to ship the
rejected waste to an alternative authorised destination.

In-plant tracking system

33.

34.

An internal wastes tracking system and stock control procedure should be in
place, starting at the pre-acceptance stage, to guarantee the traceability of waste
processing and enabling the operator to:

(&) Prepare the most appropriate waste blend;

(b) Prevent unwanted or unexpected reactions;

(c) Ensure that the emissions are either prevented or reduced;
(d) Manage wastes throughput.

The tracking system, which may be a paper-based, electronic, or a combination of
both), should trace the waste during its acceptance, storage, processing and
removal off-site. At any time, the operator should be able to identify the location of
a specific waste on the facility and the length of time it has been there. Records
should be held in an area removed from hazardous activities to ensure their
accessibility during any emergency.
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35.

36.

37.

38.

Once a waste has entered bulk storage or a treatment process, tracking individual
wastes will not be feasible. However, records should be maintained to ensure
sufficient knowledge is available as to what wastes have entered a particular
storage facility. For example, to avoid incompatibility with incoming wastes, it is
necessary to keep track of residues building up within a vessel between de-
sludging operations.

For bulk liquid wastes stock control should involve maintaining a record of the
route through the process. Waste in drums should be individually labelled to
record the location and duration of storage.

The in-plant waste tracking system should hold a complete record generated
during pre-acceptance, acceptance, storage, processing and removal off-site.
Records should be kept up to date to reflect deliveries, on-site treatment and
dispatches. The tracking system should operate as a waste inventory, stock
control system and include as a minimum:

(@  Aunique reference number;

(b) Details of the waste generator and intermediate holders;

(c) Date of arrival on-site;

(d) Pre-acceptance and acceptance analysis results;

(e) Container type and size;

Q) Nature and quantity of wastes held on-site, including identification of
associated hazards;

() Details on where the waste is physically located;

(h) Identification of staff who have taken any decisions on acceptance or
rejection of wastes.

The system adopted should be structured to report on:

(@)  Total quantity of waste present on-site at any one time, in appropriate units;

(b) Breakdown of waste quantities being stored pending on-site processing;

(c) Breakdown of waste quantities on-site for storage only, that is, awaiting
transfer,;

(d) Breakdown of waste quantities by hazard classification;

(e) Indication of where the waste is located relative to a site plan;

)] Comparison of the quantity on-site against total permitted,;

(9) Comparison of time the waste has been on-site against permitted limit.

WASTE STORAGE AND HANDLING

39.

40.

After deciding the waste’s suitability, the operator should have systems and
procedures in place for transfer to appropriate storage safely.

Considerations for waste storage on the installation should include:
(a) Location of storage areas;

(b) Storage area infrastructure;

(c) Condition of tanks, drums, vessels and other containers;

(d) Stock control;
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(e) Segregated storage;
(f) Site security;
() Fire risk.

Design considerations

41.

42.

43.

44.

45.

46.

Transfer and storage areas should be designed to handle accidental spills. This
may require that:

(&) To prevent spills from spreading or seeping into the soil, storage areas
should have adequate boundaries and be adequately sealed, impermeable
and resistant to the stored waste materials;

(b)  All spills should be collected, placed in a suitable container, and stored for
disposal in the kiln;

(c) If a spill occurs, incompatible wastes should be prevented from mixing;

(d)  All connections between tanks should be capable of being closed by valves.
Overflow pipes should be directed to a contained drainage system such as
a bounded area or another vessel;

(e) Leak free equipment and fittings should be installed whenever possible;

)] Measures to detect leaks and appropriate corrective action should be
provided;

(9) Contaminated runoff should be prevented from entering storm drains and
watercourses. Any runoff should be collected and stored for disposal in the
kiln;

(h)  Adequate alarms for abnormal conditions should be provided.

Storage design should be appropriate to maintain waste quality for the complete
storage period. Segregated storage should be in place to prevent incidents from
incompatible wastes and as a means of preventing escalation should an incident
occur. Individual storage requirements on a particular installation will be
dependent on a full assessment of risk.

Within the facility, specific storage area characteristics should reflect the properties
of the waste that poses the greatest risk that can be accepted. In general, the
storage criteria should also take into account the unknown nature and composition
of wastes, as this gives rise to additional risks and uncertainties. In many cases,
this uncertainty means that higher specification storage systems are applied for
wastes than for well-characterised raw materials.

Containerised wastes should be stored under cover, protected from heat, direct
sunlight and rain, unless the waste is known to be unaffected by such ambient
conditions.

For containerised wastes, the design should be such to prevent accumulation of
hazardous wastes beyond the allowable storage timescale. For liquid wastes,
mixing or agitation to prevent settling of solids should be considered. It may be
necessary to homogenise tank contents with mechanical or hydraulic agitators.
Depending on the waste characteristics, some tanks may need to be heated and
insulated.

The construction, material selection and design of equipment, such as tanks,
pipelines, valves, and seals should be appropriate for the characteristics of the
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47.

48.

49.

waste. They should be sufficiently corrosion proof, and offer the option of cleaning
and sampling.

Adequate ventilation should be provided in consideration to applicable work
exposure guidelines. Periodic monitoring should be considered for open stored
wastes that may emit VOC.

A fire protection system approved by local authorities, for example, a local fire
department, should be in place. Automatic fire detection systems should be used
in waste storage areas as well as for fabric filters and electrostatic precipitators
(ESP), electrical and control rooms, and other identified risk areas. Continuous,
automatic temperature measurement of the surface of wastes in the storage pits
can be used to trigger an acoustic alarm to indicate temperature variations.

Automatic fire suppression systems should be used when storing flammable liquid
waste and in other risk areas. Foam and carbon dioxide control systems provide
advantages in some circumstances, for example, for the storage of flammable
liquids. Water systems with monitors, water cannons with the option to use water
or foam, and dry powder systems are commonly used.

Operational considerations

50.

51.

52.

53.

54.

55.

56.

Written procedures and instructions for the unloading, handling, and storage of
wastes on-site should be in place. It should be ensured that chemically
incompatible wastes are segregated. Compliance should be audited regularly.

To avoid the need for additional handling and transfer hazardous wastes should be
stored in the same containers (drums) that were used for delivery.

Designated routes for vehicles carrying specific hazardous wastes should be
clearly identified within the facility. On-site transportation should minimize risk to
the health and safety of employees, the public and the environment. The operator
should ensure that vehicles are fit for purpose with respect to compliance with
relevant regulations.

All loads should be properly identified, segregated according to compatibility (so
that any potential spills do not create chemical safety hazards), and secured to
prevent sliding or shifting during transport. Personnel should be directed and
trained to use equipment only as intended, and not to exceed the rated capacity of
containers, vehicles, and other equipment.

Appropriate signage indicating the nature of hazardous wastes should be in place
at storage, stockpiling, and tank locations.

Containers should be kept in good condition, free of dents, not leaking or bulging,
and closed not in use. Container storage areas should have at least a weekly
inspection.

Maintenance work should be authorized by plant management, and carried out
after the area has been checked by a supervisor and all necessary precautions
have been taken. Special procedures, instructions, and training should be in place
for routine operations such as:
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57.

(@) Working at heights, including proper tie-off practices and use of safety
harnesses;

(b) Confined space entry where air quality, explosive mixtures, dust, or other
hazards may be present;

(c) Electrical lock-out, to prevent accidental reactivation of electrical equipment
undergoing maintenance;

(d) ‘Hot works’ (welding, cutting, etc.) in areas that may contain flammable
materials.

Safety measures that should be considered include:

(@) Placing of uncontrolled combustible materials in storage areas should be
avoided;

(b)  Where there is a risk that has not been avoided or controlled, standard
safety signs and information signs should be in place;

(c) Emergency showers and eye wash stations should be provided within the
work area for immediate emergency use following exposure to hazardous
wastes. Consideration should be given to the possible need for multiple
emergency shower installations, based upon access distance, and the
possibility that more than one person may be affected at the same time;

(d)  Adequate alarms should be provided to alert all personnel about emergency
situations;

(e)  On site communication equipment should be maintained so that in case of a
fire, the control room and the local fire department can be contacted
immediately;

() Electrical equipment should be earthed and have appropriate anti-static
devices in place.

WASTE PRE-PROCESSING

58.

59.

60.

So as not to detract from normal kiln operation, product quality, or the site’s usual
environmental performance, wastes used in cement kilns should be homogenous,
with compatible particle size, stable chemical composition and heat content. For
optimum operation, kilns require very uniform waste material flows in terms of
quality and quantity. For certain types of wastes, this can only be achieved by pre-
processing.

Pre-processing includes drying, shredding, grinding or mixing depending on the
type of waste. It is usually carried out in a purpose-made facility, which may be
located outside or inside the cement plant.

Liquid waste fuels are normally prepared by blending different products with
suitable calorific values and chemistry, such as spent solvents or used oil. Only
simple pre-treatment is usually necessary, such as the removal of bottoms,
sediments and water. In some cases, for example machining oil/emulsion,
chemical processes are necessary to remove metallic pollutants and additives.
The extent of solid waste processing, such as sorting, crushing, or pelletizing,
depends on the specific application.
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Design considerations

61.

62.

63.

Facility layout should be carefully considered to ensure access for day-to-day
operations, emergency escape routes, and maintainability of the plant and
equipment.

Recognized standards should be applied to the design of installations and
equipment. Any modifications should be documented.

Health and safety assessments should be undertaken on operations to ensure
equipment safety and to minimize risks of endangering people or installations, or
damaging the environment. Appropriate procedures should be used to assess
risks or hazards for each stage of the design process. Only competent and
gualified personnel should undertake or oversee such hazard and operating
studies.

Operational considerations

64. Although mixing and homogenisation of wastes can improve feeding and

combustion behaviour, it can involve risks and should be carried out according to a
prescribed preparation.

65. Techniques used for waste pre-processing and mixing are wide ranging, and may

include:

€) Mixing and homogenising of liquid wastes to meet input requirements, for
example, viscosity, composition and/or heat content;

(b)  Shredding, crushing, and shearing of packaged wastes and bulky
combustible wastes;

(c) Mixing of wastes in a storage pit or similar enclosure using a grab or other
machine.

66. Crane operators should be capable of identifying potentially problematic loads, for

example, baled wastes and discrete items that cannot be mixed or may cause
loading and feeding problems. These can then be removed, shredded or directly
blended (as appropriate) with other wastes.

67. General tidiness and cleanliness should be applied to enhance working

environment and to allow potential operational problems to be identified in
advance. The main elements are:

(@) Systems to identify, locate and store wastes received according to their
risks;

(b) The prevention of dust emissions from operating equipment;

(c) Effective wastewater management;

(d) Effective preventive maintenance.
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PRE-PROCESSING PLANT CLOSURE/DECOMMISSIONING

68. Closure is the period directly after the facility stops normal operations. During this
period the facility stops accepting hazardous waste; completes storage and
processing of any wastes left on site; and disposes or decontaminates equipment,
structures, and soils, restoring the site, insofar as possible, to its original condition
or in keeping with the intended land use. Planning for decommissioning of the
facility should be undertaken during the initial stages of the overall project. By
integrating decommissioning requirements into the facility design at the outset, the
site development plan should be compatible with the proper closure requirements
when the operation of the facility has ended.

69. Operators should be required to properly close the facility in a manner that
minimizes the further need for maintenance, and prevents the escape of any
hazardous contaminants to the environment. To ensure this, a closure plan should
be prepared identifying the steps necessary to partially or completely close the
facility, including:

@) Procedures for handling removed inventory;

(b) Procedures for decontamination and/or disposal;

(c) Procedures to confirm effectiveness of decontamination, demolition and
excavation, including procedures for performing sample collection and
analysis;

(d) Health and safety plan addressing all health and safety concerns pertinent
to closure activities;

(e)  Security system to prevent unauthorized access to the areas affected by
closure activities.

70. To prevent a facility from ceasing operations and failing to provide for the
potentially costly closure requirements, operators should be required to
demonstrate that they have the financial resources to properly conduct closure in a
manner that protects both human health and the environment.

71. To minimise decommissioning problems and associated environmental impacts, it
is recommended for existing installations, where potential problems are identified,
to put in place a programme of design improvements (EIPPCB, 2006). These
design improvements should ensure that underground tanks and piping are
avoided. If replacement is not possible operators should provide secondary
containment or develop a suitable monitoring programme. A procedure for the
draining and cleaning out of vessels and piping prior to dismantlement, among
others, should also be provided.

OTHER ENVIRONMENTAL ASPECTS

Volatile organic compounds, odours and dust

72. Emissions to air from waste pre-processing will depend on the types of wastes
treated and the processes used. Emission monitoring and reporting should be
performed according to operating permits and applicable regulations.
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73.

74.

Abatement techniques should be in place as required and countermeasures for
noise and odours considered. Dust is usually reduced by bag filters while VOC
emission control technologies, if needed, may include carbon adsorption, thermal
or biological treatments, among others.

In the EU, BAT is to apply the following techniques to prevent or control the
emissions of dust, odours and VOC in the waste treatment sector as a whole:
restrict the use of open topped tanks, vessels and pits; use an enclosed system
with extraction to suitable abatement plant; apply a suitably sized extraction
system; correctly operate and maintain the abatement equipment; have leak
detection and repair procedures in place; and reduce air emissions by using a
suitable combination of preventive and/or abatement techniques (EIPPCB, 2006).

Drums and ferrous metals

75.

Empty drums and ferrous metals removed by magnetic separators should be
disposed of in an environmentally sound manner. Scrap metal not contaminated
by chemicals or scheduled wastes can be recycled for steelmaking. Empty waste
drums contaminated by chemicals or scheduled wastes in good condition can be
sent to authorised/licenced drum washers/recyclers.

Wastewater

76.

17.

78.

Discharges of wastewater to surface water should not result in contaminant
concentrations in excess of local ambient water quality criteria, or in their absence,
other recognized ambient water quality criteria. Receiving water use and
assimilative capacity, taking other sources of discharges to the receiving water into
consideration, should also influence the acceptable pollution loadings and effluent
discharge quality.

Discharges into public or private wastewater treatment systems should meet the
pre-treatment and monitoring requirements of that sewer treatment system. It
should not interfere, directly or indirectly, with the operation and maintenance of
the collection and treatment systems, or pose a risk to worker health and safety, or
adversely impact characteristics of residuals from wastewater treatment
operations.

In the EU, BAT is to apply the following techniques to wastewater management in
the waste treatment sector as a whole: reduce the water use and the
contamination of water; avoid the effluent by-passing the treatment plant systems;
collect spillages, drum washings, etc.; segregate the water collecting systems;
have a concrete base in all the treatment areas; maximise the reuse of treated
wastewaters; conduct daily checks on the effluent management system; carry out
the appropriate treatment technique for each type of wastewater; achieve
adequate water emission values before discharge by applying a suitable
combination of techniques (EIPPCB, 2006).

65



EMISSIONS MONITORING AND REPORTING

79.

Emissions and air quality monitoring programmes provide information that can be
used to assess the effectiveness of relevant management strategies. A systematic
planning process is recommended to ensure that data collected are adequate for
the intended purposes and to avoid collecting data that are unnecessary. A
monitoring programme for air quality should consider baseline monitoring to
assess background levels of key pollutants both at and in the vicinity of the facility.

80. When wastewater is discharged, a monitoring programme, with adequate

81.

resources and management overview, for wastewater and water quality should be
developed and implemented to meet set monitoring objectives.

The parameters selected for monitoring should be indicative of the pollutants of
concern from the process, and should include parameters that are regulated under
compliance requirements. Monitoring programmes should apply national or
international methods for sample collection and analysis, such as those published
by the International Organization for Standardization (ISO), CEN or the United
States EPA. Sampling should be carried out or supervised by trained individuals.
Those permitted or certified for this role should conduct the analysis. Sampling
and analysis QA/QC plans should be applied and documented to ensure that data
quality is adequate for the intended data use. Monitoring reports should include
QA/QC documentation.
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ANNEX 6 — GENERAL RECOMMENDATION ON CO-PROCESSING OF
HAZARDOUS WASTE

OPERATIONAL REQUIREMENTS

1.

Safe and responsible co-processing requires careful selection of the feed points in
the kiln system as well as comprehensive operational control relating to the specific
characteristics and volumes of the waste material.

Feed point selection

Adequate feed points should be selected according to relevant characteristics of
the waste, including physical, chemical, and toxicological (see Figure 6A). Different
feed points can be used, most commonly waste is introduced via:

(@) The main burner at the rotary kiln outlet end;

(b) A feed chute at the transition chamber at the rotary kiln inlet end (for lump
fuel);

(c) Secondary burners to the riser duct;

(d) Precalciner burners to the precalciner;

(e) A feed chute to the precalciner (for lump fuel);

() A mid kiln valve in the case of long wet and dry kilns (for lump fuel).

Liquid wastes are typically injected into the hot end of the kiln. Solid wastes may be
introduced into the calcining zone at some facilities. This is mid-kiln for long kilns,
and onto the feed shelf in the high-temperature section for preheater/precalciner
kilns.

Solid wastes used as alternative raw materials are typically fed into the kiln system
via the normal raw meal supply, the same as traditional raw materials. However
materials containing components that can be volatilised at low temperatures (for
example, solvents) should be fed into the high temperature zones of the Kkiln
system. Wastes containing volatile organic and inorganic components should not
be fed via the normal raw meal supply unless controlled test runs in the kiln, or
adequate laboratory tests, have demonstrated that undesired stack emissions can
be avoided.

Combustible toxic compounds found in some hazardous waste, such as
halogenated organic substances, need to be completely destroyed through proper
temperature and residence time. In preheater/precalciner kilns, hazardous waste
should generally be fed through either the main or the secondary burners.
Hazardous and other wastes fed through the main burner, where conditions will
always be favourable, decompose under oxidising conditions at a flame
temperature of >1800°C (see Figure 6B). Waste fed to a secondary burner,
preheater or precalciner will be exposed to lower temperatures, though expected
burning zone temperatures in the precalciner are typically >1000°C (UNEP, 2007).
The kiln should be operated in such a way that the gas resulting from the process is
raised, after the last injection of combustion air, in a controlled and homogeneous
fashion and even under the most unfavourable conditions, to a temperature of 850
°C for two seconds (cf. Directive 2000/76/EC). In the case of hazardous wastes
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with a content of more than 1 per cent halogenated organic substances (expressed
as chlorine), the temperature should be raised to 1100°C for at least two seconds.

Figure 6A - Typical waste feed points
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Figure B - Temperatures and residence times during cement manufacture
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For hazardous waste feeding into the kiln, the following should be conducted
(EIPPCB, 2010):

(@) To use the appropriate feed points to the kiln in terms of temperature and
residence time depending on kiln design and kiln operation;

(b) To feed waste materials containing organic components that can be
volatilised before the calcining zone into the adequately high temperature
zones of the kiln system;

(c) To operate in such a way that the gas resulting from the process is raised, in
a controlled and homogeneous fashion and even under the most
unfavourable conditions, to a temperature of 850 °C for 2 seconds;

(d) To raise the temperature to 1100 °C, if hazardous waste with a content of
more than 1 per cent of halogenated organic substances, expressed as
chlorine, is fed into the kiln;

(e) To feed wastes continuously and constantly;

() To stop feeding waste when appropriate temperatures and residence times
are not maintained or cannot be reached (at start-ups or shutdowns for
instance), and whenever any emission limit value is exceeded.

Kiln operation control

To avoid operating problems within the kiln, the impact of hazardous waste on the
total input of circulating volatile elements, such as chlorine, sulphur or alkalis,
requires careful assessment prior to acceptance. Specific acceptance criteria for
these components should be set by each facility based on the process type and on
the specific kiln conditions.

The general principles of good operational control of the kiln system using
conventional fuels and raw materials should also be applied to the use of waste. In
particular, all relevant process parameters should be measured, recorded, and
evaluated continuously. Kiln operators should undergo appropriate training for the
requirements related to the use of hazardous waste, including health, safety, and
environmental emission aspects.
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10.

11.

For operational disruptions of the kiln, written work instructions describing the
strategy to disconnect the hazardous waste feed to ensure minimum operational
stability conditions should be available and known to the kiln operators.

The mineral content of the waste may affect the characteristics of the clinker. The
raw mix composition should be adjusted accordingly to adhere to the given
chemical set points. Input limits for chlorine, sulphur, and alkalis should be defined,
and operational set points should be strictly observed. Bypass installations to avoid
enrichment cycles of these compounds should only be considered if appropriate
solutions for the management of the bypass dust generated have been identified.

It is important for combustion and process stability, for the purpose of controlling
emissions of unintentionally formed POPs, to ensure (UNEP, 2007):

(@) Consistency in fuel characteristics (both alternative and fossil);

(b) Consistency in fuel supply rate or frequency of introduction of batch-charged
materials;

(c) That adequate excess oxygen is supplied to achieve good combustion;

(d) That concentrations of CO in exhaust gases are monitored and do not exceed
pre-established levels reflecting poor combustion conditions.

ENVIRONMENTAL ASPECTS

12.

13.

14.

15.

Air emissions

Whether or not wastes are being used in a cement plant, dust (particulate
matter),NOx and SO2 emissions cause the greatest concern and needs to be dealt
with. Other emissions to be considered are VOC, PCDDs, PCDFs, HCI, CO, CO2,
HF, ammonia (NH3), benzene, toluene, ethylbenzene, xylene, polycyclic aromatic
hydrocarbons (PAH), heavy metals and their compounds (EIPPCB, 2010). Under
some circumstances, emissions may also include chlorobenzenes and PCBs (SBC,
2007).

Control technologies should be implemented by the cement plant to ensure
compliance to the emission limit as outlined in these guidelines.

Cement kiln and bypass dust

All cement plants generate a fine dust from the kiln line, collectively labelled cement
kiln dust (CKD). CKD composition varies, even over time from a single kiln line, but
includes particulates representing the raw mix at various stages of burning,
particles of clinker, and even particles eroded from the refractory brick and/or
monolithic linings of the kiln tube and associated apparatus (Van Oss, 2005). Dust
is also discarded from alkali bypass systems, installed to avoid excessive build-up
of alkali, chloride and/or sulphur, however bypass dust, as opposed to CKD,
consists of fully calcined kiln feed material.

In the EU, the BAT conclusion for process waste, in the cement manufacturing
sector in general, is to re-use collected particulate matter in the process, wherever
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16.

17.

18.

19.

20.

21.

practicable, or to utilise these dusts in other commercial products, when possible.
(EIPPCB, 2010).

To avoid disposal, most CKD and bypass dust is recycled directly back to the
cement kiln or cement clinker grinder. In clinker manufacture, CKD patrtially offsets
the need for raw materials such as limestone and natural rock constituents, thus
avoiding the energy usage and emissions related to their extraction and
processing. Periodically some dust may need to be removed from the system due
to increasing concentrations of alkali, chloride and sulphur compounds that may
compromise the quality of the clinker. Dust that cannot be recycled back into the
process is removed from the system and often collected onsite in piles.

Where appropriate CKD not returned to the production process may be recovered
in various types of commercial applications, including agricultural soil
enhancement, base stabilizing for pavements, wastewater treatment, waste
remediation, low-strength backfill and municipal landfill cover (U.S. EPA, 2010).
These applications depend primarily on the chemical and physical characteristics of
the CKD.

The major factors determining CKD characteristics are the raw feed material, type
of kiln operation, dust collection systems, and fuel type. Since the properties of
CKD can be significantly affected by the design, operation, and materials used in a
cement kiln, the chemical and physical characteristics of CKD must be evaluated
on an individual plant basis. (U.S. EPA, 2010) Until the degree of variability in the
CKD has been established, frequent testing is recommended.

Depending upon the level of contaminants of concern (for example, heavy metals,
POPs), this waste can in some cases be hazardous waste for which special
handling and disposal measures apply (UNEP, 2007). A study by Karstensen
(2006b) reports an average concentration of 6.7 ng I-TEQ/kg for PCDDs/PCDFs in
CKD and a maximum concentration of 96 ng I-TEQ/kg. The same study shows that
wastes from the cement industry have PCDD/PCDF levels in the same magnitude
as foods such as fish, butter, breast milk, and less than the maximum permissible
concentration of 100 ng TEQ/kg for sewage sludge applied to agricultural land.

To ensure the protection of public health and the environment and to prevent
groundwater contamination, bypass dust or CKD, discarded from facilities that use
hazardous wastes as supplementary fuels or raw materials, should be analyzed for
metal and organic leachate quality parameters if they are to be disposed of on land.
The analysis should be conducted during controlled test runs in addition to ongoing
testing that may be required by local regulatory authorities. Releases of dust to the
air should also be controlled.

Emissions to water

In general, wastewater discharges are usually limited to surface run-off and cooling
water only and cause no substantial contribution to water pollution (EIPPCB, 2010).
Nevertheless, in the European Union the use of wet scrubbers is a BAT to reduce
the emissions of SOx from the flue-gases of kiln firing and/or
preheating/precalcining processes (EIPPCB, 2010). As such, the generation and
management of wastewater shall subject to the requirements under Environmental
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22.

23.

24.

25.

26.

Quality (Effluent) Regulations 2009, so as to limit the transfer of pollutants from the
air into water.

End-product control

Final products such as clinker and cement are subject to regular control procedures
required by the usual quality specifications as laid down in applicable national or
international quality standards.

As a principle, co-processing should not alter the quality of the cement being
produced. This means that the clinker, cement or concrete produced should not be
used as a sink for heavy metals. There should be no negative impact on the
environment as might be demonstrated with leaching tests on concrete or mortar,
for example. The quality of cement should also allow end-of-life recovery.

Organic pollutants in the materials fed to the high temperature zone of the kiln
system are completely destroyed, while the inorganic components are incorporated
into the end product. Accordingly, the use of wastes in the clinker burning process
may change the metal concentrations in cement products, and depending on the
total input via the raw materials and fuels, the concentration of individual elements
in the product may increase or decrease as a result of waste co-processing
(EIPPCB, 2010). However, lengthy investigations have shown that the effect of
waste on the heavy metals content of clinker is marginal on a statistical basis, the
one exception being the bulk use of tires which will raise zinc levels (GTZ, 2006).

As cement is blended with aggregates to form concrete or mortar, it is the
behaviour of the metals within these building materials that is important for the
evaluation of relevant environmental impacts of waste used in the production
process. Studies have shown that metal emissions from concrete and mortar are
low, and comprehensive tests have confirmed that metals are firmly incorporated in
the cement brick matrix. In addition, dry-packed concrete offers high diffusion
resistance, which further counteracts the release of metals. Tests on concrete and
mortar have shown that the metal concentrations in the eluates are noticeably
below those prescribed, for instance, by national legislation. Moreover, storage
under different and partly extreme conditions has not led to any environmentally
relevant releases, which also holds true when the sample material is crushed prior
to the leaching tests. (EIPPCB, 2010).

In regard to the above, the main results of leaching studies done to assess the
environmental impacts of heavy metals embedded in concrete are as follows (GTZ,
2006):

(@) The leached amounts of all trace elements from monolithic concrete (service
life and recycling) are below or close to the detection limits of the most
sensitive analytical methods;

(b) No significant differences in leaching behaviour of trace elements have been

observed between different types of cements produced with or without
alternative fuels and raw materials;
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28.

29.

(c) The leaching behaviour of concrete made with different cement types is
similar;

(d) Leached concentrations of some elements such as chromium, aluminium and
barium may, under certain test conditions, come close to limits given in
drinking water standards; hexavalent chromium in cement is water-soluble
and may be leached from concrete at a level higher than other metals, so
chromium inputs to cement and concrete should be as limited as possible;

(e) Laboratory tests and field studies have demonstrated that applicable limit
values, for example, groundwater or drinking water specifications, are not
exceeded as long as the concrete structure remains intact. For example, in
primary or service life applications;

() Certain metals such as arsenic, chromium, vanadium, antimony, or
molybdenum may have a more mobile leaching behaviour, especially when
the mortar or concrete structure is crushed or comminuted (for example, in
recycling stages such as use as aggregates in road foundations, or in end-of-
life scenarios such as landfilling);

(g) As there are no simple and consistent relations between the leached amounts
of trace elements and their total concentrations in concrete or in cement, the
trace element content of cements cannot be used as environmental criteria.

Assessments of the environmental quality of cement and concrete are typically
based on the leaching characteristics of heavy metals to water and soil. Various
exposure scenarios need to be considered (GTZ, 2006):

(@) Exposure of concrete structures in direct contact with groundwater (‘primary’
applications);

(b) Exposure of mortar or concrete to drinking water in distribution (concrete
pipes) or storage systems (concrete tanks) (‘service life’ applications);

(c) Reuse of demolished and recycled concrete debris in new aggregates, road
constructions, dam fillings etc. (‘secondary’ or ‘recycling’ applications);

(d) Dumping of demolished concrete debris in landfills (‘end-of-life’ applications).

Careful selection and monitoring of the waste ensure that the use of wastes does
not result in metal emissions of any environmentally harmful magnitude (EIPPCB,
2010). However, in cases where the concentration of heavy metals exceeds the
normal range found in cements made without alternative fuels and/or materials,
leaching tests on mortar and/or concrete should be conducted (GTZ, 2006).

For “real-life” concrete and mortar exposure scenarios, different leaching tests and
assessment procedures should be applied. Although standardized test procedures
exist for waste management regulations and drinking water standards, there
remains a need for harmonized and standardized compliance test procedures
based on the exposure scenarios outlined above. It is recommended that a certified
independent testing laboratory perform these at least annually.
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MONITORING

30.

31.

32.

33.

34.

35.

Emission monitoring should be conducted to allow authorities to check compliance
with the conditions in operating permits and regulations, and to help operators
manage and control the process, thus preventing emissions from being released
into the atmosphere. It is the responsibility of the competent authority to establish
and set appropriate quality requirements, and to consider a range of safeguards.
For the purpose of compliance assessment use of the following is considered good
practice (EIPPCB, 2003):

(@) Standard methods of measurement;
(b) Certified instruments;

(c) Certification of personnel,

(d) Accredited laboratories.

For self-monitoring activities the use of recognised quality management systems
and periodic check by an external accredited laboratory instead of formal own
accreditation can be appropriate (EIPPCB, 2003).

More useful information regarding monitoring principles can be found in the
European Commission’s Reference Document on the General Principles of
Monitoring (EIPPCB, 2003).

Process monitoring

To control kiln processes, continuous measurements are recommended for the
following parameters (UNEP, 2007; EIPPCB, 2010):

(@) Pressure;
(b) Temperature;

(c) 0Oz
(d) NOXx;
(e) CO;

() SO, , when the SOx concentration is high (it is a developing technique to
optimise CO with NOx and SO5).

In the EU, the BAT conclusion for the cement manufacturing sector as a whole is to
carry out monitoring and measurements of process parameters and emissions on a
regular basis, such as (EIPPCB, 2010):

(@) Continuous measurements of process parameters demonstrating process
stability, such as temperature, O2, pressure, exhaust gas flow rate, and of
NH3 emissions when using selective non-catalytic reduction (SNCR);

(b) Monitoring and stabilising critical process parameters, for example,
homogenous raw material mix and fuel feed, regular dosage and excess O.

Emissions monitoring

To accurately quantify the emissions, continuous measurements is BAT for the
following parameters (UNEP, 2007):
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37.

38.

39.

40.

41.

42.

(@) Exhaust gas flow rate;
(b) Moisture (humidity);

(c) Temperature;

(d) Dust (particulate matter);

(e) 02z
(f)  NOx;
(@ SOz
(h) CO.

Continuous measurement of TOC is also recommended. The operator should
assure proper calibration, maintenance, and operation of the continuous emission
monitoring systems (CEMS). A quality assurance programme should be
established to evaluate and monitor CEMS performance on a continual basis.

Periodical monitoring at a minimum once per year is appropriate for the following
substances:

(@) Metals (Hg, Cd, Tl, As, Sb, Pb, Cr, Co, Cu, Mn, Ni, V) and their compounds;
(b) HCI;

(c) HF;

(d) NHS3;

(e) PCDDs/PCDFs.

The BAT according to EIPPCB (2010) is to carry out monitoring and measurements
of process parameters and emissions on a regular basis, such as:

(@) Continuous measurements of dust, NOx, SOx and CO emissions;
(b) Periodic measurements of PCDDs/PCDFs and metals emissions;
(c) Continuous or periodic measurements of HCIl, HF and TOC emissions.

It is also possible to measure and monitor NH3; and Hg continuously, and to sample
PCCDs/PCDFs and PCBs continuously for analysis from 1 to 30 days (EIPPCB,
2010).

Performance tests should be conducted to demonstrate compliance with the
emission limits and performance specifications for continuous monitoring systems,
when the kiln is operating under normal conditions.

Measurements of the following may be required under special operating conditions
(UNEP, 2007; EIPPCB, 2010):

(a) Benzene, toluene and xylene (BTX);

(b) Polycyclic aromatic hydrocarbons (PAHS);

(c) Other organic pollutants (for example, chlorobenzenes, PCBs including
coplanar congeners, chloronaphthalenes, etc).

In case of hazardous waste disposal in cement kilns for the purpose of destruction
and irreversible transformation of the POPs content in waste, the DRE should be
determined (UNEP, 2007) and it is referred to the Updated General Technical
Guidelines for the Environmentally Sound Management of Wastes Consisting of,
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44.

45.

46.

Containing or Contaminated with Persistent Organic Pollutants (POPs) (SBC,
2007).

Environmental monitoring

Justifiable concerns about the environmental impact from the plant may require the
implementation of an ambient air-monitoring programme. This should assess levels
of key pollutants identified as a priority for environmental control. The arrangements
should include control and downwind locations, including the area of maximum
ground level deposition from stack emissions. A meteorological station should be
provided for the duration of the ambient sampling exercise in a location free from
significant interference from buildings or other structures.

Reporting requirements

Reporting of monitoring results involves summarising and presenting results,
related information and compliance findings in an effective way. Good practice is
based on consideration of: the requirements and audiences for reports,
responsibilities for producing reports, the categories of reports, scope of reports,
good reporting practices, legal aspects of reporting and quality considerations
(EIPPCB, 2003)

Monitoring reports can be classified as follows (EIPPCB, 2003):

(@) Local or basic reports, which are usually prepared by operators (for example,
as part of their self-monitoring) and, where appropriate, should meet any
permit requirements. These reports may concern, for example, an individual
installation, an occurrence, which covers a short period and needs to be
reported promptly, or local audiences;

(b) National or strategic reports, which will generally be prepared by the
competent authorities. These are usually summary reports and they typically
concern, for example, several installations, longer periods in order to show
trends, or national audiences;

(c) Specialised reports, which are reports on relatively complex or novel
techniques that are occasionally used to supplement more routine monitoring
methods (for example, telemetry, neural networks, or deposition surveys).

Good practices in the reporting of monitoring information include (EIPPCB, 2003):

(@) Data collection, which involves the acquisition of basic measurements and
facts. Considerations of the following items are good practice in data
collection: schedules (stating how, when, by whom and to whom the data are
to be reported, and what types of data are acceptable); use of standard forms
for collecting data; data qualification details (used to record whether data
values are based on measurements, calculations or estimations);
uncertainties and limitations data (details of detection limits, numbers of
samples available); operational context details (details of the prevailing
process operations and/or environmental conditions).
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(b) Data management, involving the organisation of data and its conversion into
information. Considerations of the following items are good practice in data
management: transfers and databases; data processing; software and
statistics; and archiving.

(c) Presentation of results, which involves the delivery of information to users in a
clear and usable form. Considerations of the following items are good
practice in the presentation of monitoring results, depending on the type of
report: scope of the report (type of situation, timing requirements, location);
programme of presentations; trends and comparisons; statistical significance
(details on exceedences or changes that are significant when compared with
the uncertainties in measurements and process parameters); interim
performance (interim reports); strategic results (details on levels of
compliance for different policies, activities, technologies, etc.); non-technical
summaries (for the public); and distribution of reports.

In order for monitoring reports to be used in decision making processes they should
be readily available and accurate (to within stated uncertainties). Good practice in
accessibility and quality of the reports can be achieved by considering the following
items: quality objectives and checks; competence; contingency arrangements; sign-
off systems; retention of data; and falsification of data. (EIPPCB, 2003).
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