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DOE-062 6-97 

Mr. James A. Saric, Remedial Project Director 
U.S. Environmental Protection Agency , 

Region V - 5HSF-5J 
77 W. Jackson Boulevard 
Chicago, Illinois 60604-3590 

Mr. Tom Schneider, Project Manager 
Ohio Environmental Protection Agency 

Dayton, Ohio 45402-291 1 
' 401 East 5th Street 

Dear Mr. Saric and Mr. Schneider: 

. TRANSMITTAL OF THE VITRIFICATION PILOT PLANT MELTER INCIDENT FINAL REPORT 

The purpose of this memorandum is to transmit the Vitrification Pilot Plant Melter Incident: 
Final Report. This report includes the analysis, conclusions, and recommendations of the 
three teams assembled to examine the key aspects of the incident -- root cause, safety 
practices, and path forward. These teams included individuals from the Department of 
Energy, Fernald Environmental Management Project (DOE-FEMP), Department of Energy, 
Ohio Field Office (DOE-OH), Flour Daniel Fernald (FDF), and technical experts from private 
industry and other DOE sites. The Independent Technical Review Team, assembled to. 
evaluate the overall path forward for the remediation of the waste residues in the silos, was 
provided the information in this report as it was generated to assist in their evaluation. 

More specifically, this report provides a detailed account of how and why the melter 
leakage occurred. Further, the safety review provided in this report shows that the 
Vitrification Pilot Plant (VitPPl operated in full compliance with the safety basis 
documentation; however, potential safety concerns resulting from deterioration of the 
melter were not factored into revisions of the safety basis documentation. Finally, this 
report recommends completing the remainder of Phase I testing and Phase II testing off-site. 
Therefore, it is recommended that the VitPP be placed in a safe condition, and be used to 
support the waste retrieval demonstration, new radon treatment system, and be salvaged 
where appropriate. 
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As we agreed per the weekly teleconference call, DOE recommends that the transmittal of 
this report to  be utilized as the Interim Phase I report until such time the remaining Phase I 
data is gathered. 

If you have any questions or comments concerning this report, please contact Nina 
Akgunduz at (513) 648-3110, or me at (513) 648-3139. 

FEMP:Yockman 

Johnny W. Reising 
Fernald Remedial Action 
Project Manager 
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T. Schneider, OEPA-Dayton (total of 3 copies of enc.) 
F. Bell, ATSDR 
D. S. Ward, GeoTrans 
R. Vandegrift, ODOH 
S. McLellan, PRC 
J. Harmon, FDFlSO 
AR Coordinator/78 
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D. Hutchins, OR 
T. Hagen, FDF/65-2 
R. Heck, FDFl52-5 
C. Little, FDFl2 
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AmOF: FEMP:Yockman 

TRANSMllTAL OF THE VITRIFICATION PILOT PLANT MELTER INCIDENT FINAL REPORT SUBJECT: 

TO: 
Sharon Fauver, EM-42, CLOV 

The purpose of this memorandum is to,transmit the Vitrification Pilot Plant Melter Incident: 
Final Report. This report includes the analysis, conclusions, and recommendations of the 
three teams assembled to examine the key aspects of the incident -- root cause, safety 
practices, and path forward. These teams included individuals from the Department of 
Energy, Fernald Environmental Management Project (DOE-FEMP), Department of Energy, 
Ohio Field Office (DOE-OH), Flour Daniel Fernald (FDF), and technical experts from private 
industry and other DOE sites. The Independent Technical Review Team, assembled to  
evaluate the overall path forward for the remediation of the waste residues in the silos, was 
provided the information in this report as it was generated to assist in their evaluation. 

More specifically, this report provides a detailed account of how and why the melter 
leakage occurred. Further, the safety review provided in this report shows that the 
Vitrification Pilot Plant (VitPP) was operated in full compliance with the safety basis 
documentation; however, potential safety concerns resulting from deterioration of the 
melter were not factored into revisions of the safety basis documentation. Finally, this 
report recommends completing the remainder of Phase I testing and Phase II testing off-site. 
Therefore, it is recommended that the VitPP be placed in a safe condition, and be used to  
support the waste retrieval demonstration, new radon treatment system, and be salvaged 
where appropriate. 

The DOE-FEMP, in consultation with the regulators and stakeholders, is using the input and 
recommendations from both the Melter Incident Report and Independent Technical Review 
Team to develop a path forward strategy for the remediation of the Silos and, also as a 
resource for the ongoing avoidable cost review being conducted by DOE. 

If you have any questions or comments concerning this report, please contact Nina 
Akgunduz at 1513) 648-3110, or me at (513) 648-3101. 

Jack R .  Craig 
Director 

Attachment: As Stated 
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S. Peterman, DOE-FEMP 
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'BE RMcfl (now renamed Fluor Daniel &=Id) 
Restoratlon Management Corporation P. 0. BOX 538704 Cincinnati, Ohio 45253-8704 (51 3) 648-3000 

February 26, 1997 

Fernald Environmental Management Project 
Letter No. C:OOTP:97-0090 

Mr. Jack R. Craig, Director 
Department of Energy 
Fernald Environmental Management Project 
P. 0. Box 538705 ' 

Cincinnati, Ohio 45253-8705 

Dear Mr. Craig: 

CONTRACT DE-AC24-920R21972, VITRIFICATION PILOT PLANT MELTER INCIDENT FINAL 
REPORT 

Please find enclosed, in response t o  the December 26, 1996 Vitrification Pilot Plant Melter 
Incident, the Melter Incident Final Report. The.report is the result of the investigations of the 
three teams convened to study the melter incident: 

Safety Review Team 

Incident Analysis Review Team 
Data Analysis and Path Forward Team 

The Final Report includes two key components: (1) the main report, which provides an overview 
of the incident and a summary of each team's report; and (2) three appendices, which provide 
each team's report in full. 

If you have any questions, please contact Robert P. Heck at 648-3051. 

Sincerely, 

&!it24/.@ 
John C. Bradburne 
President 

RPH:DAN:kdg 
Enclosure 
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EXECUTIVE SUMMARY 

This report was prepared in response to an incident involving a leak of non-radioactive glass 
from the vitrification melter at  the Fernald Environmental Management Project (FEMP) on 
December 26, 1996. This report summarizes the reports of the three teams convened to  
investigate the incident; it includes a path forward for the Vitrification Pilot Plant (VITPP) 
Test Program at the FEMP, a U.S. Department of Energy (DOE) facility located northwest of 
Cincinnati, Ohio. 

The VITPP contains the vitrification melter and systems for product-forming and handling, 
off-gas treatment, melter feed preparation and transfer, wastewater treatment, process 
support auxiliaries, and a control room. The VITPP melter and support systems were 
designed to produce approximately one metric ton of glass per day. The VITPP is the third 
and final tier of an exhaustive treatability program, culminating in the design of facilities and 
equipment for final remediation of Silos 1, 2, and 3 material. Silos 1 and 2 contain K-65 
material (radium-bearing, low-level radioactive waste); Silo 3 contains dry, radioactive metal 
oxide waste (Silo 4 was never used). 

Immediately following the incident, Fluor Daniel Fernald (FDF), the DOE contractor managing 
remediation of the facility under the Comprehensive Environmental Response, Compensation 
and Liability Act (CERCLA), initiated two tiers of response: (1 1 emergency response 
measures were taken immediately; and (2) three teams were formed to study key aspects of 
the incident -- incident analysis, safety review, and data analysis and path forward. 

Two of the teams evaluated the cause and safety impact of the incident. The third team 
focused on the technical data needs of the program, then recommended the optimal FEMP 
vitrification program path forward to meet these needs. Their conclusions provide valuable 
lessons learned that can be applied during future vitrification program activities and during 
other remediation activities. The reports are summarized in Sections 2, 3, 4, and 5 of this 
report; complete reports are provided as Appendices A, B, and C. 

Three causal factors, identified during the root cause analysis were identified as the primary 
contributors for the discharge of glass through the bottom of the melter. The root cause 
analysis was bounded by the parameters of the as-built melter at the VITPP; alternative 
designs were not evaluated. Contributing factors to the failure and other potential areas for 
improvement are included in the lessons learned section of this report. The primary causal 
factor was the corrosion of the molybdenum disilicide bubbler tubes. Other contributing 
factors were the generation of stray electrical currents in the underside of the melter and 
glass migration and/or metals precipitation to the bottom of the melter. (See Appendix A, 
Vitrification Pilot Plant Incident Analysis Team Report.) 

ES-1 
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The Safety Review team determined that the discipline gained from all aspects of 
operational experience and personnel training for the VITPP Test Program ensured that the 
incident resulted in no personnel injuries nor environmental impact. The VITPP Test Program 
was executed in full compliance to existing safety basis documentation. However, 
evaluation of potential safety concerns resulting from the deterioration of melter 
components was not effectively factored into revisions of the safety basis documents, 
procedures, and test plans. (See Appendix B, Vitrification Pilot Plant Safety Review Team 
Report.) 

The Data Analysis and Path Forward team identified, evaluated, and recommended facilities 
capable of providing services to meet data needs of the VITPP Test Program. This detailed 
technical analysis provides the basis for the Silos Project path forward. (See Appendix C, 
Vitrification Pilot Plant Data Analysis and Path Forward Team Report.) 

As a result of the incident, the Data Analysis and Path Forward Team recommended a 
practical approach in pursuing further data needs Le., 1 MT/d capacity, mini-melter scale 
surrogate material) for design, construction, and operation of the full-scale vitrification 
facility -- that is, to focus on glass chemistry in order to allow use of commercially available, 
proven techniques and materials of construction. This approach can best be accomplished 
by eliminating the high-sulfate Silo 3 waste from the vitrification program, thus eliminating 
the need for a three-chamber design, reducing waste loading to target 60 percent, and 
ensuring an oxidizing environment with close redox monitoring, as well as a means of 
dealing with molten metals when it 'occurs. 

After evaluating 21 options for obtaining these data, the team recommended that the VITPP 
melter be placed in a safe shutdown condition, and not be restarted. Alternatively, the 
needed data should be obtained through a combination of the following: 

0 Waste retrieval demonstrations 

0 Melter (or refractory) materials of construction testing using K-65 
materials 

0 Laboratory testing to validate and optimize surrogate formulas that 
model K-65 residues 

0 Pilot plant scale-up at a 1 MT/d off-site facility with surrogate 
materials 

0 Mini-melter testing with K-65 residues (low temperature, approximately 
1,150"C) 

a 
.i 
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e Design, construction, and operation of the first module (melter train) of 
a final remedial facility. 

Design, construction, and operation of the final remedial facility (additional modules) would 
be based on successful testing, as indicated above. 

Thus, each of the three investigative teams fulfilled their charters in providing data, solid 
technical analyses, lessons learned, and recommendations to steer the future of remediation 
of silo material a t  the FEMP. 

A comparison of the data obtained thus far in the VlTPP Test Program shows the program 
to be successful in several ways. The melter produced high-quality surrogate material glass 
that passed the Toxicity Characteristic Leaching Procedure (TCLP). A considerable amount 
of information was obtained about the process equipment used in the vitrification program. 
In addition, critical data about glass chemistry was obtained. The program demonstrated 
that vitrification is a technology that is feasible for treating silo waste at  the FEMP. 
However, further data are required to  reduce the current uncertainty associated with the 
practicality of operating a full-scale vitrification facility and ensuring cost/schedule 
predictability. While it is recognized that not all needed data were acquired prior to the 
incident, the VlTPP Test Program was successful in yielding considerable data that can be 
used in the future design of a vitrification facility for treating FEMP silo waste, or for 
treating other wastes suitable for vitrification at other sites undergoing remediation. All 
observations, recommendations, and lessons learned will be incorporated into the sitewide 
lessons learned database and shared complex-wide. 

This report, and the technical analyses on which it is based, provide a solid foundation for 
DOE when deciding the future direction of the vitrification program at the FEMP. These 
recommendations will be shared. with regulatory agencies and stakeholders, as well as the 
Independent Review Team (IRT) that DOE-Fernald convened in November 1996, to evaluate 
the FEMP Silos Project. The IRT is expected to make recommendations after completion of 
its review later in 1997. 

ES-3 



40 1 00-RP-0019 
Revision 0 

VITPP Melter Incident Final Report 
February 1997 

6 0 1  

1 .O INTRODUCTION 

1.1 

This 'report is prepared in response to an incident involving a leak of non-radioactive 
glass from the vitrification melter a t  the Fernald Environmental Management Project 
(FEMP) on December 26, 1996. This report summarizes the reports of the three 
teams convened to investigate the incident. It includes a path forward for the 
Vitrification Pilot Plant (VITPP) Test Program at the FEMP, a U.S. Department (DOE) 
facility located northwest of Cincinnati, Ohio. 

Purpose and Organization of This Report 

Section 1 .O provides relevant site history; background information about the VITPP 
test program; a description of December 26, 1996, incident; and a description of the 
charter and technical approach of each investigative team. Sections 2.0 through 4.0 
provide the results and conclusions of each team. Section 5.0 summarizes overall 
conclusions. Appendix A is the Vitrification Pilot Plant Incident Analysis Team 
Report, Appendix B is the Vitrification Pilot Plant Safety Review Team Report, and 
Appendix C is the Vitrification Pilot Plant Data Analysis and Path Forward Team 
'Report. . 

1.2 Relevant Site History 

The FEMP, a former uranium processing facility, is undergoing remediation under the 
Comprehensive Environmental Response, Compensation and Liability Act (CERCLA), 
guided by a series of related agreements between the DOE and the U.S. 
Environmental Protection Agency (EPA) and the Ohio EPA (OEPA). . Compliance with 
other environmental regulations, such as the Resource Conservation and Recovery 
Act (RCRA), is integrated into the'CERCLA remediation. Fluor Daniel Fernald (FDF) is 
managing the remediation for the DOE. 

According to the terms of the Amended Consent Agreement between DOE and EPA 
(September 1991 1, the site was divided into operable units. Operable Unit 4 includes 
the four waste storage silos, the decant tank system, and berms and soils within the 
operable unit boundary. EPA approved the Operable Unit 4 Record of Decision (ROD) 
in December 1994. The ROD specified that Operable Unit 4 remediation include the 
on-site vitrification of Silos 1, 2, and 3 material, as well as soil excavation, 
dismantling and demolition of the silos and vitrification facilities, and site restoration. 
The VITPP Test Program supports Operable Unit 4 remediation. The Silos Project is 
responsible for remediating Operable Unit 4. 

1-1 
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1.3 VITPP Background 

The VITPP was designed to develop the detailed requirements to apply the 
vitrification process to the large-scale remediation of Silos 1, 2, and 3 materials. The 
test program for the VITPP is beingzonducted in two phases. Phase I includes 
processing surrogate materials to verify that systems and components operated as 
designed, establishing viable glass formulas, identifying operating parameters, and 
documenting performance limitations. The purpose of Phase II is the re-test of the 
VITPP, using actual silo waste materials to provide final verification that the 
vitrification process is a viable method for processing the wastes. 

The VITPP's primary component is an electrically powered (joule-heated) melter. The 
unique three-chamber melter design was constructed to obtain detailed performance 
data for glass chemistry development, materials of construction selection, and 
validation of the melter's physical design. Due to the complex chemical 
characteristics of the silos waste material, the melter design was primarily driven by 
the need for high-temperature operations (1,350"C) in order to destroy sulfates in 
concentrations up to 15 percent, combined with lead concentration up to 12 percent 
that require an oxidizing environment to avoid the formation of a metallic lead phase 
which can be detrimental to the materials of construction. 

1.4 Incident Description 

On December 26, 1996, at  approximately 2222 hours, a Fluor Daniel Fernald (FDF) 
Maintenance Supervisor at the VITPP entered the melter room (on the ground floor) 
and observed a small stream of molten glass flowing from the bottom of the VITPP 
melter and into the bottom drain container. The maintenance supervisor alerted the 
system engineer, who directed the control room operator to ramp-down power to 
silicon control rectifier (SCR) #1, in order to decrease melter temperature. The 
maintenance supervisor notified fire and safety personnel via radio that smoke was 
present in the melter room, but no fire was observed. At 2225 hours, the 
communications center received the first smoke alarm from the VITPP. The 
communications center operator immediately notified the assistant emergency duty 
officer (AEDO). The system engineer directed all personnel in the melter room to 
stand by the exit to the room on the first floor, near the personal protective 
equipment room door. The shift manager attempted to "freeze" the glass stream 
(which was about the diameter of a pencil) by applying water to the stream from the 
water hose. The attempt was abandoned after it was determined to  be ineffective in 
reducing the flow of glass from the melter. At 2234 hours, the shift supervisor 
directed the control room operator to initiate an emergency shutdown of the melter 
by depressing the emergency stop button and ordered the evacuation of all personnel 
from the building. Two electricians were ordered to open the motor control center 
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disconnect for SCR 1 and SCR 2, which resulted in the complete electrical isolation 
of the melter. 

As the glass continued to flow from the melter, the hole widened to approximately 2 
inches in diameter. Some of the flow was diverted, and fell outside the bottoin drain 
container and onto a concrete floor. The epoxy paint on a two-foot-by-three-foot 
area of the floor ignited and resulted in a small fire. Two portable fire extinguishers 
were unsuccessfully expended on the fire. Emergency response personnel arrived on 
the scene by 2240 hours and extinguished the fire by covering the floor with water. 

Just before the incident, the temperature of the melt was 1.1 50°C. The melter was 
in an idle condition (no feeding). The molten glass in the melter consisted of a Series 
A surrogate waste formula. This surrogate was designed to simulate a mixture of the 
Silos 1 and 2 waste stream and standard glass-forming chemicals. 

Approximately three tons of surrogate material (glass) leaked from the melter. No 
one was injured during the event. The incident occurred approximately halfway 
through Campaign 4 of the VITPP Phase I Test Program; nine batches of slurry feed 
had been fed to the melter. Phase I was scheduled to be completed in January 
1997. The incident prematurely ended Campaign 4 of the VITPP Test Program. The 
event was classified as an Unusual Occurrence per DOE Order 232.1, "Occurrence 
Reporting and Processing of Operation Information." A Notification Report was 
issued on December 27, '1 996 (Appendix A). 

1.5 Evaluation Teams 

Immediately following the incident, FDF initiated two tiers of response: (1) immediate 
emergency response measures; and (2) three teams were formed to study key 
aspects of the incident. Each team was assigned a separate charter; all activities 
commenced on January 7, 1997. The three teams are: 

0 The Incident Analysis Team, responsible for evaluating the root 
cause(s) for the incident and for developing lessons learned from the 
melter operation and subsequent disassembly. 

0 The Safety Review Team, responsible for evaluating the 
appropriateness of the response to the incident and the adequacy of 
engineering controls regarding safety during the event, and for 
identifying the safety basis and the safety and health impacts both on 
and off site. 

1-3 
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0 The Data Analysis and Path Forward Team, responsible for evaluating 
data,, determining deficiencies for detailed design and operation of the 
melter, determining the need for low-temperature melts and 
alternatives to restart of the vitrification pilot plant, identifying post- 
incident data needs, and developing a path forward for Phase I of the 
VITPP Test Program. 

Team members were chosen based on their areas of expertise and experience with 
vitrification programs. Team members are identified, with brief biographies provided, 
in each team's report. 

1.5.1 Incident Analysis Team Approach 

Four deliverables were identified: a Melter Inspection Plan, results of a Failure Modes 
Analysis for root cause determination, lessons learned, and a final report. 

The first step in the evaluation of the incident involved the development and 
approval of a Melter Inspection Plan. Using the plan, the melter was partially 
'disassembled and inspected by an inspection team. The inspection team consisted 
of pilot plant operations and maintenance personnel. Information from the melter 
vendor, melter refractory vendors, melter inspection team, and documented. 
operational experience gained during melter operation was used to perform a Failure 
Mode Analysis for the root cause determination. 

. 

During the melter disassembly, the inspection team evaluated and examined the 
melter. The lid and refractory roof of the melter were removed completely. The 
inspection team documented the conditions found inside the melter. Videos, 
photographs, physical measurements, and well-documented sampling of the melter 
were performed and recorded. Core-drilled borings were taken from the failed 
bubbler and at  other strategic locations in the floor of the melter. 

Finally, lessons learned from the operation and partial melter disassembly were 
developed and documented. 

1.5.2 Safety Review Team Approach 

The Safety Review Team investigation included review of safety documentation, 
operating procedures, test plan, and emergency procedures. 

The team formed three sub-teams to facilitate their investigation. The sub-teams 
are: 
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Sub-Team 1- Safety Basis Documentation. Sub-Team 1 reviewed the 
adequacy of the Safety Basis documentation. The documentation 
review included the Preliminary Hazards Safety Analysis Report, the 
Auditable Safety Record, and the Final Hazards Safety Analysis Report. 
The review also included the design change control procedures, 
configuration management, and the Project Execution Plan. 

Sub-Team 2 - Of f  Normal Scenarios end Test Corrections. Sub-Team 2 
reviewed the procedures and test plan to determine what materials 
(i.e., refractory, electrode material, bubbler material, etc.) had been 
identified for monitoring. The Phase I Test Plan was reviewed to 
determine if the plan addressed off-normal scenarios such as 
erosionkorrosion of refractory, breached electrodes, and metal 
precipitates. Identification and resolution of the off-normal condition 
by the operations personnel were analyzed. 

Sub-Team 3 - Response to  Incident. Sub-Team 3 described the melter 
incident in detail, including initial conditions, discovery of the melter 
breach, and the incident chronology. Evaluation of the 
appropriateness of the incident response by the shift team is also 
provided. Their evaluation documents related facts such as 
organizational structures, training and qualifications, and standard 
operating procedures. 

1.5.3 Data Analysis and Path Forward Team Approach 

The primary objectives of the Data Analysis and Path Forward Team were to 
evaluate all of the existing data to date (especially from Phase 1 of the VITPP) 
and to determine what additionaledata are needed for preparation of a high- 
quality melter performance specification and for detailed design of the rest of 
the facility. While focus was placed on addressing the data that would have 
been provided by completing the Phase I testing, further evaluation was given 
to the data needs for Phase II testing. Once data needs were identified, the 
team developed options to acquire the data. Both on-site (VITPP) and off-site 
sources were evaluated, and a recommendation for data acquisition was 
made. The third objective of the team was to recommend the near-term path 
forward of the VITPP. 

The following deliverables were identified and are addressed in this report: 
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0 'A data matrix of outstanding data requirements and operations 
experience that would have been gained from the balance of 
Campaign 4 to support full-scale detailed design 

0 Options and recommendations for acquiring outstanding Phase I 
data, additional data and operating experience, as well as 
additional data required for full-scale design 

0 A recommendation for the path forward for the VlTPP Phase I 
Test Program 

0 A comparison of cost, schedule, and risk analysis for path 
forward options. 

Initially the team developed assumptions to be considered in the 
determination and evaluation of the data needs and the options to provide the 
needed data. These assumptions are as follows: 

0 Evaluation of data needs addresses Silos 1 and 2 materials 
only. 

e Melterb) design, fabrication, and installation will be procured 
under a performance specification. 

0 FDF will design/build/operate the full-scale vitrification facility. 

0 Toxicity Characteristics Leaching Procedure (TCLP) will be met 
with low-temperature operations; an acceptable glass can be 
produced. 

0 Laboratory testing always is required prior to any scale of 
melter testing. 

0 Radioactive testing or testing of actual silo residue will be 
performed in the form of further glass chemistry development 
that will support the preparation of design documents. 
Therefore, some Phase I data requirements are deleted, 
primarily in the area of off-gas composition. 

0 A waste retrieval demonstration will be performed. Slurry 
testing will be included. The demonstration will supplement 
Phase I slurry hydraulics data. 
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0 Minimal scale-up results in decreased risk. 

0 Evaluation of melter options was confined to joule-heated 
melters only, due to time constraints. 

Then, a simplified, more relevant data matrix was developed to provide an 
understanding of the type of information that was needed. Data needs were 
grouped as they related to Phase I, Phase I I ,  the waste retrieval 
demonstration and new (identified as a result of the melter incident). Data 
needs are identified in Table 2-1 of Appendix C. 

Options for acquisition of needed data were then evaluated and categorized 
by the minimum scale of facility needed to develop sufficient data that would 
provide confidence for use in the design of the final remediation facility for 
Silos 1 and 2. In many cases, if the data were obtained in a larger-scale 
facility, the confidence level regarding potential "scale-up" would be higher. 
The options were categorized into four categories: 

0 Laboratory scale - crucible (five options) 

0 Mini-melter - - 10 kilogram (kg) - 100 kg/day (five options) 

0 Pilot scale melter - - 1 metric ton per day (MT/d) (nine options) 

0 Full-scale melter - -6  MT/d (two options). These data 
acquisition options are identified in Table 2-1, Table 4-1, and 
Section 4.0 of Appendix C. 

The team's primary consideration for option development was given to scale 
and the potential dynamics of the equipment used. The detailed alternatives 
were evaluated for their ability to meet the technical requirements. Where 
glass composition is the concern, it appears to be appropriate to perform 
crucible melts. Composition and rate information to support the off-gas 
design is considered to be much more representative when samples are taken 
from a melter where a feed can be sustained and steady state operations 
achieved. A major consideration with regard to the data required and the 
need for the data reflects the level of risk that is acceptable in the design of 
the final remediation facility. The level of scale-up required is a factor and it 
is assumed that with minimal scale-up, there will be minimal risk. 
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Next, specific facilities (located both on site and off site) that could provide 
the required data were identified. These specific data acquisition options are 
identified in Table 4-1 of Appendix C. 

Cost, schedule, and risk analysis were compared for each facility. During 
evaluation of the facility options, emphasis was placed on schedule impact 
and the technical risk of each specific option. The scope of the data gaps 
was also considered. This evaluation,appears in Section 4.0 of Appendix C. 

, 
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INCIDENT ANALYSIS SUMMARY 

2.1 Results 

Three causal factors were identified during the root cause analysis (Appendix A) as 
the primary contributors for the discharge of glass through the bottom of the melter. 
The root cause analysis was bounded by the parameters of the as-built melter at the 
VITPP; no alternative designs were evaluated. Contributing factors to the failure and 
other potential areas for improvement are included in Section 2.2. The primary 
causal factor was the corrosion of the molybdenum disilicide bubbler tubes and the 
underlying refractory materials. Other contributing factors were the generation of 
stray electrical currents in the underside of the melter and glass migration and/or 
metals precipitation to the bottom of the melter. This section explains these three 
causal factors. 

The corrosion of the bubbler tubes and the underlying refractory materials result from 
the following mechanisms: 

Corrosion of the molybdenum disilicide bubbler tubes in the oxidized 
and/or lead-bearing surrogate glass melt. Two mechanisms for the 
corrosion of the bubbler tubes were identified: 

Reaction of molybdenum disilicide with available oxygen- 
forming molybdenum trioxide and silicone dioxide 

- Reaction of molybdenum disilicide with lead oxide in the glass 
melt, forming molybdenum trioxide, silicone dioxide, and 
elemental lead. 

Reduction of lead oxide from the glass melt produced lead metal, 
which may have accelerated the corrosion of the underlying 
refractories. The mechanism for reducing the lead oxide involves the 
molybdenum disilicide tubes chemically reacting with lead oxide in the 
glass melt to produce molybdenum trioxide and elemental lead. Also, 
the molybdenum metal electrodes chemically reacted with the lead 
oxide contained in the center chamber glass that leaked into the 
electrode side chambers, producing molybdenum oxide and elemental 
lead. 

Another bubbler corrosion mechanism investigated was the possibility 
that molten lead could alloy with molybdenum disulfide forming a 
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molybdenum-lead-silicon alloy at glass melt temperatures. However, 
laboratory tests did not support this mechanism. 

Glass migration and/or metals precipitation to the bottom of the melter resulted from 
bubbler tube corrosion, migration through the bottom drain assemblies, and migration 
through refractory joints. The migration initiated corrosion of the alumina-zirconia- 
silica (AZS) refractory and may have been followed by the precipitation of metallic 
lead. 

Electrical current and ground paths generated inside the melter created localized 
current and hot spots with resulting increased corrosion. The current paths may 
have been the result of glass migration through the refractory material to the inner 
and outer shells. Metallic lead precipitation at the inner and the outer shell may have 
provided electrical paths. The lead may have been the result of the reaction 
mechanisms described above. 

2.2 Conclusions 

These phenomena are generally known in the glass industry. They are considered 
the primary conditions affecting the service life of the refractory lining and the length 
of melter life. There is a general consensus that the corrosion rate(s) of the materials 
of construction are unique to the corrosive properties of the waste glass melt and the 
corrosion resistance of the refractory lining. Based on the uncertainty of these rates, 
a breach of any melter cannot be predicted accurately with a high degree of 
certainty. The K-3 refractory layer within the melter indicated. reasonable wear and 
corrosion resistance while circumstances occurred that accelerated the failure of the 
AZS material. A detailed root cause analysis is included in Section V of Appendix A. 
This section identifies the recommendations and observations, followed by lessons 
learned, made by the Incident Analysis Team. 

2.2.1 Observations 

The first observation is that the bubbler tube assemblies were not resistant to 
corrosion by the glass, or metal phases in the glass melt, nor was the 
molybdenum disilicide tube resistant to an oxidation reduction reaction with 
lead oxide. Because of this, Molybdenum disilicide should be treated as a 
consumable material. Designs must consider the need to continuously 
replenish it. 

The second observation is that the bonded AZS refractory, although 
possessing excellent thermal shock properties, was not resistant to downward 
drilling by meta'l nor did it possess a high corrosion resistance to the glass 
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melt. The failure of this barrier contributed to  the glass migration to  the 
bottom of the melter and also may have contributed to the formation of stray 
electrical current paths to below the main melt pool. As a result, refractory 
design should consider use of material with exceptional corrosion resistance 
to glass melts and to metal attack. A graded layering of chrome-bearing 
fused cast refractories such as Monofrax K-3 or fused cast AZS refractory 
(instead of bonded) should be considered in future refractory designs. It is 
important that the selected material be continuous from the glass pool to the 
outer shell around any melter penetrations. 

The third observation is that penetrations through refractory containing the 
melt pool (i.e., bottom drains, bubbler assemblies and thermowells) resulted in 
extensive migration of the glass melt and metals to sub-layer refractory. As a 
result, penetrations through melt pool refractory should be minimized to the 
extent possible in future melter designs. 

The fourth observation is that materials of construction testing for melter 
components and refractory lining was not conducted. As a result, careful 
consideration should be given to materials of construction testing on melter 
components and refractory with both glass surrogate materials and actual silo 
waste. Chemical reactions, including redox, should be considered. 

The fifth observation concluded that glass migration and metals precipitation 
to the inner shell and to areas between the inner and outer shells resulted in 
the formation of a disruptive current path. The formation of the electrical 
current path was facilitated by the presence of inner and outer shells, because 
the two shells were constructed of electrically conductive material. The 
disruptive electrical current path may have contributed to the heating of the 
sub-surface glass pool and prevented the glass from solidifying below the 
surface refractory. As a result, future melter design(s) should consider the 
elimination of electrically conductive shells enclosing the refractory. The 
materials of construction should provide a temperature profile from melt pool 
to the outer melter surface that freezes migrating glass well in advance of the 
glass reaching the outer container. 

The final observation is that although the project was performing 
reduction/oxidation (redox) monitoring in accordance with project procedures, 
process experts stated that better redox monitoring could be accomplished via 
analytical analyses. Improved redox monitoring and controls may minimize 
metals precipitation at  the bottom of the melter. As a result, project 
management should re-evaluate the monitoring system in place to control 
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reduction/oxidation (redox) chemical reactions to determine if the monitoring 
system meets the needs of the project. 

2.2.2 Lessons Learned 

The following lessons learned are the result of the Event and Causal Factor 
Chart developed for the operational analysis. These items were determined 
by other events and conditions which were not directly related to  the failure 
of the melter, but were deemed as contributing causes and/or potential areas 
for improvement. 

The first lesson learned is that project personnel identified a concern about 
bubbler tube erosion, and the concern was addressed in the initial Phase I 
Test Plan and Hazards and Operability Report. The.concern was omitted from 
the Final Hazard Analysis Report without mitigating measures identified or 
implemented. As a result, the projeci organizational structure should include 
an independent external technical review by industry experts. In addition, 
concerns that arise must be captured and maintained until formal resolution is 
reached through an approval process. 

The second lesson learned is that the project personnel's level of knowledge 
in melter design, components and operations was less than adequate. Project 
personnel were not trained to recognize the limitations of the unique melter 
design and the components'used for construction of the melter. As a result, 
managers, engineers, operators, and maintenance personnel should be trained 
by an expert in melter design, operation, and unique phenomena associated 
with the melter to develop a basic understanding. Industry experts should be 
used as consultants in the beginning of the project. Research of industry 
publications of material suppliers must be conducted to verify the quality of 
contracted designs. 

The third lesson learned is that the invitation for bid did not satisfactorily 
address existing procedural requirements. The design change control process 
did not start until construction began. As a result, contracts must identify the 
site and functional area requirements in contract specifications prior to 
Invitation for Bid (IFB) and Request for Proposal (RFP) to assure that quality 
products are delivered (i.e., .the design change control process must be 
formalized and documented). 

The fourth lesson learned is that the engineering, procurement and 
construction (EPC) process was compromised by the project's desire to 
recover from incurred schedule slippages. Concurrent design led to design 

2-4 



L 

'8. 
L 

401 00-RP-00 1 9 
Revision 0 

VlTPP Melter incident Final Report 
February 1997 

changes, adaptations, additional schedule slippages, and cost over-runs. As a 
result, design integration is essential and should not be compromised to  
maintain schedules. Increased design controls are required when more than 
one design organization is responsible for deliverables. Design change control 
should be applied during the Title I Design to verify and justify deviations from 
the design functional requirements. 

' 

The fifth lesson learned is that numerous design deficiencies were identified 
during melter operations and during the post-incident melter inspection. As a 
result, the following recommendations would enhance melter design 
performance : 

e 

e 

e 

Materials of construction must be evaluated for form, fit, 
function, reactions to each other, and life expectancy (e.g., the 
interaction of molybdenum disilicide and lead, riser block, AZS, 
etc.) 

Consider alternate melter design (i.e., gas, low-temperature, 
electrical) 

Minimize or eliminate refractory penetrations 

Develop reliable temperature monitoring of the glass pool 

Install ground current monitoring of electric melters 

Improve reliability of the melter discharge chamber 

. 

Improve reliability of the melt pool level indication 

Redundancy of support and backup systems need to be 
evaluated (e.g., lack of redundancy for SCR 1) 

Performance specifications should be developed with the aid of 
industry experts during the conceptual design phase, 
subsequent design reviews, and technology selection. 

The sixth lesson learned is that, due to a lack of timely analytical results, 
operational productivity was impacted, reaction to changing conditions was 
delayed, and assessment of the impact of operational adjustments could not 
be ascertained. The project had to rely on three remote laboratory facilities. 
As a result, adequate resources should be provided to improve the turn 
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around time of chemical analytical results. Project personnel should inform 
vital support organizations in advance that increased services may be 
required, depending on variables experienced during operation. This advanced 
notice will enable the support organization to plan for increased demands for 
services by the project. 

The final lesson learned is that critical components were not evaluated 
collectively for operational impact. Breakdown of level indicators and thermal 
wells were detected during operations, but other components made of the 
same material, such as air lifts and bubblers, were not evaluated for potential 
failure. As a result, a material failure and trending process should be 
developed to identify deficiencies that potentially can affect similar processes 
or materials prior to a failure; a failure mode analysis should be developed for 
all systems and components prior to operations and develop casualty 
procedures to minimize the effects of an abnormal event or condition; data 
quality objectives should be thoroughly developed that include the materials 
of construction, additives, products, by-products, lubricants and solutions to  
assure that all process materials and components are baselined before start-up 
and monitored during operations. 
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3.0 SAFETY REVIEW SUMMARY 

3.1 Results 

The Safety Review Team found the following results to address the investigation 
areas in the team's charter: 

0 Safety Basis. FDF executed this project in accordance with applicable 
DOE safety-related requirements and within the established safety 
basis for the VITPP Test Program. These requirements, and related 
guidance, include DOE 5480.23, Nuclear Safety Analysis Reports; 
Draft DOE-STD-3005-YR, Evaluation Guidelines for Accident Analysis 
and Safety Structures, Systems, and Components; DOE-STD-1027-92, 
Hazard Categorization and Accident Analysis Techniques for 
Compliance with DOE Order 5480.23, Nuclear Safety Analysis 
Reports; DOE Order 5480.7A, Fire Protection; DOE-STD-5502-94; the 
Safety Performance Requirements manual; RM-0021; SPR2-1; and 29 
CFR 191 0.120, Hazardous Waste Operations and Emergency 
Response. 

0 Implementing Controls. The team evaluated whether the Phase I Test 
Plan addressed issues relevant to the incident. The test plan 
addressed redox, contamination of the side chambers, 
erosionkorrosion of electrodes, and metal precipitates, .but did not 
address bubbler tube erosionkorrosion and a melter leak. 

The VITPP Test Program had implementing controls in place for off- 
normal, or emergency, conditions. An example of project personnel 
responding to an unrelated, unusual operational situation was given. 
In addition, several safety documents recognized the potential for a 
leak in the melter. The probability of occurrence was determined to be 
"unlikely" with "moderate" consequence; however, the basis for these 
determinations is unclear. 

0 Response to  Incident and On-Site Safety and Health Impacts. The 
actions taken to  combat the casualty were appropriate and timely. 
The discipline gained from all aspects of operational experience and 
personnel training ensured that the incident resulted in no personnel 
injuries and minimal material damage. 

0 Safety Impacts Off  Site. Safety impacts off site were evaluated in 
terms of the potential environmental impact of the incident. During 
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Campaign 4, lead and barium compounds were included in the 
surrogate. These metals, in addition to chromium leaching from the 
melter refractory, were the only RCRA hazardous substances present 
in significant amounts in the melter at the time of the event. No 
radionuclides were present in the surrogate materials during 
Campaign 4. Mass balance analyses accounted for most of the lead 
and barium in the glass, itself; most of the remainder can be accounted 
for as particulate released to  the melter off-gas system. All the glass 
that drained from the melter was containerized, and was characterized 
to  determine proper management, including disposal, in accordance 
with RCRA requirements. Releases via air or wastewater pathways 
were minimized because of the nature of the released material (glass 
which quickly solidified), and binding of the metals into the relatively 
insoluble matrix of the glass. Detailed pathway analyses are provided 
in Appendix B. The incident resulted 'in no violations of the Operable 
Unit 4 applicable or relevant and appropriate requirements (ARARs). 

3.2 Conclusion 

The Safety Review Team identified the lessons learned and recommendations, as a 
result of the investigation and resulting report. 

0 Safety Assessments and Hazard Analyses. The safety assessments and 
hazard analysis processes for the VITPP inadequately assessed the potential 
for casualties resulting from incompletely understood wastage in the melter. 
(Wastage is the combined effects of corrosion, erosion, and electrochemical 
reactions which results in degradation of material.) The team recommended 
that: 

- Project management must assure that periodic independent 
' technical review and direction is provided during all phases of 

the project. This must include safety, design, and operational 
considerations, and it must be available during early phases of 
the project. 

- Because of the technical complexity of this project, project 
management must assure that a thorough, detailed hazard 
assessment is performed by an integrated team with adequate 
technical resources to establish the safety basis, and that this 
safety basis is revised as new data and facts become available. 
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0 Design Change Control. The design change control process existing at  the 
time of the bottom drain container design was ineffective in assuring that 
changes are adequate to maintain operations within the safety basis. The 
team recommended that project management must ensure that management 
control processes are effectively implemented throughout the life of the 
project to maintain integrity of the safety basis. Not only must this include a 
consideration of the FDF design change control process, but also the design 
and safety interface between FDF and subcontractor scope of work. 

0 Emergency Response. Good emergency response to casualty conditions 
requires good design, disciplined operations, and continuous training. The 
team recommend that: 

- The discipline gained from all aspects of operational experience 
and personnel training ensured that the incident resulted in no 
personnel injuries. Project management must ensure that such 
training is a continuing requirement for a project of this 
complexity. 

- Project management must ensure that there are appropriate 
designs and/or effective administrative controls and/or project 
procedures to mitigate and confine the consequences of a 
potential breach of the VITPP melter which could spill molten 
glass onto the floor of the melter room, as well as, the 
consequences resulting from emergency response. For 
example, the melter room design did not include: (a) curbs or 
dikes to contain large quantities of water, and prevent it from 
leaving the pad; or (b) curbs or dikes to mitigate flow of molten 
glass into the sump.' 
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4.0 DATA ANALYSIS AND PATH FORWARD SUMMARY 

4.1 Results 

From the data needs evaluation and the evaluation of the options for obtaining the 
required data, eight specific recommendations for the path forward for the 
vitrification program at the FEMP were developed. These recommendations are 
based on the analysis and conclusions of the team as defined in Section 5.0 of 
Appendix C. 

The basis of the recommendations is related to the melter design and reasons for 
that design. The VITPP's unique three-chamber design was envisioned to address 
the following two specific design considerations as it applies to waste glass 
chemistry : 

0 The high-sulfate concentration in the Silo 3 residues requires high 
temperatures to destroy sulfates, thus improving leachability 
performance in the final waste. 

0 High lead, which requires an oxidizing environment. to avoid lead 
reducing out and forming a metallic phase, would eventually cause 
electrical shorting of the melter. 

In theory, the three-chamber design was well suited for the glass chemistry that 
resulted from combining Silos 1, 2, and 3 material. However, during practical 
operation, the result was somewhat different. When the molybdenum electrodes 
were subjected to the highly corrosive glass that migrated into the electrode 
chambers from the center waste glass chamber, the molybdenum experienced 
accelerated corrosion and caused lead to form a metallic phase in the reducing 
environment required to protect the molybdenum. The unique design for the glass 
chemistry provided equally unique conditions that potentially can be catastrophic in 
their impact on the melter materials of construction used. 

A practical approach is to focus on glass chemistry in order to allow usage of 
commercially available, proven techniques, and materials of construction. This 
approach can be accomplished best by eliminating the high-sulfate Silo.3 waste from 
the vitrification program and a waste loading target of 60 percent, and ensuring an 
oxidizing environment with close redox monitoring, as well as a means of dealing 
with molten metals when they are produced. 
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4.2 Conclusions 

The Data Analysis and Path Forward Team has developed a path forward for the 
vitrification program a t  the FEMP that is based on the recommendation that the 
VITPP melter does not restart (Recommendation 1). Once this premise is accepted, 
the next five recommendations (Recommendation 2 through 6 )  can be performed 
concurrently, but may have varying durations. These recommendations 
(Recommendation 2 through 6) collectively meet the data needs required for design, 
construction, and operations of Module 1 of the Remedial Facility 
(Recommendation 7) and subsequent module(s) (Recommendation 8).  

Recommendation 1 - Vitrification Pilot Plant Safe Shutdown. Based on the fact that 
the three-chamber design, with molybdenum electrodes and multiple bottom 
penetrations, is unsuitable for vitrifying Silos 1 and 2 waste, it is recommended that 
the VITPP melter not be restarted, but be placed in a safe shutdown condition. This 
recommendation is further supported by the cost and schedule required for design, 
construction, and operational readiness involved in a VITPP restart. 

In the event the VITPP melter is not restarted, the balance of data not yet supplied 
by VITPP operations (needed to support design of the remedial facility), will need to 
be gathered at alternative facilities. The primary vitrification program data needs are 
addressed by the following recommendations for acquisition of this data: 

Recommendation 2 - Perform Waste Retrieval Demonstration. Waste retrieval and 
feed system data should be supplied in the VITPP as part of the planned 
comprehensive waste retrieval demonstration following detailed rheology testing in 
an off-site laboratory. The waste retrieval demonstration is included in the Silos 
Project approved baseline. 

Recommendation 3 - Perform Materials of Construction Testing with K-65 Residues. 
As a result of the melter incident, further materials of construction testing is needed 
for electrodes, refractory materials, and ancillary equipment. This testhg typically 
would be performed at  a qualified laboratory, using actual residues, in accordance 
with standard ASTM tests. 

Recommendation 4 - Perform Laboratory Testing of K-65 Residues to  Validate 
Surrogates. The K-65 residues should be.analyzed to gain a better understanding of 
the chemical composition of the waste. The analysis would be used to validate or 
modify the recipe for silo surrogate materials. 

Additional physical data consisting of the rheology and hydraulic data of the slurry 
will be developed in the laboratory, with simulated conditions confirmed in the waste 
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retrieval demonstration. It is important to prove that the behavior of the actual 
material closely resembles the surrogate material, therefore enabling various tests to 
be performed, using differing variables to optimize the slurry-handling aspects of the 
facility. 

Recommendation 5 - Perform Pilot Plant Scaleup with Surrogate at a 1 d d a y  Off- 
Site Facility. The primary Phase I Campaign 4 data gap left by the VITPP incident is 
the lack of empirical scale-up data (throughput versus melt pool surface area) as it 
applies to a low-temperature formulation. After evaluating data needs, the team 
determined that data is needed at a 1 MT/d or greater (surrogate glass) scale. 
Various facilities are available, including the 1 MT/d, lnconel electrode, melter at The 
Catholic University Vitreous State Laboratory (VSL) or possibly the 2 MT/d, high- 
temperature melter at Pacific Northwest National Laboratory (PNNL). Both VSL and 
PNNL could perform the low-temperature testing with a surrogate that has been 
validated against analysis of actual silo material. Both options could provide needed 
Phase I data at a lower cost and in a shorter.time frame. 

Recommendation 6 - Perform Mini-Melter Testing with K-65 Residues. The primary 
data that were to be supplied by Phase II (radioactive VITPP tests) were the 
radioactive glass properties a t  a 1 MT/d scale, off-gas composition, and health 
physics data. After careful evaluation of data needs for full-scale remedial design, 
the team recommends that radioactive testing with actual silo residues can be 
performed in mini-melter tests and correlated against pilot-scale runs with surrogates 
that have been validated against K-65 elemental and compound analysis. 
Radioactive mini-melter testing would demonstrate low-temperature vitrification 
parameters, as well as provide off-gas composition and dose measurements that 
could be utilized to validate dose modeling. In summary, all Phase II data needs 
could be met a t  the mini-melter scale, excluding radioactive operation at the larger 
scale (1 MT/d), and prototypical off-gas and feed system testing. 

Recommendation 7 - Module 1, Remedial Facility Design, Construct and Operate. To 
reduce the risk of proceeding to full-scale design with limited pilot-scale testing, a 
sequential approach should be adopted. It is recommended that the first of several 
melter modules be used as a verification step, prior to hot operations, as 
confirmation of the melter design. The risk of scale-up is reduced in the fact that the 
plan will include extended comprehensive testing at  full scale with surrogate material 
prior to operations with radioactive materials ,or procurement of the remaining full- 
scale modules. Operation of the first module will provide significant experience and 
serve as "proof of process testing," with the opportunity to incorporate "lessons 
learned" into the production modules. 
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Recommendation 8 - Additional Remedial Modules Design, Construct, and Operate. 
Following successful operation of the first module, larger-scale prototypical modules 
could be designed, constructed, and operated in parallel to the initial module, to fully 
stabilize the silo contents. 

Each recommendation is discussed in detail in Section 5.0 of Appendix C. 
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5.0 CONCLUSION 

Each of the three investigative teams fulfilled their charters in providing data, solid technical 
analyses, lessons learned, and recommendations to guide the future of remediation of silo 
materials at the FEMP. This report documents each of the three teams' conclusions 
regarding the December 26, 1996, melter incident at  the FEMP: 

The Incident Analysis Team identified the root causes(s) for the molten glass 
drainage. (See Section 3.0 and Appendix A.) Three causal factors were 
identified during the root cause analysis as the primary contributors for the 
discharge of glass through the bottom of the melter. The root cause analysis 
was bounded by the parameters of the as-built melter at the VITPP; no 
alternative designs were evaluated. Contributing factors to the failure and 
other potential areas for improvement are included in the lessons learned 
section of this report. The primary causal factor was the corrosion of the 
molybdenum disilicide bubbler tubes. Other contributing factors were the 
generation of stray electrical currents in the underside of the melter and glass 
migration and/or metals precipitation to the bottom of the melter 
(Appendix A). 

The Safety Review Team evaluated the response to the incident, where safety 
and health impacts of the incident on and off site, developed lessons learned, 
and provided recommendations to improve the safety analysis for VITPP 
operations. (See Section 4.0 and Appendix B.) The team concluded that the 
discipline gained from all aspects of operational experience and personnel 
training for the VITPP ensured that the incident resulted in no personnel 
injuries nor environmental damage. The VITPP Test Program was executed in 
accordance with DOE requirements, and within the safety basis established 
for this project. However, thorough scientific and engineering discipline was 
not exercised at the beginning of, or during, the project. Continuous 
attention to potential safety concerns resulting from the deterioration of 
melter components was not effectively factored into revisions of the safety 
basis documents, procedures, and test plans. 

The Data Analysis and Path Forward Team evaluated the data obtained in 
Phase I of the VITPP Test Program and identified what additional data are 
needed to prepare a high-quality melter performance specification and for 
detailed design and operation of the balance of the plant. This detailed 
technical analysis provides the basis for the program's path forward. (See 
Section 5.0 and Appendix C.) 
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As a result of the incident, the Data Analysis and Path Forward Team 
recommended a more practical approach in pursuing needed data for design, 
construction, and operation of a vitrification facility -- that is, to focus on 
glass chemistry in order to allow use of commercially available, proven 
techniques and materials of construction. This approach can be accomplished 
best by eliminating the high-sulfate Silo 3 waste from the vitrification 
program, reducing waste loading to target 60 percent, and ensuring an 
oxidizing environment with close redox monitoring, as well as a means of 
dealing with metallic lead when it occurs. 

After evaluating 21 options for obtaining these data, the team recommended 
that the VITPP melter be placed in a safe shutdown condition, and not be 
restarted. Alternatively, the needed data should be obtained through a 
combination of: 

0 Waste retrieval demonstrations 

0 Melter (or refractory) materials of construction testing using K-65 
materials 

0 Laboratory testing to validate and optimize surrogate formulas that 
model K-65 residues 

0 Pilot plant scale-up at a 1 MT/d off-site facility with surrogate 
materials 

0 Mini-melter testing with K-65 residues (low temperature, 
approximately 1,150"C) 

0 Design, construction, and operation of the first module (melter train) of 
a final remedial facility 

Design, construction, and operation of the final remedial facility (additional modules) would 
be based on successful testing, as indicated above. 

A comparison of the data obtained thus far in the VITPP Test Program shows the program 
to be successful in several ways. The melter produced high-quality surrogate material glass 
that passed the TCLP. A considerable amount of information was obtained about the 
process equipment used in the vitrification program. In addition, critical data about glass 
chemistry was obtained. The program demonstrated that vitrification is a technology that is 
feasible for treating silo waste at  the FEMP. However, further data are required to reduce 
the current uncertainty associated with the practicality of operating a full-scale vitrification 
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facility and ensuring cost/schedule predictability. While it is recognized that not all needed 
data were acquired prior to the incident, the VITPP Test Program was successful in yielding 
considerable data that can be used in the future design of a vitrification facility for treating 
FEMP silo waste, or for treating other wastes suitable for vitrification a t  other sites 
undergoing remediation. All observations, recommendations, and lessons learned will be 
incorporated into the sitewide lessons learned database and shared complex-wide. 

This report, and the technical analyses on which it is based, provide a solid foundation for 
DOE when deciding the future direction of the vitrification program at the FEMP. These 
recommendations will be shared with regulatory agencies and stakeholders, as well as the 
Independent Review Team (IRT) that DOE-Fernald convened in November 1 996, to evaluate 
the FEMP Silos Project. The IRT is expected to make recommendations after completion of 
its review later in 1997. 

1 
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NOTICE TO READER 

The Incident Analysis Review Team utilized the data available to  determine the root cause 
for the failure of the Vitrification Pilot Plant Melter. All additional analyses, not yet received 
but requested, in the Vitrification Pilot Plant Melter Inspection Plan should be taken and 
utilized in the development of a path forward for the Silos Project. 

As additional information and data are received, addenda to  this report may be issued if the 
data are determined to have an impact on the outcome of this report. 

a . : 
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EXECUTIVE SUMMARY 

This report summarizes, the methodology and conclusions of the Incident Analysis Team, 
formed to identify the root cause(s) of a leak in the vitrification melter at the U.S. 
Department of Energy (DOE) Fernald Environmental Managment Project (FEMP) on December 
26, 1996. 

The Vitrification Pilot Plant (VITPP), a unique three-chamber melter design, was constructed 
to obtain detailed performance data for glass chemistry development, materials of 
construction selection, and validation of the melter's physical design. The melter is being 
tested for use in vitrifying uranium processing waste contained in silos in the FEMP's Waste 
Storage Area. Vitrification is the selected remedy for treating these wastes, as stated in the 
FEMP Operable Unit 4 Record of Decision. Due to the complex chemical characteristics of 
the silos waste material, the melter design was primarily driven by the need for high- 
temperature operations (1,350" C )  in order to destroy sulfates in concentrations up to 15%, 
combined with lead concentration up to 12% that require an oxidizing environment to avoid 
the formation of a metallic lead phase which can be detrimental to the materials of 
construction. The knowledge and experience gained through the operation of the pilot 
plant has provided invaluable insight and lessons learned required for the design, 
construction, and operations of the full-scale facility. 

EVENT SUMMARY 

On December 26, 1996, at  2222 hours, a maintenance supervisor at the VITPP entered the 
melter room (on the ground floor) and observed a small stream of molten glass flowing from 
the bottom of the VITPP melter and into the bottom drain container. The maintenance 
supervisor alerted the system engineer, who directed the control room operator to ramp- 
down power to silicon control rectifier (SCR) #1, in order to decrease melter temperature. 
The maintenance supervisor notified fire and safety personnel via radio that smoke was 
present in the melter room, but no fire was observed. At 2225 hours, the communications 
center received the first smoke alarm from the VITPP. The communications center operator 
immediately notified the assistant emergency duty officer (AEDO). The system engineer 
directed all personnel in the melter room to stand by the exit to the room on the first floor, 
near the personal protective equipment (PPE) room door. The shift manager attempted to 
"freeze" the glass stream (which was about the diameter of a pencil) by applying water to 
the stream from the bottom drain water hose. The attempt was abandoned after it was 
determined to be ineffective in reducing the flow of glass from the melter. At 2234 hours, 
the shift supervisor directed the control room operator to initiate an emergency shutdown of 
the melter by depressing the emergency stop button and ordered the evacuation of all 
personnel from the building. Two electricians were ordered to open the motor control 
center disconnect for SCR 1 and SCR 2, which resulted in the complete electrical isolation 
of the melter. 

. 

As the glass continued to flow from the melter, the hole widened to approximately 2 inches 
in diameter. Some of the flow was diverted, and fell outside the bottom drain container and 
onto a concrete floor. The epoxy paint on a two-foot-by-three-foot area of the floor ignited 
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and resulted in a small fire. Two portable fire extinguishers were unsuccessfully expended 
on the fire. Emergency response personnel arrived on the scene bv 2240 hours and 
extinguished the fire by coating the floor with water. Approximately three tons of surrogate 
material (glass) leaked from the melter. No one was injured during the event. The event 
was classified as an Unusual Occurrence per DOE Order 232.1, "Occurrence Reporting and 
Processing of Operation Information." A Notification Report was issued on December 27, 
1996. (Appendix A) 

ROOT CAUSE SUMMARY 

The draining of the glass melt through the bottom of the VITPP Duratek 1000-HT three- 
chambered, high-temperature melter was the result of corrosion of the number 3 bubbler 
tube assembly in association with severe exudation and corrosion of the bonded (Zirmul) 
alumina-zirconia-silica (AZS) sub-layered refractory beneath the Monofrax K-3 hot-face 
surface block. The corrosion phenomena were exacerbated with the introduction of lead 
oxide into the glass melt during Silos 1, 2, and 3 surrogate waste test campaigns (Phase I ,  
Campaign 2 and Campaign 4). thus significantly reducing the life expectancy of the melter. 
The attack on the materials of construction (both the bubbler tube assembly and the 
underlying refractory materials) were through the following mechanisms: 

e Corrosion of the molybdenum disificide bubbler tube in an oxidized and/or 
lead-bearing surrogate glass melt. Corrosion resulted in the bubbler tubes 
receding into the less corrosion resistant underlying refractories. The 
chemical measurement for the erosion are: 

2MoSi2 + 70, - 2Mo031 + =io2 
MoSi, + 7Pb0 - MoO,t + 2Si02 + 7Pbl 

(Equation 1) 
(Equation 2) 

e Downward migration of the glass melt through the bottom penetrations 
(bubbler tube and bottom drain assemblies) and refractory joints, initiated 
erosion/corrosion of the AZS refractory. 

e Reduction of lead oxide from the glass melt produced lead metal. The molten 
lead may have accelerated the erosion/corrosion of the underlying refractories 
by a downward drilling action. Probable chemical reactions for the production 
of the lead metal are: 

- The molybdenum disilicide tubes chemically reacting with lead in the 
glass: 

MoSi, + 7Pb0 - MoO,t + 2Si02 + 7Pbl (Equation 2 above) 
l g  + 10.279 - 0.959 + 0.79g + 9.539 

According to equation 2, 1 gram of molybdenum disilicide produces 
9.53 grams of molten lead metal. The silicone dioxide produced is 
absorbed into and becomes part of the glass. The molybdenum 

I 

Page ix 
SOeOO$S 



d- - .  . 
.. , I Document #: 401 00-RP-0001 

r INCIDENT ANALYSIS TEAM Revision 0 
Issue Date: February 1997 FINAL REPORT 

trioxide is a gas at molten .glass temperatures. Therefore, some 
molybdenum trioxide may leave the glass melt before being absorbed 
by the molten glass. Overnight crucible melts performed at Fernald 
show that when a molybdenum disilicide rod is placed in lead-bearing 
glass, a molten lead puddle forms in the bottom of the crucible. 

- The molybdenum metal electrodes chemically reacting with lead- 
bearing center chamber glass that has leaked into the electrode side 
chambers: 

MO + 3Pb0 - Mo03t + 3Pbl 
l g  + 6.989 - 1.509 + 6.489 

(Equation 3 )  

According to Equation 3, 1 gram of- molybdenum metal will produce 
6.48 grams of molten lead metal. Molybdenum trioxide is a gas at 
molten glass temperatures. Therefore, some molybdenum trioxide 
may leave the glass melt before being absorbed by the molten glass. 
Overnight crucible melts performed at Fernald show that molybdenum 
metal is placed in lead-bearing glass, a molten lead puddle forms in the 
bottom of a crucible. 

"Reboil" of surrogate glass passing through the E-brick walls can 
precipitate free lead. At 1,250"C the conductivity of E-brick is about 
0.075 siemens per centimeter (S/cm). Some surrogate glasses, due to 
the inleakage of side chamber frit, approached conductivities in the 
range of 0.25 to 0.30 S/cm. The higher conductivity of the glass 
channels more electrical current, with resulting heating, in the cracks 
in the E-brick walls. Some operators commented that they saw the 
cracks near the glass melt surface glowing. The extra heat causes a 
reductive environment which was evident by the "boiling" seen at the 
E-brick walls while current was applied. The "boiling" quickly 
disappeared when the current was turned off or greatly reduced. 
Inspectors noted that they saw what looked like solidified lead-metal 
beads that formed from sweating from the pores of the E-brick wall 
cracks. 

Reduction studies show that simple reduction of the surrogate glass (e.g., 
through the use of urea) will produce lead sulfide because of the presence of 
dissolved sulfur (sulfate) in the glass. It takes a high (localized) reduction 
potential (such as molybdenum metal, molybdenum disilicide or "reboil") to 
produce molten metal. No lead sulfide precipitation was identified during the 
melter inspection, only lead metal was observed. Glass samples from the 
lead-bearing campaigns where analyzed and showed Fe+'/(Fe+' + Fe+3) ratios 
~ 0 . 3 3  in the side chambers and < 0.20 in the center chamber. Precipitated 
lead metal or lead sulfide is not known to  happen under these redox 
conditions. 
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e Turbulent air abrasion, oxidation, and molten glass circulation via compressed 
air flowing from corroded bubbler tubes receding below the corrosion 
resistant K-3 refractory floor. 

e Disruptive electrical current paths as a result of glass migration and metal 
precipitation at the inner and outer shell. Localized current creates hot spots 
with resulting increased corrosion. 

0 Upward drilling on the refractories by the glass melt through vapor phase 
. formation. 

0 Lack of corrosion resistance of KAO-TAB95 castable insulating refractory to 
molten glass. 

Another mechanism was suggested by the investigating group that could have led to the 
erosion of the bubbler tubes. This was the possibility that molten lead could alloy with 
molybdenum disilicide forming a molybdenum lead silicon alloy at glass melting 
temperatures. However, this does not appear plausible based on a recent crucible melt that 
was performed in the Fernald lab. Molten lead was left in contact with a molybdenum 
disilicide rod. Glass was poured over the lead and rod to protect them from the air and the 
crucible left overnight in a furnace at glass forming temperatures. The rod was pulled out 
of the molten lead at the end of the test. The molten lead did not even "wet" the 
molybdenum disilicide rod which indicates there appears to be no tendency to form the 
speculated alloy. 

These phenomena are generally known in the glass industry. They are considered the 
primary conditions affecting the service life of the refractory lining and the length of melter 
life (References 1 - 1 1, 13 and 14). There is general consensus that the corrosion rate(s) 
on materials of construction are unique to the corrosive properties of the waste glass melt, 
the corrosion resistance of the refractory lining, and the reduction rate of molten metals. 
Based on the uncertainty of these rates, the breach of a melter cannot be predicted with 
any degree of certainty. 

A detailed root cause analysis is included in Section V of this report. 
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1. TEAM SCOPE 

On December 26, 1996, the melter in the VITPP failed, releasing approximately three tons of 
surrogate material .into a bottom drain container and onto the floor surrounding the melter. 
Three teams were formed by FDF using cognizant industry professionals, operational 
personnel, and DOE oversight (Appendix B). The teams formed were: 

1) Safety Review Team 
2) Data Analysis Team 
3) Incident Analysis Review Team 

Each team was assigned a separate charter and all activities commenced on January 7, 
1997. 

The charter of the Incident Analysis Review Team was divided into two separate tasks: 1) 
evaluate the root cause of the melter failure; and 2) develop lessons learned from the melter 
operations and disassembly. In order to achieve these objectives, four deliverables were 
identified: 

1) 
2) 
3) Develop lessons learned 
4) Prepare final.report. 

Prepare a Melter Inspection Plan (Appendix C) 
Perform Failure Modes Analysis for root cause determination 

The Incident Analysis Review Team evaluated and examined equipment and results of core 
borings, conducted interviews, and reviewed documents pertinent to determine the root 
cause for the failure in the area of Bubbler #3 located in the bottom of the melter. To fulfill 
the assignment, the team set the parameters and concentrated on the incident and the 
factors that contributed to the ultimate failure of the melter. 

Although the conclusions of the review may have some, impact on future design, materials, 
or operational guidelines of melters, it was not within the scope of the team's analysis t o  
proceed beyond the root cause of the event. The melter is a one-of-a-kind design developed 
as a pilot project. The team did not concentrate its efforts on verifying the validity of 
previous reviews, design specifications, or materials employed in determining the melter's 
operating parameters, life expectancy, or intended purpose. 

Additional information may be gained by the inspection and further analysis of the melter, 
and this information may enhance the future path forward of the project. However, the 
path forward was beyond the scope of the Incident Analysis Review Team. 
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II. BACKGROUND INFORMATION 

The VITPP was designed to develop the detailed requirements to apply the vitrification 
process to the large-scale remediation of Silos 1, 2, and 3 materials. The test program for 
the VITPP is being conducted in two phases. Phase I includes processing surrogate 
materials to verify that systems and components operated as designed, establishing viable 
glass formulas,. identifying operating parameters, and documenting performance limitations. 
The purpose of Phase II is to re-test the VITPP using actual silo waste materials to provide 
final verification that the vitrification process is a viable method for processing the wastes. 
The VITPP's primary component is an electrically powered (joule-heated) melter. The 
remainder of this section provides the melter operational and design requirements, as 
specified in technical specification No. RHN02-40-062 - Vitrification Furnace, issued by FDF 
for this project: 

Design Specifications 

Minimum Operating Life 
Design Life 
Operating Temperature 
Minimal Production Rate 

Furnace Design Temperature 
Feed Solids Content 
Feed Moisture Content 
Feed Rate 
Feed Temperature 
Available Feed Pressure 
Feed Slurry Density 
Bath Surface Area 
Bath Volume 
Furnace Pressure 

1 year 
3 years 
1,100 - 1,350 degrees C 
1 tonne/day of vitrified surrogate material 
discharging from the furnace without 
agitation 
1,400 degrees C 
50% by wt. approx. 
50% by wt. approx. 
0.1 - 1 .O gpm of slurry (intermittent flow) 
2 - 26 degrees C 
up to 5 psig 

9 ft3 (Nominal) 
27 ft3(Nominal) 

90 - 100 Ib/ft3 

-0.5 to -0.25" W.C. 

In addition to these design requirements, the overall design of the furnace shall allow for 
operation both with and without agitation. Even though the furnace system shall produce a 
minimum of one (1) metric ton of glass per day without agitation, the overall design of the 
furnace, especially the following items, shall be capable of meeting the demands of three 
(3) times the minimum production rate: 

a. Electrodes 
b. Electrical power supplies and controls 
c. Slurry feeding mechanism and controls 
d. Vitrified material discharge chamber. 
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Finally, the overall design shall be suitable for remote operations, but will permit hands-on 
maintenance. 

1. Furnace Assembly 

a. Outer Furnace Containment Shell The shell shall be of welded steel base 
frame, and will integrate the melting and discharge chambers. It shall be 
designed to support and hang the refractories as well as to accommodate: 

1) A water jacket or coil panels for cooling (where required) 
2) Electrode holders 
3)  Removable but fastened lid(s) for both the melting and discharge 

chambers 
4) Connections for a bottom drain, an overflow drain, and a vitrified 

material product discharge. 

b. Refractory and Insulation Provide with the proposal, the refractory and 
insulation thicknesses and specifications including commercial grades. Be 
prepared to supply after receipt of an order: Refractory specifications 
complete with manufacturer's data indicating chemical composition and 
physical properties including density, cold crushing strength, modulus of 
rupture at  room temperature and at elevated temperatures, reversible and 
permanent thermal expansion, porosity, linear change after reheating, load 
subsidence or creep, thermal conductivity (530 - 1,650 degrees C), abrasion 
and corrosion resistance, specific heat for temperature ranges, permeability, 
modulus of elasticity, melting point, and the quantity of field installed 
refractory complete with scope of work for field installation. 

c. Electrodes The electrodes shall be suitable for the application and surrogate 
feed material. Bench-scale tests have shown graphite to be unacceptable 
because of the reduction of lead in the melt. Electrode holders shall insulate 
electrodes from the outer furnace shell. 

d. Vitrified Material Discharge Chamber with Heaters The vitrified material 
discharge chamber shall be heated with electric heaters to maintain molten 
vitrified material temperatures at the selected operating temperature of the 
melting chamber. 

e. Melting Chamber Plenum Heaters The plenum may need to be heated with 
electric heaters (seller is to determine) to maintain plenum at selected 
operating temperature. 

f. Bottom Drain, Overflow Drain, and Vitrified Material Discharge Spout Since 
the silo materials contain heavy metals which may settle out, the furnace 
shall have the capability of draining heavy metals or conductive sludges from 
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the floor or lower portion of the furnace. The supplier shall provide one 
bottom drain tap with manual remote on-off control capable of shutting off 
flow of molten vitrified material to prevent draining the furnace when tapping 
these metallic deposits. Since the silo materials contain sulfates, a molten 
salt or surface scum layer may form on the top of the melt surface, 
particularly when no agitation is applied. A drain tap which provides manual 
remote on-off control shall be provided for removing this layer when 
necessary. In addition, the design shall provide a tapping mechanism to 
permit manual remote shut-off of molten product discharge from the melting 
chamber to the tapping chamber. Normal operation will be continuous 
overflow through the discharge chamber. 

g. Removable but Fastened Lid Assembly(s1 with Connections for Feed, Off-Gas, 
Viewing Cameras, Instrumentation, Plenum Heaters, and Agitation Device 
Silo material is a source of hazardous and radioactive particulates and gases 
(Le., radon). Consequently, a furnace lid with accesshnstrument ports shall 
seal the furnace (as air-tight as practicable) to provide containment of the 
furnace off-gasses and particulates. The furnace off-gas will be exhausted to 
an external scrubber/HEPA filter system which is to be provided by FDF. The 
lid shall include connections for a slurry feed nozzle, an exit nozzle for the off- 
gas, access ports for thermowells, a pressure tap, nozzles for remote viewing 
capability, and an access port for the agitator assembly. The supplier is to 
size suitable off-gas and feed nozzles and provide nozzle location drawings. 
The lid shall accommodate remote viewing capability at  a minimum of 4-inch 
diameter flanged nozzles and tubes at two locations: melting chamber and 
discharge chamber. The view ports shall be positioned to allow full view of 
the melt surface and the pour spouts and risers. Remote viewing will be by 
closed circuit television cameras. The remote viewing system will be 
furnished by FDF. 

h. Slurry Feeding Mechanism and Controls The feed slurry will be provided 
through a pipeline terminating with a single flanged connection to interface 
with the equipment. 

2. Agitation 

A means of agitation shall be supplied with the furnace to perform the following 
functions: 

a. 

b. 
c. 

Apply shear forces to the molten vitrified material as a means of improving 
the vitrified material matrix, while maintaining the cold cap. 
Prevent the settlement of heavy metals and the formation of a sulfate layer. 
Homogenize the molten vitrified material by thoroughly mixing the melter 
contents. Any agitation components in contact with the molten vitrified 
material or plenum gases shall be fabricated from materials suitabl btYdb54 
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application and surrogate feed materials specified. The overall design of the 
melter shall allow operation both with and without the agitation. Provisions 
must be made in the furnace design to allow for the removal of the entire 
agitation assembly from service, without removing the furnace I'id. 

3. Cooling Systems (if required) Skid mounted cooling unit(s) complete with heat 
exchangers; pumps, liquid reservoirs, and control: 

a. The agitator (if applicable) 
b. 
c. 
d. The sulfate drain skimmer. 

The outer furnace shell (if required) excluding the lid 
The feed nozzle (if required) 

The supplier shall provide cooling systems and insulation as required to ensure the 
outer surface temperature does not exceed temperatures indicated in the design 
specifications over the entire operating life of the furnace. ,All cooling fluid shall be 
in closed loops. Cooling unit(s) shall be connected to the furnace by non-electrically 
conductive piping. 

4. Instrumentation Instrumentation shall be furnished in accordance with requirements 
as specified. The supplier shall provide adequate access ports and instrumentation 
to include: 

a. Temperature measurement of: 

1) 
2) Plenum 
3)  Off-gas at exit 
4) Each drain/pour point 
5) Discharge Chamber 
6) 

Molten bath (up to 1,400 degrees C) 

Cooling Fluid Inlets and Outlets. 

b. Differential Pressure Measurement of Furnace FDF to provide furnace 
differential pressure measurement and control. The supplier shall provide all 
other control and monitoring instrumentation, including cabling and 
connectors to junction box, to ensure safe and proper operation of the 
furnace. FDF will connect to the supplier's junction box and provide cabling 
to the remote pilot plant Data. Acquisition Control System (DACS). The 
overall design shall be suitable for remote operation, but will permit hands-on 
maintenance. 

I 
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5. Control Control shall be furnished in accordance with the requirements as specified. 
Instrumentation shall provide capability for controlling and monitoring: 

a. Furnace: 

1) 
2) Power to electrodes 
3) ' Current through electrodes 
4) Voltage across electrodes 
5 )  ' Temperature of plenum 
6) Skimmer position 
7) Opening/Closing all drain/pour points 
8 )  Melt bath level. 

Temperature of molten vitrified material 

b. Agitator (if applicable): 

1) Agitator speed 
2) Agitator position. 

c. Cooling Systems: (if applicable) 

1) Cooling fluid temperatures (inlets and outlets). 

6. Electrical Power System Electrical Power System shall be furnished in accordance 
with the requirements as specified. 

F:\WPW61\3TEAMS\FINAL\FINAL.RFT Page II - 5 

7. Services The services of an on-site technical representative(s) shall be provided to 
advise or consult during furnace assembly, furnace installation, start-up, and 
training. The schedule for this work will be assumed to be ten (10) hours per day, 
five (5) days per week, for ten (10) weeks, which includes the training schedule. 
The technical representative shall certify the work was done in accordance with the 
representative's company's requirements. 

The seller's personnel assigned to the site must comply with the FEMP site training 
requirements. 

A separate hourly rate shall be quoted for a technical representative should the time 
be required for services that exceed the time specified. 

8 .  Testing In addition the melter had to demonstrate its operational capability to 
process to the surrogate material specified. 

. .  - .  
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&-Built Configuration 

The joule-heated melter designed for the project operates at 1400°C using molybdenum 
electrodes. Unlike other designs, this melter protects the molybdenum electrodes. The 
triple chamber design is such that the wastes and glass additives are fed directly into the 
center melt chamber that is separated from the two side chambers containing the electrodes 
by refractory brick walls. To further protect the electrodes, the side chambers contain an 
unstirred, borosilicate glass that decreases the amount of oxygen in contact with the 
molybdenum. Heat dissipation from the side chambers to the center chamber is promoted 
by the high conductivity refractory brick walls that transfer the energy necessary to melt 
the waste, without allowing the corrosive elements of the waste to contact. the electrodes. 

Figure 11-1 shows the exterior profile of the melter. The larger area is the furnace section 
and the smaller area is the discharge section. The outer containment shell of the melter is 
welded steel. It supports the electrodes, electrode cooling jackets, lids for the melter and 
discharge chambers, surface drain, bottom drains, bubbler tubes and various thermowells. 
The contents of the melter are represented in Figures 11-2 - 11-6. The glass contact 
refractory is fused cast Monofrax K-3 which is backed by a bonded Zirmul AZS refractory 
and a castable aluminum oxide refractory. The total glass containment refractory is housed 
in an internal shell constructed from lnconel 690. Between the internal and external shells 
is a refractory ceramic fiberboard insulation package to inhibit excess heat loss and wicking 
of the glass to the outer shell. Above the glass containment area of the melter, the 
refractory consists of Monofrax H refractory and multiple layers of insulation from inner 
area to  the outer shell. The roof refractory is the same. 

To meet the high operating temperature requirements, the melter utilizes molybdenum 
electrodes and three glass chambers. The center chamber is approximately 27 cubic feet 
and the two side chambers are sized to contain five electrodes each while immersed in 
glass. The three chambers are formed by walls of a high conductivity refractory brick, 
Monofrax E (Figures 11-4 & 11-5). The three chamber system segregates the waste and glass 
additives in the center chamber from the molybdenum electrodes in the side chambers. The 
side chambers contain a borosilicate glass to protect the electrodes and slow down 
degradation that would occur rapidly, if they were subjected directly to the waste materials. 

Figures 11-2 and 11-4 identify the five air bubblers, the air lift lance, and the bottom drains. 
The air bubblers were provided as an agitation system for the center chamber glass pool. 
The design consisted of five molybdenum disilicide tubes placed uniformly through the floor 
of the melter down the middle of the center chamber. The bubblers provide inlets to  the 
glass pool that permit compressed air to be introduced to the glass pool. Operation of the 
bubblers disrupts the glass pool by generating a curtain of bubbles. The bubbler system 
was to provide an oxidizing environment to  promote oxidation of metallic components in the 
waste and prevent forming a detrimental metallic layer on the bottom of the melter glass 
pool, disrupting the formation of a sulfate layer on top of the molten glass, and increasing 
convection within the glass pool to improve the production rate. 
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The air lift lance is also a molybdenum disilicide tube. The air injected through it raises the 
molten glass up the discharge riser to a level high enough for the glass to flow down the 
pour spout and out the discharge port. 

Four bottom drains were provided to empty the melter. There are two drains for the center 
chamber and one provided for each side chamber. These have the ability to be remotely 
activated and could be used only once. _ .  

The design process with the melter supplier involved iterations of conceptual presentations 
with both parties agreeing on a.final configuration. In general, the melter provided met the 
intent of the performance specifications. Final acceptance, was dependent on the 
successful completion of a performance test with surrogate materials. The test was 
conducted during the Phase I Campaign. This melter was conditionally accepted (Reference 
12). 

I 
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111. STATEMENT OF FACTS 

SUMMARY OF CONDITIONS AND EVENTS 

This section of the report describes the operational experiences of the VITPP from May 18, 
1996, to December 26, 1996. The report highlights anomalies associated with the melter 
operations, in accordance with the Event and Causal Factor Chart for Melter Operation 
Experiences (Appendix D), during Phase I Bakeout and Campaigns 1, 2, and 4. Campaign 
3 was deleted because the vitrification of Silo 3 waste exclusively was too problematic due 
to its high sulfate content. 

Tables 111-1 and 111-2 identify the chemical composition of the surrogate materials being fed 
to the melter during Phase I testing. 

BAKEOUT 

Bakeout of the melter began on May 18, 1996. During bakeout, the temperature of the 
melter was slowly increased to an operating temperature range of 1,150-1,250' Celsius. 
The purpose of the bakeout session was to cure the refractory material through a specific 
temperature curve, charge the melter with benign glass, and insert the molybdenum 
electrodes. 

THERMAL EXPANSION AND MELTER PRESSURE TRENDING 

Shortly after bakeout started, a loud bang was heard in the melter room (0330 
hours, June 6 ) .  The source of the sound could not be pinpointed, but it was 
believed that it may have been caused by thermal expansion of the melter. During 
the same time period, the center chamber frit feed tube plugged, but the condition 
was determined to be coincidental to the loud bang. The clog was cleared after 
mechanical agitation of the feed tube was performed. A trend analysis was 
generated on pressure indicator PDIC-250 readings to identify if there was a 
possibility of melter pressurization, but no positive pressures were observed. 

AUTO DISCHARGING 

Chronic auto discharging of glass from the melter began on June 7. From that date 
through the end of bakeout, problems with auto discharging caused glass 
accumulation on the discharge opening and in the discharge chamber. Actions taken 
to combat the auto discharge problems initially involved the reduction of air flow to 
the air lift from 2.0 standard cubic feet per hour (scfh) to 1.5 scfh. 

One auto discharge was attributed to scheduled maintenance activities. The 
discharge of glass from the melter eventually resulted in the formation and build-up 
of solidified glass on the diverter trough. As the glass exited the melter, it cooled 
and froze on the discharge trough, and clogged the discharge opening&oBtjvs 
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actions for these events included raising the discharge chamber temperature to melt 
the glass and/or flushing molten glass from the melter to clear the chamber and the 
opening. These actions also resulted in lowering the level of the glass pool, which 
also reduced the possibility of auto-discharging. In one case, the discharge hole was 
completely bridged and had to  be cleared using an acetylene torch and air lifting 
glass from the melter. With the auto discharging of glass, the discharge chamber 
high-level alarm actuated several times. The level detector was adjusted to two 
inches above the bottom of the discharge chamber trough. 

CRACKS IN THE WEST E-WALL 

On June 22, cracks in the west E-wall were discovered. The following day it was 
recorded that cracks were observed in both melter isolation walls. The cracks were 
represented in sketches drawn in System Operability Test book 25-SU-0034. 

CAMPAIGN 1 

Campaign 1 began on June 24. The intent of Campaign 1 was to establish continuous 
operation of the melter, verify melter temperature and power control, synchronize operation 
of the melter and gem machine, and increase glass output to three metric tons per day at an 
operating temperature range of 1,150" to 1,250' C. 

SPARKS AND'FALSE CONCERNS OF OXIDATION IN THE SIDE CHAMBERS 

Soon after benign slurry was fed to the melter during the last week of June 1996, 
sparks were observed at the surface of both side chambers. More specifically, 
flashes of bright yellow light about % inch in diameter and occurring every 5 
seconds or so were observed through the side chamber sight glasses'. The sparks 
appeared to result from bubbles of gas breaking at  the surface of the melt. These 
sparks are noted in the logs as "signs of oxidation" in the east and west side 
chambers. Initially, it was felt that the molybdenum electrodes were oxidizing (or 
partially oxidizing) and/or flaking off small bits that were carried to the surface where 
they competed burning (molybdenum is pyrophoric; it can rapidly oxidize at 400°C). 
This theory does not explain the gas bubble, that breaks to produce a spark. 
Molybdenum trioxide is the only one of several molybdenum oxide compounds that 
is a gas at glass melting temperatures and could form a bubble. However, this does 
not explain the combustion at the surface because molybdenum trioxide is the most 
oxidized molybdenum oxide compound and cannot "burn" any further. 

One possible explanation for the sparks is that, because the side chambers are starved form 
Oxygen, sodium oxide in the melt may be reduced to elemental sodium. Since sodium metal boils at 
892°C microgram quantities might be forming bubbles and flashing (burning) when the bubbles 
break and contact the air. The mechanism for the reduction of sodium involves a weak electrolytic 
potential forming between two electrodes in the same chamber but at  different temperatures. 
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The sparks caused no operational difficulties and would disappear for periods of 
time, but at the time it was felt this was a sign that the electrodes were oxidizing. 
The sparks were more frequent in the west side chamber. Both side chambers were 
fed with frit after the sparking condition was observed. Because of the concern for 
corroding electrodes, all new glass samples were tested for molybdenum content. 
Glass analysis results were received on June 28, which indicate that molybdenum 

. concentrations were below detection limits. 

CORROSION OF MOLYBDENUM DlSlLlClDE COMPONENTS 

Operations was required to adjust the height of the glass level indicators in the side 
chambers. These level indicators were molybdenum disilicide rods that completed an 
electrical circuit when contacting the molten glass. Molybdenum disilicide is 
conductive, especially at high temperatures. 

On June 28, the east side chamber level indicator was found to be one inch lower 
than.west side chamber. The east side chamber probe was removed to inspect for 
wear. The probe had not lost length, but was visibly tapered from corrosion. 
Operations continued to make adjustments to the level indicators until July 29 when 
the level probes were removed from both sides and measured. Corrosion was noted 
on both level indicators and the corroded tips were cut off to make the ends square 
again. The west side level indicator was broken and replaced with a new probe. On 
August 2, the east chamber level probes were not functioning properly. The 
electrode was found almost fully exposed and well above the glass level and coated 
with glass. At this time, no concerns were raised about the possibility of other 
molybdenum disilicide components eroding in the melter, such as the bubbler tubes. 

GLASS MIGRATION IN THE DISCHARGE OPENING 

As a result of adding side chamber frit to combat the oxidation process of the 
molybdenum electrodes, the melter experienced frequent auto discharging events. 
On July 5, the discharge chamber high-level alarm actuated intermittently. 
Operations did not believe the alarm was valid because raising the discharge 
chamber temperature did not clear the alarm. On July 12, a large chunk of glass 
was removed from the discharge opening. A large amount of glass still remained. It 
was determined that the glass was exiting the melter from an unknown location. 
After removal of the remaining glass, it was noticed that the discharge orifice brick 
had a large crack in it. For the remainder of Campaign 1, Operations had to take 
actions to remove glass from the discharge chamber. After using a torch to melt the 
glass from the discharge chamber on July 29, Operations documented that the glass 
was coming from the northeast corner between the brick and the shell, under the 
discharge opening. On August 2, glass continued to migrate to the area below the 
opening, but no auto discharge was witnessed. The same day voltage 
measurements were taken for SCR 1. 
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BUBBLER 5 INOPERABLE 

Another problem discovered in Campaign 1 was oil in the airflow indicator to Bubbler 
5. The oil forced Operations to increase air flow to the bubbler to keep indication 
from going to zero. On July 10, the tubing was partially pulled from the ferrule and 
re-tightened. Bubbler air flow indication immediately went to  zero and Operations 
concluded that the previous air flow indication was false. The air leak was located 
downstredm of the air flow indicator and upstream of the bubbler. It could not be 
determined how long Bubbler 5 had not been functioning. 

BOlTOM DRAIN 3 COOLING JACKET LEAK 

A blue flame was noticed in the east side chamber on July 28 at 1800 hours. 
Operations could not determine the reason for the flame, but actions to combat the 
problem were to add frit to the east side chamber. The blue flame returned on 
August 1 and Operations speculated the broken piece from an electrode was burning 
and was the source of the flame. Operations added 100 pounds of frit, but the 
flame was not eliminated. Later in the shift, the flame was drastically reduced 
during an outage to support maintenance activities. Continued efforts of 
troubleshooting included shutting down SCR 1, which had little effect on the flame; 
therefore, Operationsconcluded that an oxygen source was providing the conditions 
for the flame. Later that day, the east bottom drain temperatures were found to be 
out of specifications (high) and Operations performed a visual inspection and 
observed what appeared to be glass (later determined to be graphite paper) around 
the bottom drain. #Operations also saw water on the plunger shaft and observed that 
the thermocouple was broken. Operations increased cooling water flow to  the east 
bottom drain and observed the flame increased in intensity. This confirmed that the 
cooling jacket of the east bottom drain was leaking coolant (containing glycol, 
chlorides and sulphur) into the melter. Operations decided to isolate the East bottom 
drain from the rest of the.melter cooling system and then provided it with a separate 
cooling system. The installation was completed on August 2 and the system was 
comprised of a 55-gallon drum filled with distilled water, a pump, and supply and 
return piping. This corrective action stopped the flame inside the melter. The 
cooling system was modified on August 3 from a closed-loop system to a one-time- 
through system. The closed-loop configuration did not allow sufficient cooling 
without changing the water inventory every hour. 

ELECTRICAL SHORT TO GROUND ’ 

During the inspection of the east bottom drain thermocouple on August 1, inspectors 
found that when glass contacted the east bottom drain, the drain went to the 
voltage potential of the melter bath and burned the thermocouple at the point where 
it contacted ground potential. On August 3, Operations noticed that bottom drain 1 
temperature was also rising. Cooling water to the drain was increased to maximum 
flow and cooling water flow to all other components outside of the glass pool was 
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decreased. The east bottom drain was repaired with a cooling jacket insert on 
August 23 and the jacket was reconnected to the permanent cooling water lines. 

A potential of approximately 80 volts was measured across the buss, and 40 volts 
were measured between leg to ground. Current checks of the ground wires 
indicated there was a current flow of up to 20 amps to the ground buss. This 
indicated that there may have been a melt pool to ground short in the melter.. A 
discharge chamber chute liner was fitted into place on August 4 and an lnconel shoe 
was installed on August 18. Despite these efforts, the discharge chamber still filled 
with glass migrating from the cracks in the discharge orifice brick. 

The glasses in the melter at this time were the startup glass in the center chamber 
and the electrode glass in the side chambers. Neither of these glasses contained 
lead, so molten lead could not cause the short. 

CAMPAIGN 2 

Campaign 2 began on August 26. During this campaign, the intent was to displace benign 
glass of Campaign 1, perform a 36-hour acceptance test, an 8-hour gem machine 
acceptance test, and run a Series D surrogate material at an operating range from 1,250' - 
1,350OC. 

Urea was added to the slurry feed to aid in the destruction of sulfates, and thus, maintain 
glass production rates. A concern with using reductants to destroy sulfates is that the 
concentration and reduction power may be too strong, and thus produce molten metalic 
lead or lead sulfide in the bath. Urea was the reductant chosen from several tried during 
minimelter (bench-scale) testing because it is a simple organic compound that virtually 
produces only gasses when oxidized and leaves no carbon residue that can be carried down 
into the glass melt and continue to reduce the glass bath further than intended. Therefore, 
urea can only apply its reduction power at or above the surface of the glass bath. 

During the campaigns, the color of the glass was monitored for signs of reduction. All the 
glasses contain hues of brown in them, which is an indicator that they are oxidized, not 
reduced. The ratio of Fe+2/Fe+3 or Fe+Z/(Fe+2 + Fe+3) is used as an indicator of redox in the 
glass. An oxidized glass looks brown because Fe+3, which is the oxidized species of 'iron, 
produces a brown color. Whereas, Fe+2, which is the reduced species of iron, produces a 
blue-green color. Therefore, if the brown hue leaves the glass there is concern that the 
glass may become too reduced and metalic lead or lead sulfide is possible. 

Reduction studies show that simple reduction of the surrogate glass (e.g., through the use 
of urea) will produce lead sulfide because of the presence of dissolved sulfur (sulfate) in the 
glass. It takes a high (localized) reduction potential (such as molybdenum metal, 
molybdenum disilicide or "reboil") to produce molten metal. No lead sulfide precipitation 
was identified during the melter inspection; only lead metal was observed. Glass samples 
from the lead-bearing campaigns where also analyzed and showed only oxidized conditions 
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with Fe+'/(Fe+'+ Fe+3) ratios ~ 0 . 3 3  or ~ 3 3 %  reduced. Precipitated lead metal or lead 
sulfide is not known to happen under these redox conditions. 

LID HEATERS 

On August 27, Operations discovered that the lid heaters were not functioning 
properly. During troubleshooting, it was found that the two most northern lid 
heaters on the east side were directly shorted to ground. The failure of the lid 
heaters was anticipated by project personnel and the failure had no significant effect 
on operations and glass chemistry. 

AUTO-DISCHARGING 

Throughout Campaign 2, auto discharging events and glass migration in the 
discharge chamber continued to be a problem. On August 29, it was recorded that 
glass appeared to be coming out above the "dam" in the northeast and southeast 
corners. After cleaning, a thin, one-inch-long partially molten glass sliver remained in 
the northeast corner of the dam where the dam meets the orifice retaining plate. 
The discharge chamber opening plugged again on several more occasions during 
September and October. 

BOlTOM DRAIN 1 COOLING JACKET LEAK 

On August 28, flashing and bubbling were observed in the west side chamber. 
Operations discovered that the problem was a failure of the cooling jacket for 
Bottom Drain 1. The same temporary cooling system that was used for the east 
bottom drain was installed and leakage was decreased, but some bubbling in the 
west side chamber persisted. A new cooling jacket sleeve was installed on 
September 1 ; the same modification was made to Bottom Drain 2 and the spare 
bottom drain as preventative measures. 

FOAMING AND TEMPERATURE EXCURSIONS 

During the acceptance test (performed during Campaign 11, foaming in the center 
chamber was observed. The foaming was expected due to the addition of sulfates 
to the melter. On September 4, the actions taken to combat the foaming in the 
melter resulted in several temperature excursions. The maximum temperature in the 
melter (determined by modeling) was estimated to have been 1,407' C. After the 
completion of the acceptance test, other foaming events were experienced, primarily 
in the west side chamber. On September 18, the foaming was so extensive that 
foam flowed over the west E-wall. The following day, foaming was noticed in the 
east side chamber. 

Actions taken in response to the extensive foaming observed in the melter during this 
period included adding water, adding frit, and varying temperature. On September 
25, an additional crack was discovered in the west E-wall. The crack was described 
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as a "large crack which runs from the top of the wall down to the glass." 

BOTTOM DRAIN 3 "GLOW" OBSERVED 

From September 24 until the end of Campaign 2, Operations attempted to abate an 
observable glow a t  Bottom Drain 3 and continued high temperatures a t  Bottom Drain 
1. Operations determined that the heat in Bottom Drain 3 was from joule heating. 
When the discharge chamber temperature was reduced (SCR 2 )  to 1,170" C, the 
intensity of the glow was reduced. On September 26, it was reported that the 
intensity of the glow varied during the day and that the variance seemed to depend 
on the power of SCR 1 and discharge chamber temperature. Initial efforts to combat 
the glow in Bottom Drain 3 were the application of air for external cooling and 
increased cooling water flow. On October 30, VITPP personnel decided that the path 
forward for bottom drains was to leave them "as is" until after Campaign 4 was 
completed. This decision was reached after attempts to  remove and replace the 
cooling sleeves were unsuccessful. 

CAMPAIGN 4 

Campaign 4 began on November 29. Campaign 4 was intended to simulate the chemistry 
of Silos 1 and 2 materials through a Series A surrogate. This campaign was divided into 
four parts: 

Part 1 included running Series A glass a t  1250" C, 
Part 2 ran Series A at 11 50" C, 
Part 3 ran Series B glass (Series A plus bentonite), and 
Part 4 tested maximized melter efficiency and capacity. 

PHASE SEPARATION IN DISCHARGE CHAMBER 

On December 1, 1996, Operations discovered sqrne sulfates in the discharge 
chamber opening. This led personnel to believe that 'there must be a hole 
somewhere in the south wall of the melter. On December 11, Operations pulled the 
air lance to see if the hole in the South wall could be seen. During the inspection, no 
hole was observed. After the December 26 event, it was discovered that a very 
large cross-shaped crack developed in the south wall, below the level of the melt 
pool. 

FOAMING EVENTS 

Just after Campaign 4 began, Operations added 100 pounds of frit to mitigate early 
signs of side chamber foaming. However, foaming occurred in all of the chambers 
on December 3. The foaming caused difficulties in maintaining center chamber 
temperature. The foaming was reduced in the east and center chambers, but west 
chamber foaming persisted until December 9. On that day, it was noted that frit 
additions did not seem to help reduce the foaming, and control of melter temperature 
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was very difficult. Operations noted that foaming was a problem when operating 
above 170 kilowatts (KW). When power was reduced to below 140 KW, the low 
melter temperature then became the primary problem. On December 10, the foam 
flowed over the west E-wall during third shift. The deterioration of both E-walls was 
noted and concerns about their structural integrity were documented. 

After December 11 ,  only minor foaming events were documented in the log.. The 
glass chemistry was changed at this time. As noted in the Campaign 2 Operable 
Unit 4 Vitrification Pilot Plant Phase I Interim Treatability Study Report, it was felt 
that, the Series A glass run in the minimelter may be too viscous to run in the melter. 
Therefore, the modified Series A glass recipe in the study report was tried. This 
glass was less viscous and appeared to help reduce the foaming because the bubbles 
popped as they broke the surface without build-up of foam. Also, the urea was 
increased in attempt to further reduce the sulfate concentration and reduce the high 
levels of sulfates off-gassing, which is attributed to causing most of the foaming. 

The new recipe lowers the viscosity of the bath, but it would take quite some time 
for the new recipe to have an effect on the bath. This is because it takes days to 
flush the old glass out of the melter and replace it with the new recipe. Therefore, 
lithium carbonate was added directly to the melter to lower the bath's viscosity 
before feeding the new surrogate recipe. 

BOTTOM DRAIN OVERHEATING 

VITPP Operations continued to have problems with the cooling system for the 
bottom drains. It was anticipated that problems would still be experienced, based on 
the decisions made during Campaign 2 and the inability to remove the modified 
cooling jackets from the bottom drains. 

MELTER PRECIPITATION 

On December 16, metal was discovered on top of the coupling of Bottom Drain 3. 
The metal was removed and sent to the lab for analysis. On December 19, the lab 
results were received and it was determined that the metal from the bottom drain 
was 58% lead (Pb). Cooling water leaks, bottom drain overheating, and plugging of 
the lines continued t o  be problems until the melter drained on December 26. 

, 
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GLOW OBSERVED AT BUBBLERS 2 AND 3/MELTER SELF-DRAINS TO THE BOlTOM 
DRAIN CONTAINER . 

On December 26, at  the beginning of day shift, the operations manager and an 
electrician observed a glow in the areas of Bubbler 2 and Bubbler 3. Immediate 
actions to cool the bubbler area included directing extra cooling air toward the glow 
and increasing monitoring frequency of the melter bottom. Operations determined 
that the glow was not the result of an electrical short, because melter power had no 
effect on the intensity of the glow. At 2222 hours on December 26, as operations 
was continuing to formulate an action plan to combat the glow at  the bubblers, the 
melter self-drained through a hole formed at  Bubbler 3. 

~ 
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111. STATEMENT OF FACTS 

CHRONOLOGICAL LISTING OF FACTS ASSOCIATED W/TH MELTER 

The following chronological listing of events are melter excerpts taken from the VITPP 
project logs and records for analysis of root cause, contributing causes, and operational 
lessons learned. The asterisked (*) items were considered potentially significant to the 
event being analyzed, and notes in parenthesis are provided for clarification. 

5/18 *COMMENCED BAKEOUT. 

6/5 *Introduced glass and inserted electrodes. 

6/6 Witnessed a loud bang in the melter room at  approximately 0330. May be 
due to melter expansion. Could not identify source of sound. The only 
coincidental condition was the the Center Chamber frit feed tube was plugged 
and required hammer jolt to free frit. All instruments read normal; no positive 
pressures were recorded. 

617 

611 1 

611 2 

*Discovered that melter was auto discharging. The trickle flow to the air lift 
was reduced from 3.8 scfh to 2.0 scfh. The discharge was stopped. 

*Discovered that melter was again auto discharging. The trickle flow to the 
air lift was reduced from 2.0 scfh to 1.5 scfh. The discharge was stopped. 

*A third auto discharge was observed. 
below 1 scfh back to 1.5 scfh. The rotometer may have been bumped and 
changed. 

Trickle flow was readjusted from 

*Some unplanned glass has auto discharged during the shift as the . 
melter/gem housing was breached from time to time during several scheduled 
maintenance activities. 

*Discharge chamber high-level alarm. Frozen glass must be removed from the 
probe. 

A plug of glass s1owl.y built up on the diverter trough due to a combination of 
very slow discharge and increased cooling on the diverter. This plug 
eventually closed off the orifice of the discharge chamber. The discharge 
chamber temperature was raised 250C and the diverter cooling reduced. The 
glass plug melted and the discharge chamber drained within 30 minutes. 

Flushed a small quantity of glass through the discharge chamber to  the 
startup drum to remove solidified glass which had built up around the orifice. 

Discharge chamber level detector still needs to be adjusted. 
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611 2 Melter auto discharged. Trickle air increased to 3 scfh for l t o  2 minutes then 
returned to 1.5 scfh. This was done to lower the main chamber level to stop 
the auto discharge. 

611 2 

611 3 

611 4 

a 6115 

611 7 

6/20 

612 1 

6/22 

*Melter auto discharged again; same response action taken. 

*Discharge chamber level probe removed. 

Flushed a small quantity of glass through the discharge chamber to the 
startup drum to prevent solidified glass from building up around the orifice. 

*Begin the practice of "burping" the melter approximately once a shift or 
when trickle discharge is observed. This will keep the orifice from plugging 
and also familiarize the operations staff with the normal mode of operations 
when running. 

*Discharge chamber level alarm in continuous alarm. 

Melter auto discharged for approximately 112 hour. Air lifted for 15 minutes 
to discharge glass from melter. 

Melter auto discharged. Increased trickle air for 10 minutes to discharge glass 
from melter. Discharge chamber plugged, reduced trickle air to stop 
discharge. Unplugged discharge chamber. Increased trickle air for 10 
minutes to discharge glass from melter. 

*Removed old discharge chamber level probe. Aluminum oxide sleeve broke. 

*Installed new discharge chamber level probe, which broke. 

Identified glass forming in the discharge orifice. Verified discharge orifice 
clear. 

Two auto discharges. 

Discharge chamber is completely bridged over and is gradually filling due to 
some auto discharge. The discharge chamber had been freezing over for 
several hours before the entire opening completely closed. 

Auto discharge. In about 2 hours, the,discharge hole was completely bridged 
and auto discharge continued as the discharge cavity began to fill. 
Discharged using an acetylene torch and air lifting at 2.5 scfh. 

*Contractor representative and system engineer discovered a crack in the 
west E-wall. 
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Discharge chamber plugged and cleared. 

6/23 

6/24 

6/25 

6/26 

6/28 

*There are now cracks in both melter isolation chamber walls. See sketch in 
SOT book 25-SU-0034. 

*COMMENCED CAMPAIGN 1 Batch 1 

*Noted evidence of oxidation in the west and east side chambers throughout 
the shift. The oxidation was more frequent in the west side chamber. The 
chambers were fed after each oxidation per. contractor representative's 
direction (What was thought to be oxidation appeared as bright bubbles rising 
through the side chamber glass). 

*Set side chamber level detector warning probes to 2" above the electrodes 
per contractor representative. 

*Raised side chamber level probes 1 " above previous setting. 

*Added molybdenum to list of metals analyses for glass samples. 

*West Plenum temperature increased to approximately 1,400"C after working 
on side chamber level probes. 

*Removed Infrared (IR) detectors from east and west side chambers. 

*Pulled TI-7S (discharge chamber level probe), found it broken in two pieces. 

*Glass conductivity of the center chamber is too high according to system 
engineer and contractor representative. 

*All samples requiring molybdenum concentrations (east and west chamber 
glass) resulted in below detectable levels. 

*East side chamber glass level detector found to be 1 inch lower than west 
side chamber glass level detector. 

*Cracked section of west side E-wall found to be shifted toward main 
chamber. Piece no longer lines up with the edge of the wall. 

6/29 Glass trickled from the discharge orifice for most of the night. May be auto 
discharging. 

711 *East and west side chamber level probes adjusted to  I " above the top 
electrode. 

715 Auto discharge after center chamber frit addition. 

-.- % 
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*Discharge chamber high level alarm is alarming intermittently. Does not 
appear to be valid. Raising discharge chamber temperature did not clear 
alarm. 

719 

711 0 

a 7/1(1 
711 2 

711 3 

711 5 

7/25 

7/27 

*Pulled east side chamber level probe to inspect for wear. 

*The oil in FI-005 (Air Flow Bubbler 5) is starting to cause problems. The oil 
is forcing the floating ball down to almost zero then comes back to six scfh. 
Flow was increased to nine scfh to keep it from going to zero. 

*The tubing on FI-005 (Air Flow Bubbler 5) was partially pulled from the 
ferrule. Tubing was placed back into ferrule completely and tightened. FI- 
005 then went to zero flow. This indicates that the bubbler is plugged since 
all of the air was coming out of the tubing leak. 

*0415: 

0503: 

Bubbler 5 air flow is fluctuating up & down. Appears to have 
oil in line. 
FI-005 was changed (from 6 scfh) to 9.0 scfh to compensate 
for oil in line. 

'0600: FI-005 loss of air flow. Prior readings were false due to air leak 
at B-nut on rotometer. 

*Removed large chunk of glass from below the discharge orifice. A large 
amount of glass is still in place. The glass is getting out of the melter from an 
unknown location. After removing the glass it was noticed that the discharge 
chamber brick has a crack in it. 

Took picture of glass formation below discharge chamber. 

Cleared glass from the discharge chamber orifice using torch. Found the 
source of the glass to be on the west side of the orifice between the 
refractory and the steel. The north, east, and south seem to be clear. 

*West melter wall has developed an array of cracks similar to that of a 
windshield hit with a rock. These are thermal stress cracks based on 
contractor representative's opinion. 

*Probed both side chambers to  determine the top electrode length. 
Determined that the top electrode on the east side has eroded back 
approximately 12 inches (Recorded measurement; took no further action). 

There is a build-up of glass that appears to be coming from the south side of 
the discharge chamber that requires constant attention and frequent cleaning. 

- 
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7/28 *Melter feed was terminated in order to remove frozen glass from the 
discharge orifice, dissolve the cold cap, and add sodium carbonate and center 
chamber frit directly to the center chamber to adjust the glass viscosity. 

A blue flame was noticed in the east side chamber at around 1800 hours. 
Seventy-five pounds of frit were added to the east side and the flames were 
no longer seen. At 041 5 hours, the east side chamber was measured to be 
2.75" higher than the west side. Soon after the measurement, flames were 
noted on the east side. Fifty pounds of frit were added to the east side and 
the flames were no longer seen. 

7/29 *Sampled both side chambers and took levels. The east side was 58.25" and 
the west side was 57" to the top of the glass. The east side glass was 3" 
above the electrode. Probed the east side and confirmed that the top 
electrode is broken. 

*The level probes were removed from both sides and measured. The eroded 
tips were cut off to make the ends square again. 

Used torch twice to melt the discharge chamber glass plugs. The glass 
between the brick and the shell is coming from the northeast corner under the 
or if ice. 

. .  

7/30 *East side chamber level probes were lifted one inch each. 

The electrodes remain covered with glass. 

713 1 Discharge chamber level probe sheath has dropped off of the refractory and is 
sitting on the bottom of the discharge chamber chute. 

*Crack found in the lower end of the discharge chute. 

*Inspected underneath melter. No leaks, drips, or loose tubing fittings were 
found. 

811 *There is a flame in the east side chamber. Added 100 Ibs. of frit but flame 
was not eliminated. 

*Shut down SCR 1, observed flame to determine if changes could be seen 
with the power off. Subtle changes were noted. 

*Checked east bottom drain temperatures on round sheet and found that 
after 0000 hr. 8-1-96, the temperature reading was noted as out of service. 

*Visually inspected east bottom drain. Also saw water on the shaft and 
found the thermocouple broken. 
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*Increased cooling water flow to east bottom drain and determined that the 
blue flame increased in intensity. Adjusted cooling water flow lower to see if 
the flame could be reduced or stopped. This was not effective. Isolated the 
east bottom drain from the rest of the melter cooling system and provided a 
separate cooling system. 

Developed inspection plan to measure bottom temperatures, replace 
the'rmocouple, measure bottom drain to ground resistances, and performed 
the inspection. Found that when glass contacted the east bottom drain it 
went to the voltage potential of the melter bath and burned the thermocouple 
a t  the point where it contacted ground potential (bottom drain plunger 
thermocouple, which is isolated from ground, had burned in two where it 
contacted the bottom drain gear box, which is grounded). 

*Completed installation of a temporary cooling system. The blue flame 
stopped immediately. The phenomenon has subsided since. 

812 

*At 0300, the east chamber level probes are not functioning properly. 

*Glass was migrating into the area below the orifice. Attempted to clear 
glass from discharge chamber. Due to the constant migration of the glass in 
this area and the temperature of the discharge chamber (1,300"C) all of the 
glass in this area was not able to be removed, so this attempt was stopped. 
When the activity was stopped the orifice was completely open, but there 
was a large quantity of glass in the area just below and behind the orifice. 

*Contract representative made voltage measurements at  SCR 1. Current 
checks of the ground wires indicate that there is as much as 20 amps, on part 
of the ground buss. 

813 

813 

814 

*Modified the temporary spare bottom drain cooling system so it operates as 
a one-time-through system rather than a closed loop. 

*Increased cooling water flow to maximum to bottom drain 1 and then 
decreased all other non-essential users. 

*Installed volt ohm meter on Bottom Drain 1 thermocouple to monitor 
potential to ground. 

*Switched the thermocouples for Bottom Drain 3 and the spare bottom drain. 
They were swapped below the melter by the thermocouple. Switch position 
16 and 17 have the correct numbered wires per the drawing and now read 
the correct drain as currently labeled on the melter control panel. 

Fixed the labels for the valves and flow indicator for Bottom Drain 3 and the 
spare bottom drain to make it match the drawings. 
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*Installed discharge chamber chute liner. 

*Attempted to get side chamber level probes to  work. The alarm only comes 
on when the level' probe is moved. 

817 

818 

811 0 

811 3 

811 5 

811 7 

811 8 

811 9 

Double checked, utility rack labels for Bottom Drain 3 and spare. Labels found 
to be correct. The piping was hand-over-handed for a verification. 

Took additional resistance and voltage readings from melter test panel. 

The circulation pump for Bottom Drain 3 cooling tripped the b.reaker. 
Temperature reached 400°F. Steam was emitted for less than two minutes, 
then cooling water was returned. 

The bottom drain thermocouples were verified to be correctly identified at the 
melter control panel. 

*East side chamber thermowell installed with five thermocouples. 

West plenum thermocouple was found to be defective. Maintenance has 
replaced it with a spare. 

Performed inspection of east side chamber thermocouple installation. 

The discharge chamber seems to be leaking again. 

*The east lid heaters, two most south elements failed. 

'Installed ,the lnconel shoe in the discharge chamber. The shoe has drifted 
downward due to the heat used during the orifice glass burnout process. 
There are only two bolts holding the shoe in position (north end) and the 
entire orifice frame has dropped down on the south end. 

'Q 

*Found that the discharge chute shoe had dropped approximately 114" on the 
south end. Glass was noted to  have filled the space on the east side of the 
discharge chute. 

*Removed start-up thermocouple from east side chamber. All but 
approximately two feet of the thermowell was gone! Burnt off portion 
appears to be standing in the east side chamber northwest area leaning on the 
E-wall. 

8/20 Installed glass stream flow pin below discharge orifice. 

8/23 . *Installed new insert in Bottom Drain 3, re-connected permanent utility rack 
water cooling lines. 
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8/26 

8/27 

8/28 

8/29 

8/29 

813 1 

911 

912 

*COMMENCED CAMPAIGN 2 (Acceptance Test Initiated) 

*Center chamber top glass thermocouple is defective. 

*The two  most northern heaters on the east side read a direct short to 
ground. 

Troubleshot lid heaters. Found two heaters out of service in east heater 
bank (See 8/17) and one out of service in west bank. Jumpered out the two 
bad heaters on the east side and 1 bad11 good on the west to balance the 
electrical load. 

Flashing and bubbling was noticed in west side chamber. Problem determined 
to be Bottom Drain 1. Installed temporary cooling system on Bottom Drain 1. 

*Bubbling is still occurring in west side chamber. Leakage is significantly 
lower than observed with normal cooling system in service. 

*Bulbous glass formations are building below discharge orifice. It appears 
that glass is coming out above the "dam" in northeast and southeast corners. 
After cleaning, a thin 1 " long partially molten-glass sliver remained in 
northeast cornerof dam where it meets the orifice support plate. 

Found cooling water temperature on Bottom Drain 1 to be warmer (134°F) 
than that of the previous Bottom Drain 3 water temperature. 

'Installed new Bottom Drain 1 insert. 

*Bottom Drain 1 temperature continued to increase with rotometer not 
exceeding 0.5 gallons per minute (gpm) with valve fully open. To better . 
control the temperature and to obtain a better flow, the temporary cooling 
system was connected. With melter temperature a t  1,25O"C, Bottom Drain 1 

' temperature was 550°C. 

*Bubbles continue to be observed in the west side chamber. 

*Side chamber level indicators did not alarm. Electrodes were exposed. 

Discharge chamber continues to fill with glass. 

*Installed new sleeve in Bottom Drain 2. 
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The supply and return lines were swapped on Bottom Drain 3. All supply 
lines furnish flow through the cooling tube inside the sleeve rather than the 
ret.urn line being connected. 

A low flow condition exists at the Bottom Drain 1 cooling line. Temperature 
is acceptable. 

Discharge chamber orifice is open, however there is some glass coming out 
from the side of the discharge chute. 

9 I3 

914 

915 

9 I7 

911 0 

911 4 

911 5 

911 6 

*Installed new sleeve in spare bottom drain. 

*Side chamber level indicators are unreliable. 

Discharge chamber orifice has 30% blockage. 

"Melter temperature excursions experienced several times. 

*INITIATED 36 HOUR MELTER ACCEPTANCE TEST 

*Contractor representative reports that Bottom Drain 3 is reading high -- 
65 1 OF. Contractor representative recommends that this drain temperature be 
kept below 400°F due to the mastic used during sleeving the drain. 
Recommended increasing flow from 1 to 2 gpm and lowering the flow to 
some of the other components on the melter. 

*COMPLETED 36 HOUR MELTER ACCEPTANCE TEST. 

*Added 50 Ibs of lithium carbonate and 25 Ibs of center chamber frit to make 
main chamber glass more cpnductive. Side chamber temperatures were 
approximately equal to main chamber temperatures. 

Glass buildup in box under discharge orifice. 

*Experienced heavy foaming from the west side chamber. Foaming continued 
for two hours. Water was added in the interim to help reduce the foaming 
but with little effect. 

Melter discharge orifice still contrary. 

*Experienced foaming in the west side chamber for several hours preventing 
feed operations. 

*Foaming continued from the west side chamber to the center chamber. 

000084 
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911 a *Foaming in the west side chamber required the addition of 520 pounds of 
frit to the west side chamber. 

*Three times during the shift foaming in the west side chamber was extensive 
to the point of causing foam to flow over the west E-wall. SCR 1 power was 
reduced in each case to  reduce the foaming and frit was added in an effort to 
change the glass chemistry to prevent foaming. 

911 9 

9/20 

9/21 9 

9/22 

9/24 

SCR 3 failed to restart after being turned off. 

Need to reinstall thermocouples around the melter. 

*Experienced foaming in the east side chamber. 

*There is no side chamber temperature indication. 

(Initiated effort to contract a melter maintenance vendor to perform 
specialized tasks, and provide project maintenance staff with training.) 

Slurry feed halted due to melter level and sulfate content. 

*Side and center chamber foaming. 

New direction is to control melter operating level 1 " to 3" below the E-wall 
reference seam. 

*Had a great deal of foaming in the center chamber. Minor foaming was 
observed in west side chamber. 

Found middle plug in top of discharge chamber to be partially dislodged and 
damaged. Plate with plug penetrations also appears to be loose. 

*Ramped melter temperature'to 1,175"C. Observing refractory temperature 
only 10°C less than indicated melter temperature and side and,center 
chambers very bright. Melter temperature was l,263"C, actual temperature 
(melt pool surface temperature measured with infra-red heat detector) was 
1,343"C. 

*Discovered a 685°F hot spot at  the point the Bottom Drain 3 transitioned 
into the bottom of the melter. Determined that the heat was caused by joule 
heating. (Glow identified at Bottom Drain 3, however unable to pin-point 
source as it is above the bottom drain assembly flange which is attached to  
the outer shell. Glow registers 685°F on the infra-red camera.) 

Lid Heater 4 opened up during ramp-up to  help maintain heat. in the melter 
while SCR 1 is off. 

, t ,  
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9/25 Experienced one auto discharge. 

9/25 

9/26 

9/27 

9/27 

9/28 

Implemented new electrical monitoring plan. 

*Found an additional crack on west E-wall. This is a large crack which runs 
from the top of the wall down to the glass. 

*Bottom Drain 3 glow re-appeared. 

*Due to the glow on Bottom Drain 3, the drum cooling system was 
connected. Bottom Drain 3 is now isolated from the rest of the melter 
cooling system. 

The failed heaters on SCR 3 and 4 were jumpered and they were powered up 
to aid in the heating of the melter while SCR 1 was off. During the ramp-up 
SCR 3 failed. 

*Bottom Drain 3 cooling system was configured to a feed and bleed 
arrangement. Dry ice (HCOJ was added to the cooling drum to lower the 
supply water temperature. 

'After re-powering SCR 1, the glow of Bottom Drain 3 was re-established. 

*Reduced the-temperature of the discharge chamber (SCR 2) to monitor the 
effect on the "glow." At discharge chamber temperature of 1,l 7OoC, the 
intensity of the glow had reduced. 

*Bottom Drain 3 glow varied in in'tensity during the day. Seemed to depend 
on the power of SCR 1 and the discharge temperature. 

*Bottom Drain 3 glow returned a t  1030 hr. It faded away at  1300. 

*Bottom Drain 3 glowed at  2345 . It was dim compared to yesterday's glow. 
The glow went away by 0015 hr. but reappeared at 0430 and became 
brighter with time. 

*Ramped down SCR 1 to 0 KW and restored to its previous set point to 
evaluate SCR 1 impact on the Bottom Drain 3 glow. The glow subsided when 
power was ramped down and has not returned as of turnover. 

*Bottom Drain 3 glow reappeared at approximately 0400. 

(Since the melter operates on an ungrounded system, it takes two points to 
make a circuit. An attempt was made between September 26 and September 
29 to  locate another electrical contact point.) 

, 
(BBbQ)086 
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9/30 *Restored Bottom Drain 3 cooling water back to temporary cooling water 
Pump- 

Bottom Drain 3 temporary cooling water pump tripped. Process water being 
utilized for cooling water. 

Tested the utility rack's ability to provide adequate flow to the bottom drain. 
The flow rates are limited by the pressure drops through the bottom drain 
plungers and supplylreturn tubing. 

. 

1011 

1012 

Discharge chamber orifice is plugged. 

Took amp, reading on Bottom Drain 3 below and above the isolation coupling. 

The west thermocouple is grounded. 

*Experienced a dim glow all shift a t  Bottom Drain 3. 

Installed wire to west side chamber thermowell to terminal bar on the west 
side of the melter room. 

1013 *Experienced a dim glow (though somewhat brighter than yesterday) all shift 
a t  Bottom Drain 3. 

*Removed west thermocouple. It was a supertube with a thermocouple in it. 
It would not pull out, so we drilled into the glass/brick/thermocouple about 
3". We then put the castable material into the hole. The south side of the 
melter was cooled with water for about 15 minutes. The melter was then 
started back up and the voltage readings taken. The resistance readings 
came up slightly. 

1014 

1015 

*Experienced a brighter glow (brighter than yesterday) at Bottom Drain 3 as 
we ramped up in temperature in preparation for the OW1 to cap the east 
thermowell. . 

Continued to take infrared temperature measurements of the Bottom Drain 3 
area. 

Discharge chamber plugged. 

*Removed east thermowell. The glass behind it was frozen and chipped back 
then castable material was placed into the hole. 

0 7  

a ) , , ,  QQQQBY 
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A lot of glass migrating from the south towards the discharge hole. (Below 
the discharge trough brick flowing around and out south side of discharge 
orifice.) 

*Experienced a brighter glow (brighter than yesterday) a t  Bottom Drain 3 as 
we ramped up in temperature in preparation for feeding the melter. 

*Experienced one foaming event. Foam got within 2" of the top of.the west 
E-wall. 

1016 

1017 

1017 

1018 

*Bottom Drain 3 glow has been bright all day. Close observation has 
determined that the glow is in the area of the material between the inner and 
outer shell. 

*Temperature of Bottom Drain 3 increased to 550°F. Water was set to 
backflow through the bottom drain. The temperature dropped to below 
350°F. Later in the day, the water flow for Bottom Drain 3 had stopped;. 
found the pump had lost its prime. The flow was lef t  in the reverse direction. 
Flow was measured at  2,000 milliliters in 1 minute and 1 1  seconds. 

Re-evaluated the process for measuring the resistance to ground for east and 
west buss. The old data is not valid. 

*Foaming in west side chamber. 

SCR 4 is at zero amps. SCR 4 is malfunctioning. 

Discharge orifice is plugged. 

Water flow through Bottom Drain 3 is being provided by the process water 
connection on the pad. 

Meeting was held with contract representative to  review all known 
information relating to the Bottom Drain 3 glow. 

*Bottom Drain 3 temperature increased slightly to 389°F. 

Disconnected Bottom Drain 3 from temporary drum cooling system and 
reconnected it to utility rack. 

, 

10/10 *Dropped discharge chamber temperature to  600°C. 

Configured Bottom Drain 1 t o  the separate cooling recirc system on the east 
wall of the melter room. 

800088 
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Cooled the south wall of the melter with tap water (Chlorine introduced) in an 
effort to cool the identified hot points. 

The supply and return lines to Bottom Drains 1, 3, and spare leaked at the 
electrical isolation fitting. Bottom Drain 1 reached over 700°F after the leak 
was fixed. 

Reconfigured Bottom Drain 1 cooling so that the water supply is going into 
the supply tube and the.drain is coming out of the drain tube. 

"Cooled the south wall of the melter with water. Took a baseline with the 
thermal imager and electrical readings. Cooled the west side down to 
approximately 85°F and then took another set of readings. Repeated process 
with the east side. The electrical readings showed no change. The wall was 
reheated back to approximately 350°F within one half hour and continued to 
climb back to  initial readings. 
September 26 initiative.) 

(Follow-up trouble-shooting attempt from 

10/14 

10/16 

10/17 

10/19 

10/20 

1 0/2 1 

10/25 

10127 

10/30 

*Lowered power from 214 KW to 120 KW, side chambers getting bright. Let 
temperature coast down to 1,200"C. 

Added frit to side chambers to control foaming. 

*Glow on Bottom Drain 3 reappeared for approximately 30 minutes. 

*Noticed material (sulphur?). at the discharge orifice. Sample was taken and 
sent to the lab for analysis. 

*Glass suddenly appeared brighter in main and side chambers. 

*Glow reappeared on Bottom Drain 3. 

'Surface of main and side chambers is still bright. 

*Brightness is back to normal for this indicated temperature (1,250"C). 

Air lines under the melter were satisfactorily tested for leaks. 

*Slight glow returned at Bottom Drain 3. 

*Started bottom drain sleeving. Procedure was discontinued as the existing 
insert on Bottom Drain 1 could not be removed. 

*Attempted to remove Bottom Drain 3 cooling sleeve. Could not get it to 
break free. Attempt was abandoned. Current path forward is to leave 
bottom drains as is until after Campaign 4. 0410083 .~ 

F:\WPW6 1 \3TEAMS\INClDENT\FINAL\FINAL.RPT Page 111 - 25 



Document #: 401 00-RP-0001 
INCIDENT ANALYSIS TEAM Revision 0 

Issue Date: February 1997 FINAL REPORT 

Placed Bottom Drain 1 back on the utility rack cooling water. 

1 013 1 

1112 

11/3 

11/19 

11/21 

11/24 

11/25 

11/25 

SCR's 1 and 2 tripped. Reset breakers and continued operation. Cause of 
trip not yet determined. 

During glycol addition, melter cooling water back-up system (treated water) 
was initiated due to low pressure in the system. There was flow at  the 
rotometers, at a reduced rate. A random selection of temperatures of the 
components being cooled by the system was monitored and an appreciable 
increase of temperature was not indicated. The system was reset and placed 
back on the closed loop system. 

Bottom Drain 1 temperature trended up unsatisfactorily. Placed Bottom Drain 
1 on the temporary cooling water system. 

*Performed thermal image survey of bottom drains. Bottom Drain 1 was 
indicating much higher by thermocouple, image results for the bottom drains 
were all reading about the same. 

Tried to swap Bottom Drain 1 back to utility rack cooling. Temperature 
elevated and could not be restored. Went back to  temporary cooling. 

*Adjusted side chamber level probes to compensate for consumption of 
probes. 

Bottom Drain 1 and 2 cooling water fitting under the melter is leaking a few 
drips a minute. Found that the temperature a t  the pipe nipples may exceed 
its rating. 

Cleaned utility rack flow indicator for Bottom Drain 1. 

Replaced pipe nipple on Bottom Drain 2. During the switch out, the steam 
coming from the cooling sleeve started to  melt the new nipple. Re-applied the 
cooling water to Bottom Drain 2 and found the leak still existed. Replaced 
the new (melted) nipple with a used Teflonm nipple. 

Cleaned all utility rack rotometers. 

Attempted to place Bottom Drain 1 back on the utility rack cooling. Found 
that the existing tubing fittings were not compatible with the tubing jumper 
that needed to be installed. Bottom Drain 1 was allowed to stay on the 
treated water cooling system (hose). 

Varied the flow (on and off) of water to Bottom Drain 2 while it was on utility 
rack cooling and determined that even though there is no "indicated" flow, 
there is a definite cooling effect when the flow is re-established. ' 

OQQO$jD 
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Bottom Drain 2 temperature increased, swapped to temporary cooling. 
Tried to locate the missing part from the Bottom Drain 2 flow indicator. Back 
flushed Bottom Drain 2 water lines to try to locate part. 

Reliability of thermocouple for Bottom Drain 2 temperature to the utility rack 
had erratic readings. Replaced the thermocouple with a new Type K 
thermocouple supplied by maintenance. Reading in the normal range (approx. 
335°F). Previous thermocouple was abandoned in place. 

Cleared the Temporary Alteration that was on the compressed air cooling for 
Bottom Drain 3 (for the "Glow" problem). The tubing was re.moved. 

11/26 Decided to place Bottom Drain 1 back on the utility rack cooling. Prior to 
placing on the utility rack cooling, noticed that there were several leaks on 
the tubing connections and at  the Teflon" insulator pipe for the supply and 
return. The bottom drain insert was wet below the point where it passes into 
the outer sleeve (above the 1/4" tubing penetrations). The sleeve is leaking 
up in the bottom drain and the water is leaking down the insert. 

A decision was made not to place Bottom Drain 1 back on the utility rack due 
to the fitting leaks (no replacement parts were on hand tonight) and did not. 
want to risk steaming out the bottom drain insert again. 

11/28 Removed cage and looked a t  Bottom Drain 1. Could not see any signs of 
water or leak. There was some white residue on the insert and the rest of the 
equipment but no signs of any water. 

11/29 *COMMENCED CAMPAIGN 4. 

11/30 Added 100 Ibs. of Barium frit, 75 Ibs. to the east and 25 Ibs. to the west 
side. (It was visaully observed that glass from the side chambers was flowing 
to the center chamber through cracks in the E-wall. To counteract this flow, 
barium frit was introduced to the center chamber, which had a higher density 
of 2.8 grams per cubic meter. It was hoped that the higher denisity center 
chamber frit would reduce the flow of the lower density side chamber frit.) 

1211 Powered SCR 1 down to replace electrical isolation a t  the east side chamber 
glass level indicators. 

Found some sulfate in the discharge chamber orifice. 

1213 *Experienced foaming in the west, east, and center chambers. 

1217 *West and center chamber foaming. Had trouble maintaining temperature in 
center chamber. 
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1218 *West side and center chamber still foaming. Had trouble maintaining 
temperature in center chamber. 

1219 *West chamber foaming control is continuing to be a problem. 

Plugged the discharge chamber during an auto discharge. 

1211 0 *Foaming over the west E-wall was a problem all night. The structural 
integrity continues to show increasing deterioration of the E-walls. 

*Added 50 Ibs of lithium carbonate and 25 Ibs of frit to the center chamber. 

Plugged the discharge chamber four times. 

12/11 *Pulled air lance to see if the hole that was reported to  be in the south melter 
wall could be observed. 

Cleared residual glass from the .discharge orifice. Sampled glass and film on 
the gem window. 

Experienced what seemed to be air in the surface drain rotometer on the 
utility rack. The temperature on Bottom Drain 2 cooling had increased 300°C 
since the last round sheet log. Before the pipefitter started work, steam and 
water breached thru the bottom drain insert. 

Established a temporary cooling water supply to Bottom Drain 2. Bottom 
Drains 1 and 2 are isolated from the utility rack and are being cooled by an 
open loop system using process water. 

12/12 *Minor west side chamber foaming. Occasional difficulty with melter 
temperature increases when KW increased. 

1211 4 SCR 2 dropped to zero. Replaced discharge chamber heaters. 

1211 5 Castable insulation from top of discharge chamber fell and obstructed 
discharge chamber camera view. De-energized discharge chamber heaters 
and removed castable insulation. 

1211 6 *Bottom Drain 3 went up to 1,760"F. The return tubing was removed, no 
flow was evident. Hooked 'up a treated water hose to  return line and allowed 
water to flow out supply tubing; 

*Bottom Drain 3, there was a small amount of smoke coming from the 
thermocouple. 

I 
*There was molten metal on top of the coupling of the bottom drain. 

Page 111 - 28 OdB8092 F:\WPW6 1 \3TEAMS\INCIDENnFlNAL\FINAL.RPT 



Document #: 401 00-RP-0001 
INCIDENT ANALYSIS TEAM Revision 0 

Issue Date: February 1997 FINAL REPORT 

1211 7 *Performed first half of melter lid heater removal. East lid heaters were 
removed and an inspection of the melter lid refractory was completed. Due to 
a crack across the middle of the center lid refractory block, a determination 
was made that work would stop until a meeting was held to determine the 
path forward. 

*West lid heaters were removed and an inspection of the melter lid refractory 
was completed. Insulation board and blanket were installed in the opening 
and the cover plate was installed.. The refractory plugs were not installed a t  
this.time. 

1211 8 Repaired the flexible conduit related to the west side glass chamber level 
probe. 

1211 9 *Bottom Drain 3 "metal" from 12/16 was 58% lead. 

*Bottom Drain 2 broke loose with a BANG1 and is bleeding off steam. 

12/20 *Bottom Drain 3 heated up to 1,579OF. Attempted to blow out with air and 
found that the center tube was plugged with black "tar-like" substance. Tried 
to blow out with 80 psi air forward and reverse and could not clear. During 
this effort the temperature dropped to 1559°F. 

Bottom Drain 1 lost water flow. Bottom Drain 2 was heating up. Bottom 
Drains 1 and 2 are isolated from the utility rack and are being cooled by an 
open loop system using process water. 

*Implemented a temporary alteration for Bottom Drain 3 to have an air 
supplied cooling media until Maintenance provides a permanent fix. Drilled a 
hole in the bottom drain insert to accept .a 114" copper tube. This lowered 
the temperature from 1,660°F to 1,435OF. Bottom Drain 3 being cooled from 
the air supplied to the bubbler tubes. 

'1 212 1 Installed east side and west side melter ceiling refractory strong backs. 

*No cooling water flow through Bottom Drains 2 and 3. 

*Repairing Bottom Drain 3 cpoling water. Installed 1 /2" tubing approximately 
6-7 inches up into the insert. This is being used as the supply. Also installed 
112" tubing on the shell of the insert. The two 1/4" tubes were soldered 
shut. 

*There is a blue flame that appeared in the east chamber after Bottom Drain 3 
was repaired., 
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Electrode H return water keeps going in and out of alarm. (Designation H is 
the bottom east electrode.) 

12/22 Installed Temp Aft 85 to 'supply Bottom Drain 3 with treated water to 
eliminate glycol from being introduced into the melter. 

Completed Bottom Drain 2 repair by installing new cooling water drain 
connection. 

*Bottom Drains 2 and 3 were leaking into the melter enough to cause 
excessive agitation in respective melter chambers. After establishing effluent 
flow path for Bottom Drain 2 and installing'TA-85 on Bottom Drain 3 
excessive agitation subsided. (Cleared cooling water plug in Bottom Drain 2, 
and placed Bottom Drain 3 on alternate temperature cooling system.) 

12/22 *Foaming was constant on east side. 

12/23 *Installed temporary alternative to supply spare bottom drain with treated 
water to eliminate glycol from being introduced into the melter. 

Repaired leak on Bottom Drain 2. 

*The ends of the top two west side chamber electrodes are gone. 

12/24 *Feed tube cooler leaking glycol into the melter. Placed feed tube on 
temporary water system. 

12/25 Applied high temporary RTV to the melter lid plates to lower in leakage. 

12/26 Placed plastic water cover over the bottom drain containers. 

*Event. 
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IV. ROOT CAUSE ANALYSIS 

The following sections provide a Failure Modes Analysis (FMA) to determine the root 
cause(s) for the loss of the glass melt contents from the Duratek 1000-HT Melter at 2222 
hours, December 26, 1996. This section highlights anomolies associated with the breach 
of the melter in accordance with the Event and Causal Factor Chart for Melter Failure 
(Appendix E). 

Summary 

The draining of the glass melt through the bottom of the VITPP Duratek 1000-HT three- 
chambered, high-temperature melter was the result of corrosion of the number 3 bubbler 
tube assembly in association with severe exudation and corrosion of the bonded (Zirmul) 
alumina-zirconia-silica (AZS) sub-layered refractory beneath the Monofrax K-3 hot-face 
surface block. The corrosion phenomena were exacerbated with the introduction of lead 
oxide into the glass melt during Silos 1, 2, and 3 surrogate waste test campaigns (Phase I, 
Campaign 2 and Campaign 41, thus significantly reducing the life expectancy of the melter. 
The attack on the materials of construction (both the bubbler tube assembly and the 
underlying refractory materials) were through the following mechanisms: 

Corrosion of the molybdenum disilicide bubbler tube in an oxidized and/or 
lead-bearing surrogate glass melt. Corrosion resulted in the bubbler tubes 
receding into the less corrosion resistant underlying refractories. The 
chemical measurement for the erosion are: 

2MoSi, + 70, - 2Mo03t + 4Si0, (Equation 1) 
MoSi, + 7Pb0 - Mo0,t + 2Si02 + 7Pbl (Equation 2) 

Downward migration of the glass melt through the bottom penetrations 
(bubbler tube and bottom drain assemblies) and refractory joints, initiated 
erosionkorrosion of the AZS refractory. 

Reduction of lead oxide from the glass melt proddced lead metal. The molten 
lead may have accelerated the erosion/corrosion of the underlying refractories 
by a downward drilling action. Probable chemical reactions for the production 
of the lead metal are: 

- The molybdenum disilicide tubes chemically reacting with lead in the 
glass: 

MoSi, + 7Pb0 - Mo03t + 2Si02 + 7Pbl (Equation 2 above) 
l g  + 10.279 - 0.959 + 0.799 + 9.539 

According to equation 2, 1 gram of molybdenum disilicide produces 
9.53 grams,of molten lead metal. The silicone dioxide produced is 

oQno9h a 
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absorbed into and becomes part of the glass. The molybdenum 
trioxide is a gas at molten glass temperatures. Therefore, some 
molybdenum trioxide may leave the glass melt before being absorbed 
by the molten glass. Overnight crucible melts done at Fernald show 
that when molybdenum disilicide rod is placed in lead-bearing glass, 'a 
molten lead puddle forms in the bottom of the crucible. 

' 
The molybdenum metal electrodes chemically reacting with lead- 
bearing center chamber glass that has leaked into the electrode side 

' chambers: 

MO + 3Pb0 - MoO~T + 3Pbl (Equation 3) 
l g  + 6.989 - 1.509 i- 6.489 

According to Equation 3, 1 gram of molybdenum metal will produce 
6.48 grams of molten lead metal. Molybdenum trioxide is a gas at 
molten glass temperatures. Therefore, some molybdenum trioxide 
may leave the glass melt before being absorbed by the molten glass. 
Overnight crucible melts done at Fernald show that molybdenum metal 
is placed in lead-bearing glass, a molten lead puddle forms in the 
bottom'of a crucible. 

- "Reboil" of surrogate glass passing through the E-brick walls can 
precipitate free lead. At 1,250°C the conductivity of E-brick is about 
0.075 siemens per centimeter (Skm). Some surrogate glasses, due to 
the inleakage of side chamber frit, approached conductivities in the 
range of 0.25 to 0.30 Skm. The higher conductivity of the glass 
channels more current, with resulting heating, in the cracks in the E- 
brick walls. Some operators commented that they saw the cracks 
near the glass melt surface glowing. The extra heat causes a 
reductive environment which was evident by the "boiling" seen at the 
E-brick walls while current was applied. The "boiling" quickly 
disappeared when the current was turned off or greatly reduced. 
Inspectors noted that they saw what looked like solidified lead-metal 
beads that formed from sweating from the pores of the E-brick wall 
cracks. 

Reduction studies show that 'simple reduction of the surrogate glass (e.g., 
through the use of urea) will produce lead sulfide because of the presence of 
dissolved sulfur (sulfate) in the glass. It takes a high (localized) reduction 
potential (such as molybdenum metal, molybdenum disilicide or "reboil") to 
produce molten metal. No lead sulfide precipitation was identified during the 
melter inspection, only lead metal was observed. Glass samples from the 
lead-bearing campaigns where analyzed and showed only oxidized conditions 

with Fe+Z/(Fe+2 +Fe+3) ratios ~ 0 . 3 3  or $33% reduced. PreciDitated lead metal or lead 
sulfide is not known to happen under these redox conditions. 

. 00009~  
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e Turbulent air abrasion, oxidation, and molten glass circulation via compressed 
air flowing from corroded bubbler tubes receding below the corrosion 
resistant K-3 refractory floor. 

e Disruptive electrical current paths as a result of glass migration and metal 
precipitation at the inner and outer shell. Localized current creates hot spots 
with resulting increased corrosion. 

e Upward drilling on the refractories by the glass melt through vapor phase 
' formation. 

e Lack of corrosion resistance of KAO-TAB95 castable insulating refractory to 
molten glass. 

Another mechanism was suggested by the investigating group that could have led to the 
erosion of the bubbler tubes. This was the possibility that molten lead could alloy with 
molybdenum disilicide forming a molybdenum lead silicon alloy at glass melting 
temperatures. However, this does not appear plausible based on a recent crucible melt that 
was performed in the Fernald lab. Molten lead was lef t  in contact with a molybdenum 
disilicide rod. Glass was poured over the lead and rod to protect them from the air and the 
crucible left overnight in a furnace at glass forming temperatures. The rod was pulled out 
of the molten lead at the end of the test. The molten lead did not even "wet" the 
molybdenum disilicide rod which indicates there appears to be no tendency to form the 
speculated alloy. 

These phenomena are generally known in the glass industry. They are considered the 
primary conditions affecting the service life of the refractory lining and the length of melter 
life (References 1 - 1 1, 13 and 14). There is general consensus that the corrosion rate(s) 
on materials of construction are unique to the corrosive properties of the waste glass melt, 
the corrosion resistance of the refractory lining, and the reduction rate of molten metals. 
Based on the uncertainty of these rates, the breach of a melter cannot be predicted with 
any degree of certainty. 

Barrier Analysis 

Figure IV-1 shows the configuration of the bubbler tube assembly and the engineered 
barriers required to be breached before the glass melt contents can be expelled from the 
bottom of the melter: 

e Refractory Lining (Appendix F) 

- Monofrax K-3 refractory - one 6" block (Photograph IV-1) 
AZS refractory - 9" (3 blocks each 3") (Photograph IV-2) 
KAO-TAB95 (AL203) castable refractory - 2" (poured refractory) 

- 
- 
, (Photograph IV-3) 

080Q97 
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- KAO-TAB95 castable plug - 1-314" (electrically isolates the bubbler 
assembly, the lnconel 690 1/4" inner shell and the % "  steel outer shell 
from each other) 

e Bubbler Assembly 

3/4" O.D. schedule 160 stainless steel pipe - 15-1 /4" long 
1 /2" O.D. Molybdenum disilicide bubbler - 20-1 /4" long 

e Inner ShellAlnsulating Fiberboard/Oufer Shell 

There is no inner shell, fiberboard, or outer shell in the area of the 
bubbler tube assembly. (Photograph IV-4) 

The molybdenum disilicide bubbler tube originally extended 1-%" above the Monofrax K-3 
hot-face refractory. This tube began to corrode and wear back upon introduction of glass 
melt into the main chamber on June 6, 1996 (Photograph IV-5). This is postulated since it 
is known that the molybdenum disilicide bubbler tube will corrode over time. Other melter 
components, such as level indicators fabricated from the same material, were observed to 
be experiencing some corrosion during Campaign 1 (June 28, 1996). The glass melt began 
to migrate downward around the bubbler filling in the void space between the bubbler and 
Monofrax K-3 refractory (hole through Monofrax K-3 is 5/8" I.D., counter bored 1-1/4" I.D., 
up 2-1/2" from bottom and bubbler O.D. is 15/32"). The rate of corrosion of the bubbler 
tube cannot be determined. 

However, at some point, the bubbler corroded back to the stainless steel sheath surrounding 
the bubbler tube which was recessed 2-1/2" into the bottom of the Monofrax K-3 melter 
floor (Figure IV-2). This allowed the high-temperature glass melt to come into contact with 
the stainless steel sheath. At some point, which is not able to be determined, the 
molybdenum disilicide bubbler tube and the stainless steel sheath corroded back out of the 
Monofrax K-3 block (6" thick) into the underlying AZS brick (Figure IV-3). Corrosion 
increased after introduction of oxidized and lead bearing glass in Campaign 2 (August 26, 
1996). It is documented that in an oxidized glass melt molybdenum disilicide will 
experience a significantly enhanced corrosion rate. 

Once the bubbler tube assembly corroded below the Monofrax K-3 surface into the 
underlying bonded AZS refractory, several phenomena were already occurring: 

0 Upward drilling of the Monofrax K-3 surface blocks generally occurred. Upper 
drilling occurs when gas bubbles escape from the melt or the refractory 
material and attach to the underside of the refractory material. The bubbles 
cause an upward drilling effect on the refractory material. The severity of the 
attack depends on the solubility of the refractory material, the surface tension 
of the glass melt and the dissolved refractory material, and the density and 
viscosity of the glass melt. 

. 
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The bubbler holes through the Monofrax K-3 through which the molybdenum 
disilicide bubbler tube are extended were widened from their original 5/8"* 
diameter to approximately 1-1/4" (the diameter of the counter bored K-3 
brick) (Photograph IV-6). In addition, the joint between the two Monofrax K- 
3 blocks was visibly widened. This process was exacerbated by the turbulent 
flow of the glass melt in these areas, resulting from the compressed air 

. discharged through the molybdenum disilicide bubbler tube. 

0 Significant exudation and corrosion of the bonded AZS refractory occurred 
(Photographs IV-7 - IV-10). The bonded refractory is not very resistant to 
corrosion due to its high degree of porosity. 

Once the bubbler tube assemblies had deteriorated below the Monofrax K-3 
surface block, the hot, turbulent conditions associated with the glass melt in 
these areas caused a rapid deterioration of the AZS refractory lining. The air 
cooling in the areas most likely retarded the corrosion process, but only 
moderately. Due to the high porosity (18%), the bonded AZS is vulnerable to 
rapid corrosion unlike the Monofrax K-3 fused cast refractory, which is very 
highly corrosion resistant. It is known that AZS are subject to attack by 
direct contact with components of the glass melt or through vapor phase 
transport of volatile species. Bonded AZS refractories are especially 
susceptible to exacerbated corrosion attack due to liquefied phase formation 
(exudation). 

The boroscope and core-drilling of the bubbler assembly areas revealed 
extensive cavitation and channeling of the underlying AZS brick (Figures IV-4, 
5 and 6). It was obvious through viewing the hot face of the Monofrax K-3 
surface paving (Photo IV-11) that the glass melt contents of the melter 
drained from the melter chamber through five (5) primary areas: 

- Bubbler 1 
- Bubbler 2 
- Bubbler 3 
- Bubbler 4 
- Bottom Drain 2, 

then exited from the bottom of the melter at the location of the Bubbler 
Assembly 3 (Figure IV-7). 

A t p q  
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Visual inspection by the boroscope of the cored areas revealed that the first 
layer of AZS brick directly underneath the Monofrax K-3 bubbler blocks had 
been dissolved and replaced with glass. There was extensive cavitation in 
this area that was caused by the glass flowing from this area when the melter 
emptied through Bubbler 3. Turbulence from the compressed air aided the 
erosion of the bonded AZS while the glass continued to corrode the AZS 
through its lower layers. 

0 Downward drilling occurred throughout the underlying refractory due to the 
formation of molten lead in the glass melt. Core borings of the bubbler tube 
areas revealed that molten lead and the mechanism of downward drilling were 
instrumental in the corrosion of the underlying refractories. Paths made from . 

this drilling effect enhanced the migration of the glass melt through the AZS 
refractory, thus reducing the melter life expectancy. There were visible 
quantities of molten lead droplets throughout the glass melt matrix. A single 
lead plug was also noted attached to the Bubbler 3 anchoring assembly at the 
point of the melter breach (Photograph IV-12). Refractory materials within 
the areas of molten metal droplets are preferentially dissolved. Since the lead 
droplets are more dense than the glass, they drill downward through the 
refractory, providing pathways for accelerated migration of the glass melt 
downward and eventually outside the melter confinement. 

All the aforementioned mechanisms were providing continuous and highly corrosive 
processes which dissolved away the bubbler tube assemblies and the underlying AZS 
refractory, allowing the lead glass melt to reach the castable refractory barrier. The KAO- 
TAB95 castable insulating refractory has little corrosive resistivity. The breach of this 
barrier was certainly most rapid (Figure IV-8). 

Summary 

In summary, the visual observations from core boring through the bubbler tube assembly 
areas have verified that the bubbler tube.assemblies corroded back into the castable 
insulating refractory (the final barrier before breach of the melter). The underlying AZS and 
castable refractories experienced extensive corrosion, resulting in significant cavitation and 
channeling of the glass melt throughout the refractory lining underneath the bubbler tube 
Monofrax K-3 blocks. In addition, it is apparent that significant channeling of the refractory 
and downward migration of the glass melt occurred underneath the surface paving 
(Monofrax K-3 hot face refractory), including the bottom drain areas as well. Downward 
drilling from molten lead exacerbated' the corrosion of the underlying refractories and 
accelerated the migration of the glass melt downward and eventually out of the melter. The 
pathway of least resistance was the bubbler assembly areas. The bottom drain 
penetrations were also potential failure areas, but due to water cooling in these areas, the 
corrosion and subsequent migration of glass downward were most probably reduced relative 
to the air cooled bubbler assembly areas. 

F:\WPW61\3TEAMS\INCIDEN~FINAL\FINAL..RIJT Page IV - 24 

88Q%"a8 



, . --. . , .  i 

Document #: 401 00-RP-0001 
INCIDENT ANALYSIS TEAM Revision 0 

Issue Date: February 1997 FINAL REPORT 

F:\WW61 \BTEAMS\INCIDENT\FINAL\FINAL. .RFT 
. .  

Page IV - 25 000%~9 



ti z 
m 
P 
J 

f '  

- t 

rn 

P 
P 
J 

t 
E n 
m 3 

.- ;a  
CI - 

p! 

ii 
3 
P) 



c 

i b .  6 0 7  
Document #: 401 00-RP-0001 

INCIDENT ANALYSIS TEAM Revision 0 
Issue Date: February 1997 

- - -  * ,  1 .  

FINAL REPORT 

Glass Chemistry 

Tables in Appendix G, number 1 through 7, show the various compositions of glass used 
throughout the seven-month testing period. Tables 8 through 16, also in Appendix G, show 
the mass balance calculations associated with lead and barium. 

Redox State of Side Chamber Glass Samples 

On October 15, 1996, samples of the west and east side chambers of the 
Vitrification Pilot Plant (VITPP) Melter were collected and submitted for redox 
determination at a contract laboratory. Final 'sample results were received from this 
lab during the second week of December. The samples were collected during the 
processing of post-Campaign 2 rejected slurry batches. The samples identification 
numbers were Slow-96101 5-1 530 and S10E-961015-1525. Laboratory personnel 
reported that the east side chamber sample was 74% reduced and the west side ' 

chamber sample was 50% reduced. In accordance with the Melter Inspection Plan 
(Appendix C), additional glass samples have been sent for analysis to verify this 
condition. Final analytical results will be presented in an addendum to this report. 

Lead Mass Balance for Campaign 2 

The results listed in the "REG." column in Table 9 (Appendix G) are results presented 
by the Analytical Laboratory Service (ALS) department. These results are the 
analyzed weight percent of the samples submitted. All quality control samples met 
the laboratory's acceptance criteria, 

Due to low total weight percents, the results were normalized to bring the total 
weight percent to  100 wt% per individual sample. These results are listed in the 
"NORM." column in Table 10 (Appendix G): 

Samples with unusually low disilicide weight percents (analyzed) cause the 
normalized value for other constituents to  be increased, making the normalized lead 
result for these samples suspect. 

The percent of lead retained in the glass is included in the tables mentioned above 
(Appendix G) for both the straight analysis and normalized results. 

Lead Mass Balance for Campaign 4 

During Campaign 4, a total of 1,926 lbs. of lead oxide was introduced into the VITPP 
feed preparation system. Approximately 1,836 Ibs. of lead were retained in the 
product glass, which is 95% of the total amount according to the review and 
reduction of analytical data. Combining the amount of lead retained in the glass with 
the estimated amount of lead discharged in the off-gas system, approximately 96% 
of the lead oxide introduced to the VITPP feed preparation system was accounted 

F:\WPW61\3TEAMS\INCIDENnFINAL\FlNAL..RPT BB0022L Page IV - 27 . .  



Document #: 401 00-RP-0001 
INCIDENT ANALYSIS TEAM Revision 0 

Issue Date: February 1997 

for. The variability surrounding these approximations is not known. Although lead is 
visible as minute beads suspended in the glass matrix in the understructure of the 
melter, the total amount of lead reduced cannot be accurately determined. 

FINAL REPORT 

The lead mass balance essentially accounts for all the lead because the same mass 
balance was done for lead and barium and the results were very similar. 
Apprqximately 92% of the barium was accounted for in the mass balance as 
compared to 96% of the lead. Because barium is a very reactive metal, barium 
metal can only precipitate from the glass melt under very extreme redox conditions 
(> 99.9% reduced). Comparing the numbers implies that the accuracy of 
determining the mass balance is within approximately 5%. Therefore, the amount of 
lead in the bottom of the melter should be of the order of 10s of pounds, not 100s 
of pounds. This could have come from the corrosion reactions of the molybdenum 
electrodes and the molybdenum disilicide parts in the melter. 

It is postulated that there were three primary mechanisms resulting in molten lead 
forming in the main melter chamber: 

Reduction of lead in the east and west side chambers occurred. The 
interconnections between the main and side chambers resulted in the 
main chamher glass mixing with the side chamber glass, where lead 
could easily become reduced due to lack of an oxidizing environment 
and interaction with the molybdenum electrodes. The molten lead 
could then either penetrate the sub-layer refractory through the bottom 
drain assemblies or possibly flow to the main chamber through crack 
penetrations in the E-walls. 

Corrosion of the molybdenum disilicide bubblers causes the 
precipitation of free lead in the bubbler tube assemblies. 

Localized hot spots within cracks of the E-wall (where electric current 
could have passed through the E-wall itself) may have resulted in 
increased temperatures causing an increase in the reduction of lead 
oxide. The lead could then have flowed to the main chamber and 
penetrated to the sub-layer refractory either through seams or bottom 
penetrations (bubblers or bottom drains). 

Thermal and Electrical Conditions 

Both temperature and grounding conditions impacted the corrosion of materials of 
construction which, in turn, facilitated the migration of the glass melt downward through 

' the refractory lining. Following is a discussion of these parameters: 

1 C.C.. 

F:\WPW6 1 \3TEAMS\INCIDENnFINAL\FINAL..RPT Page IV - 28 



Document #: 401 00-RP-0001 
INCIDENT ANALYSIS TEAM Revision 0 

Issue Date: February 1997 FINAL REPORT 

Temperature Profiles and Power Requirements 

Prior to, and up through, the transition batch (BO91 for low-temperature (1,150"C) 
Silos 1 and 2 surrogate testing in Campaign 4, the 1,150"C idle requirement was 
slightly increased from approximately 105 to 110 Watts per Degree C as indicated in 
Table1 7 of Appendix G. Please note that the accuracy of producing such a chart is 
questionable, because of the down times, at which the data for several instances 
were recorded are short. The melter may not have had enough time to  come to  
equilibrium. The melter may be "burning" left-over sulfate, and this takes extra 
heat/power. However, it does appear that after batch BO9 of Campaign 4, and just 
before the unexpected draining of the melter, the idle power requirement increased 
to 130 Watts per Degree Celsius (Figure IV-9). 

There are two possible scenarios, not exclusively independent, which could explain 
this phenomenon and could be directly related to  this event: 

0 Glass was permeating toward the melter outer shell (verified by core borings). 
This drew the heat from the melter close to the outer shell of the melter, 
increasing temperature at the surface and thereby increasing the heat loss. 
Batch BO9 of Campaign 4 was a Series A low-temperature transition batch. 
This batch produced a thin (less viscous) conductive glass. This thinner glass 
allowed deeper penetration through the refractory lining, thereby increasing 
power requirements. 

0 A ground developed from electrode to electrode when molten glass or molten 
lead came in contact with the inner shell in two independent locations. This 
would allow the inner shell to complete a circuit between the electrodes. The 
heat generated by this circuit would be very close to the outer shell would 
increase the idle power requirements, would heat the glass more and finally 
cause self discharge from the melter. 

Summary 

In summary, there were no significant temperature or power excursions identified 
during idle conditions prior to Batch BO9 which would have indicated abnormal 
operating conditions. Power increases seen after Batch BO9 can be attributed to the 
glass melt penetrating close to the inner shell and grounding of the inner shell by 
either molten lead, or the glass melt, or a combination of the two. 

Refractory degradation as a result of lead formation and glass migration into the 
refractory was a chronic event that increased exponentially with time. This 
exponential curve culminated in the melter breach at Bubbler 3. 
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V. OBSERVATIONS & RECOMMENDATIONS 

ROOT CAUSES 

Three causal factors, identified during the root cause analysis, which were the primary 
contributors for the discharge of glass through the bottom of the melter. The root cause 
analysis was bounded by the parameters of the as-built melter at the VITPP. Contributing 
factors to the failure and other potential areas for improvement are included in the lessons 
learned section of this report. The primary causal factor was the corrosion of the 
molybdenum disilicide bubbler tubes. Other contributing factors were the generation of 
electrical current to ground paths inside the melter, and glass migration and/or metals 
precipitation to the bottom of the melter. 

Observation R 1  

The bubbler tube assemblies were not resistant to  corrosion by the glass, or metal phases in 
the glass melt, nor was the molybdenum disilicide tube resistant to an oxidation reduction 
reaction with lead oxide. 

Recommendation R 1  

Molybdenum disilicide should be treated as a consumable material. Designs must consider 
the need to continuously replenish it. (Reference 13 and 14) 

Observation R 2  

The bonded AZS refractory, although possessing excellent thermal shock properties, was 
not resistant to downward drilling by metal nor did it possess a high corrosion resistance to 
the glass melt. The failure of this barrier contributed to the glass migration t o  the bottom 
of the melter and also may have contributed to  the formation of electrical current to ground 
and the inner shell. 

Recommendation R 2  

Refractory design should consider use of material with exceptional corrosion resistance to 
glass melts and to metal attack. A graded layering of chrome-bearing fused cast 
refractories such as Monofrax K-3 or fused cast AZS refractory (instead of bonded) should 
be considered in future refractory designs. It is important that the selected material be 
cantinuous from the glass pool to the outer shell around any melter penetrations. 
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Observation R3 

Penetrations through refractory containing the melt pool (i.e., bottom drains, bubbler 
assemblies and thermowells) resulted in extensive migration of the glass melt and metals to 
sub-layer refractory. 

Recommendation R 3  

Penetrations through melt pool refractory should be minimized to the extent possible in 
future melter designs. 

Observation R 4  

Materials of construction testing for melter components and refractory lining was not 
conducted. 

Recommendation R 4  

Careful consideration should be given to materials of construction testing on melter 
components and refractory with both glass surrogate materials and actual silo waste. 
Chemical reactions including redox should be considered. 

Observation R5 

Glass migration and metals precipitation to the inner shell and to areas between the inner 
and outer shells resulted in the formation of a disruptive current path. The formation of the 
electrical current path was facilitated by the presence of inner and outer shells, because the 
two shells were constructed of electrically conductive material. The disruptive electrical 
current path may have contributed to the heating of the sub-surface glass pool aqd 
prevented the glass from solidifying below the surface refractory. 

Recommendation R5 

Future melter design(s) should consider the elimination of electrically conductive shells 
enclosing the refractory. The materials of construction should provide a temperature profile 
from melt pool to the outer melter surface that freezes migrating glass well in advance of 
the glass reaching the outer container. 

- 
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Observation R 6  

Although the project was performing reduction/oxidation (redox) monitoring in accordance 
with project procedures, process experts stated that better redox monitoring could be 
accomplished via analytical analyses. Improved redox monitoring and controls may 
minimize metals precipitation at the bottom of the melter. 

Recommendation R6 

Project management should re-evaluate the monitoring system in place to control 
reduction/oxidation (redox) chemical reactions to determine if the monitoring system meets 
the needs of the project. 

LESSONS LEARNED 

The following lessons learned are the result of the Event and Causal Factor Chart developed 
for the operational analysis. These items were determined by other events and conditions 
which were not directly related to the failure of the melter, but were deemed as contributing 
causes and/or potential areas for improvement. 

Observation L1 

Project personnel identified a concern about bubbler tube erosion, and the concern was 
addressed in the initial Phase I Test Plan and Hazards and Operability Report. The concern 
was omitted from the Final Hazard Analysis Report without mitigating measures identified or 
implemented. 

Recommendation L1 

The project organizational structure should include an independent external technical review 
by industry experts. In addition, concerns that arise must be captured and maintained until 
formal resolution is reached through an approval process. 

unique melter design and the components used for construction of the melter. 

Observation L2 

Project personnel's level of knowledge in melter design, components and operations was 
less than adequate. Project personnel were not trained to recognize the limitations of the 

.- 
W 
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Recommendation L2 

Managers, engineers, operators, and maintenance personnel should be trained by an expert 
in melter design, operation, and unique phenomena associated with the melter to develop a 
basic understanding. Industry experts should be used as consultants in the beginning of the 
project. Research of industry publications of material suppliers must be conducted to verify 
the quality of contracted designs. 

Observation 13 

The invitation for bid did not satisfactorily address existing procedural requirements. The 
design change control process did not start until construction began. 

Recommendation L3 

Contracts must identify the site and functional area requirements in contract specifications 
prior to Invitation for Bid (IFB) and Request for Proposal (RFP) to assure that quality 
products are delivered (i.e., the design change control process must be formalized and 
documented). 

Observation L4 

The engineering, procurement and construction (EPC) process was compromised by the 
project's desire to recover from incurred schedule slippages. Concurrent design led to 
design changes, adaptations, additional schedule slippages, and cost over-runs. 

Recommendation L4 

Design integration is essential and should not be compromised to maintain schedules. 
Increased design controls are required when more than one design organization is 
responsible for deliverables. Design change control should be applied during the Title I 
Design to verify and justify deviations from the design functional requirements. 

Observation L5 

Numerous design deficiencies were identified during melter operations and during the post- 
incident melter inspection. 

Recommendation L5 

The following recommendations would enhance melter design performance: 

Materials of construction must be evaluated for form, fit, function, reactions 
to each other, and life expectancy (e.g., the interaction of molybdenum 
disilicide and lead, riser block, AZS, etc.) 
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0 Consider alternate melter design (Le., gas, low-temperature, electrical) 

0 Minimize or eliminate refractory penetrations 

0 Develop reliable temperature monitoring of the glass pool 

0 Install ground current monitoring of electric melters 

Improve reliability of the melter discharge chamber 

0 Improve reliability of the melt pool level indication 

0 Redundancy of support and backup systems need to be evaluated (e.g., lack 
of redundancy for SCR 1) 

0 Performance specifications should be developed with the aid of industry 
experts during the conceptual design phase, subsequent design reviews, and 
technology selection. 

Observation L6  

Due to a lack of timely analytical results, operational productivity was impacted, reaction to 
changing conditions was delayed, and assessment of the impact of operational adjustments 
could not be ascertained. The project had to rely on three remote laboratory facilities. 

Recommendation L6  

Provide adequate resources to improve the turn around time of chemical analytical results. 
Project personnel should inform vital support organizations in advance that increased 
services may be required, depending on variables experienced during operation. This 
advanced notice will enable the support organization to plan for increased demands for 
services by the project. 

Observation L7 

Critical components were not evaluated collectively for operational impact. Breakdown of 
level indicators and thermal wells were detected during operations, but other components 
made of the same material, such as air lifts and bubblers, were not evaluated for potential 
failure. 
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Recommendation L7 

Develop a material failure and trending process to identify deficiencies that potentially can 
affect similar processes or materials prior to a failure. Develop a failure mode analysis for 
all systems and components prior to  operations and develop casualty procedures to 
minimize the effects of an abnormal event or condition. Thoroughly develop data quality 
objectives that include the materials of construction, additives, products, by-products, 
lubricants and solutions to assure that all process materials and components are baselined 
before start-up and monitored during operations. 
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INTEROFFICE MEMORANDUM 

To: R. P. Heck, MS52-5 Dlo: December 30,1996 

Locrciocr : Fernald -: NIA 

kom: R. P. Scholr, MS - M:OPI(ES/EP):964046 

Qlnc DOE DE-AC24420R21972 L-: Femald 

648-5562 - NOTIFICATION REPORT FOR 
OH-fN-FDF+EMP-l99&OO75 

Attached is a copy of the Occurrence Notification Report, OH*-FDF-FEMP-19960075, 
generated on an event which occurred in your m a  of responsibility. lh initial report was 
completed and issued to the Depaament of Energy (DOE) .within the specified tim 
requirement. 

As required by DOE Order 232.1 -1, which replacud DOE Order 5000.38, a final Occurrence 
Report is required for this event. Information for the Final Report is due to the Occurrence 
Reporting Team (ORTI within. thirty-five (35) calendar days of event categorization. When 
the ORT receives complete information, the report will be generated and routed for approval 
before it is submitted to the Occurrence Reporring and Processing System (ORPSI. 

Effective October 1,1996, a POC has been applied to Occurrence Report$ for: 1) t imdinau 
in submitting tho find Report, and 21 dosure of conecdve uctions on or Wore tho targot 
completion date. Written notification must bo mmt to tho ORT stating when each comcthro 
action is completed. Supporting documentation (Lo., Procedure amgo Noticas, mooting 
minutes, attondanw rostm, pictures, memos, @os of c c d  mosngu,  ate.) for tho 
completion of each corroctjvo action must accompany your wtitten notification. 

.’ 

Your Rhd R-rt btbtm8don k duo to tho ORT an J.nuwy 31, f997. 

The ORT is available to  assist you in the development and approvals of the Occurrence 
Repon. f l e w  fed  free to call Laura Morrow (648-41 75) or Ron Joseph (648-431 3) if ,you 
have any questions. 

RPS:llm 
Attachment 
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INTEROFFICE MEMORANDUM 

FD Fernald No. M:OPI(ES/EP):96-0045 
December 30, 1996 
Page 2 

c: 
R. B. A h ,  DOE-FEMP, MS45 
P. M. Bishop, FDF, MS43 
J. 8. Bradburne, FDF, MS17 
G. J. Brown, DOE-FEMP, MS45 
R. C. Collison, DOE-FEMP, MS45 
J. E. Curry, FDF, MS43 
R. 0. Daniels, FDF, MS30 
P. A. Darnell, DOE-FEMP, MS45 
P. L. Doherty, FDF, MSl5 
L. E. Doll, WISE Construction, MS16-2 
R. E. Gist, DOE-FEMP, MS45 
K. M. Graham, FDF, MS82-3 
G. G. Griffiths, FDF, MS45 

R. J. Hiestand, FDF, MS52-4 
R. P. Hmnerd, IGUA, MS22 
0. L. Howe, FDF, MS30 
S. K. Kaster, DOE-FEMP, MS45 
0. W. Kirby, FDF, MS31 

L . L. Morrow, FDF, MS31 
W. J. Neyer, DOE-FEMP, MS45 
0. A. Nixon, FDF, MS52-4 
3. O'Donahoe, POE-FEMP, MS45 
0. Paine, FDF, MSS2-4 
L. E. h m n s ,  DOE-FEW, Contracts Specialist, MS45 

S. M. Pope, IO, MS54 
W. J. Quaider, DOE-FEMP, MS45 
0. L. Riley, DOE-RMP, MS45 
1. L. Rutherford, FDF, MS3 
R. M. Schwab, FDF, MS33 
J, Shine, DOE-FEMP, MS45 
K. A. Solomon, FDF, MS52-4 

. *  

T. 0. H ~ W I ,  FDF, MS65-2 

0. R. Kodowski, DOE-FEMP, MS45 
. 

0. A. Pfist~,  DOE-FEMP, MS46 

I 
File Record Storage Copy 106.4.32.4.2 O O O l 3 4  
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OH-FN-FDF-FPIP-1996-0075 Notification Report 
12/27/1996 PC ORPS OCCURRENCE'REPORT Page 1 

2. REPORT TYPE AND DATE: Date Time 
[X I  Notification Report 12/27/1996 1152 
[ ] Initial Update 
[ ] Latest Update 
[ I Final Report . 

3. OCCURRENCE CATEGORY: 
I 1 Emergency [X I  Unusual [ I Off-Nom1 [ 1 Cancelled 

4 .  NUMBER OF OCCURRENCES: 01 ORIG. OR: 

5. DIVISION OR PROJECT: FDF/FEMP 
-------_.o---o--o------o--------------------..--.--------------------- 

6. SECRETARIAL OFFICE: EM - Environmental Management 
7. SYSTEM, BLDG. 0 OR EQUIPMENT: 

Vitrification Pilot Plant Melter 

8. UCNI?: NO 9. PLANT AREA: Vitrification P 

10. DATE AND TIME DISCOVERED: 11. DATE AND TIME CATEGORIZED: 
12/26/1996 2230 12/27/1996 0905 

~ 1 0 ~ ~ 3 s  
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OH-FN-FDF-FEMP-1396-0075 Notification 
12/27/1996 PC ORPS OCCURRENCE'REPORT Page 2 

12. DOE NOTIFICATION: 
12/27/1996 1020 Rick Kahn 

13. OTHER NOTIFICATIONS : 
12/27/1996 0800 Tim Marcus . DOE-C 

DOE-€ 
12/27/1996 000s Joe Neyer DOE-F 
12/26/1996 2245 Gordon Brown 

---------_----.------------------------------------------~-------.---- 
14. SUBJECT OR TITLE OF OCCURRENCE: 

Vitrification Pilot Plant Melter Breach 

--------------.--.---------...-----------.-.----.-.-.-.~-.-~-~.--.---- 
16. DESCRIPTION OF OCCURRENCE: 

On December 26, 1996, at approximately 2222 hours, a Fluor 
Daniel Fernald (FDF) Vitrification Pilot Plant (VPP) 
Maintenance Supervisor was sent to the Melter Room by the 
System Engineer to inspect the West Camera for damage. The 
camera had recently been adjusted by an Instrument Mechanic 
and the Melter Operator, who was located on the second floor 
of the Melter Room, noticed a wisp of-smoke ia the vicinity 
the camera. 
Melter Room (on the grount3'floor) she noticed a small stream 
of molten glass flowing from the bottom VPP Melter into the 
Bottom Drain Container. . 

operations, processing surrogate material for testing and 
development of vitrification technologies. m e  material in 
the melter contains some concentrations of barium and lead. 
The material is not radioactive. The compliment of shift 
personnel included 9 VPP Team Members, 6 Maintenance 
personnel, and 1 Radiological Control Technician. 

NOTIFICATIONS MADE: 

4) When the Maintenance Supervisor entered the 

. Prior to this discovery, the VPP was conducting normal 

A6Do - Assistant Emergency Duty Officer 
ED0 - Emergency Duty Officer 
DOE-FEMP Duty Officer 
DOE-OH Duty Officer 
DOE-HQ Duty Officer 
Public Affairs 

a 17. OPERATING CONDITIONS OF FACILITY AT TIME OF OCCURRENCE: 
Does Not Apply 

ADDendix A-4 



OH-FN-FDF-FPIP-1996-0075 Notification Report 
12/27/1996 PC ORPS OCCURRENCE REPORT Page 3 

19. IMMEDIATE ACTIONS TAKEN AND RESULTS: 
The Maintenance Supervisor alerted the System Engineer, who 
directed the Control Room Operator to ramp-down power to 
Silicon Control Rectifier ( S a )  #l, in order to decrease 
Melter temperature. 
& Safety personnel via radio that smoke was present in the 
melter room, but no fire was observed. At 2225 hours, the 
Communication Center received the first smoke alarm from the 
VPP. The Communication Center Operator immediately notified 
the Assistant Emergency Duty Officer (AEDO). The System 
Engineer directed all personnel in the Melter Room to stand by 
the exit to the room on the first floor, near the Personal 
Protective Equipment (PPE) Room door. The Shift Manager 
attempted to 'freeze" the glass stream (which wae about the 
diameter of a pencil) by applying water to the stream from the 
Bottom Drain water hose. 
was determined to not be effective in reducing the flow of 
glass from the Melter. At 2234 hours, the Shift Supervisor 
directed the Control Room Operator to initiate an emergency 
shutdown of the Melter by depressing the Emergency-Stop Button 
and ordered the evacuation of all personnel from-the building. 
Two electricians were ordered to open the main electrical 
disconnect for SCR #1 and SCR #2, which resulted in the 
complete electrical isolation of the Melter. 
As the glass continued to flow from the Melter, the hole 
widened to approximately 2 inches in diameter. Some of the 
flow was diverted and fe1l"outside of the Bottom Drain 
Container and onto a'concrete floor. The epoxy paint on the 
floor ignited and a small (about 2' X 2') fire resulted. Two 
portable fire extinguishers were unsuccessfully expended on 
the fire. Emergency Response personnel arrived on the scene 
by 2240 hours and put out the fire by coating the floor with 
wat,er. Approximately one cubic yard of surrogate material . 
leaked from the Melter. An accountability of the evacuated 
personnel was performed and some personnel were released to 
assist with the control and recovery actions. 

The Maintenance Supervisor notified Fire 

The attempt wae abandoned after it 

The event was initially categorized as an Off-Normal 
Occurrence at 2350 hours by the AEDO. A post-event critique 
was conducted on December 27 at 0830 hours. 
critique, the event was up-graded to an Unusual Occurrence at 
0905 hours. . 

Following the 

_---.-- o ~ ~ ~ ~ ~ o o ~ ~ ~ ~ ~ . ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ . ~ ~ ~ ~ ~ . o . . . . ~ ~ ~ . ~ ~ ~ ~ ~ ~ ~ o ~ . . o - - - . - - - - - .  

24. EVALUATION:(By Facility Manager/Designee) 
There was no significant impact to the safety and'health of 
any off-site or on-site personnel as a result of this 
occurrence. 
.at this time, but will be included in the Final Report. 

Equipment damage estimates cannot be determined 

IF YES . - _  aEFORE ZTT%Efi OPERATIONS? : Yes !XI NO [I 
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Notification 

BY WHEN?: 01/10/1997 

Approved 
Facility Date : 

Manager/Designee Telephone No. : 
by : 
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(now renamed Fluor Daniel Fernaldl 
Restoratlon Management Corporation P. 0. BOX 538704 Cincinnati, Ohio 45253-8704 (5 13) 648-3000 

January 2, 1997 

Femald Environmental Management Project 
Letter No. C:OOTP:97-0003 . 

Mr. Jack R. Craig, Director 
Department of Energy 
Femald Environmental Management Project 
P. 0. Box 538705 
Cincinnati, Ohio 452534705; 

Dear Mr. Craig: 

CONTRACT DE-AC24-920R21972, VITRIFICATION PILOT PLANT MELTER INCIDENT . 

As you know, on December 26, 1996, at approximately 2222 hours a breach in the melter 
shell resulted in the non-radioactive moken glass in the furnace to drain to the bottom drain 
container. In response to  this event, Fluor Daniel Fernald and DOE-Fernald have formed the 
following three (3) teams: 

1. 
2. Incident Analysis Team 
3. Safety Revie.w Team 

Data Analysis and Path Forward Team 

Please. find attached a copy of each team's leadeds), members, charter and deliverables. 
The teams will assemble on-site January 6, 1997 and will target to complete their analysis 
by the end of January. The individual teams will be working closely with the Silos Project 
Independent Technical Review Team to ensure that the March path forward decision date is 
maintained. 

This letter, along with the attachment, will be distributed to the attached list upon receipt of 
your concurrence. 

If there are any specific questions pertaining to the subject effort, please contact Nina 
Akgiindiit at (513) 648-31 10 or Don Paine at  (51 3) 648-5310. 

John Bradbume 
President 

JC6:DAN:kdg 
Attachment Appendix B-1  



--capada, 
(now renamed F h  Daniel kmald) 

Mr. Jack R. Craig 
Letter .No. C:OOTP:97-0003 
Page 2 

Distribution List: 

RQE 

N. Akgiindiiz 
G. Brown 
P. Darnell 
J. Desormeau 
0. Maynor 
J. Neyer 
S. Peterman . 
J. Reising 
D. Yockman 

€RE 

L. Bogar 
J. Bradburne 
R. Crawford 
D. Daniels 
R. Frost 
R. Gimpel 
T. Hagen 
8. Heck 
R. Joseph 
0. Nixon 
0. Nordquist 
0. Paine 
8. Previty 
R. Reinhart 
H. Robertson 
J. Smets 
K. Solomon 
R. Vogel 
R. Worsley 

CdNS 

G. Bingham 

F. Carlson 
C. Chapman 
J. Edmondson 
Refractory Industry (TBO) 
B. Rusche 
0. Strittke 

SBS 

J. Plodinec 

Numatek 

TBD 

fATLC 

C. shoust 
8. Tabor 

WVNS 

TBD 

buratek 

8. Bowen 
H. Hojaji 
X. Mao - 8 B ) O ~ G L  
V. Dastillung 

file Record Storage Copy 102.1 
Project Number 40100 
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VITRIFICATION PILOT PIANT Document #: 401 00-PL-0001 
MELTER INSPECTION Revision 0 

INCIDENT ANALYSIS TEAM 

TEAM MEMBERS: 

Ray Reinhart, Team Leader 
Joe Neyer, Oversight 
Joe Desormeau, Oversight 
Gail Bingham, Team Member 
Brad Bowan, Team Member 
Joel Bradburne, Team Member 
Hamid Hojaji, Team Member 
Vijay Jain, Team Member 
Ron Joseph, Team Member 
Xing Mao, Team Member 
Jill Oligee, Team Member 
Donald k ine,  Team Member 
Kareld Solomon, Team Member 
Ron Worsley, Team Member 

CONSULTANT 

Jim Edmondson 

Fluor Daniel Fernald 
Department of Energy -FEMP 
Department of Energy - FEMP 
Consultant 
GTS Duratek 
Fluor Daniel, Fernald 
GTS Duratek 
West Valley 
Fluor Daniel Fernald 
GTS Duratek 
Fluor Daniel Fernald 
Fluor Daniel Fernald 
Fluor Daniel Fernald 
Fluor Daniel Fernald 

. Consultant ONLY 

1-14-97 APPROVAL: 

Date 

/-/7-?7 
Date 

Silos Project Manager 

Appendix C-1 
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VIIRIFICATION PILOT PLANT Document #: 401 
MELTER INSPECTION Revision 0 

1 .o 

2.0 

3.0 

PURPOSE 

The purpose of this plan is to provide the instructions and inspection requirements for 
the VITPP furnace to suppon comprehensive Melter Drain Incident Analysis and to 
obtain samples required to determine the root cause of the failure. Disassembly and 
destructive testing are not restricted but shall be minimized to only the extent necessary 
(by the least intrusive methods readily available) to perform failure mode analysis and 
root cause determination. 

SCOPE 

This plan will involve detailed disassembly and inspection work on the vitrification 
furnace system. Supporting sampling and data collection (identified in Table 1, Incident 
Analysis Sampling and Analytical Minimum Requirements) will also be performed to fulfill 
the purpose of this inspection. 

PREREOUISITES 

3.1 

3.2 

3.3 

3.4 

3.5 - 

3.6 

3.7 

Operation Work Instructions (Owl) will need to be developed to implement the 
requirement of this pian. Additionally, all sampling identification in Table X 1 will 
be collected in accordance with site and project procedures and requirements. 

Lockouts have been performed to isolate energy sources to the melter. 

Video/Media services are required to support this activity. Narration shall be 
performed at the time the video and film data are gathered when practicable. 

All personnel performing Hazardous Energy and Material Control (FERMCO 
lockout tagout) must be qualified to the requirements of OP-0004 (revised). 

Complete and comprehensive work plans shall be reviewed and approved prior 
t o  commencing work activities in accordance with approved maintenance and 
operations procedures. 

All activities performed in support of sampling, inspections, examinations, . 
d m b l y ,  and maintenance shall be documented in the form of detailed plans. 
laboratory logbooks, Owl's, etc. and retained by the project for future analysis. 

All red-lines and component condition/damage mapping shall be performed on 
drawings and maintained as a comprehensive source of this information. 

2 o f  13 Appendix C-2 
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VITRIFICATION PILOT PUNT Document #: 401 00-PL-0001 
MELTER INSPECTION Revision 0 

3.8 Copies of all video and film used in the purposes of documentation for this 
instruction shall be considered attachments of this instruction and referenced in 

. the procedure section at the time of collection to facilitate retrieval of the 
information when it is required. 

3.9 Coordinate with Data Retrieval and Analysis Team to ensure sampling 
opportunities are not missed. 

4.0 PRECAUTIONS AND LIMITATIONS 

4.1 Any work which has the potential to disturb fiber type insulation on the interior 
of the furnace will require additional controls not specified in this document. 

4.2 An adequate source of negative HEPA filtered ventilation (as determined by the 
system engineer or applicable work permits) is required to be available to support 
this activity. 

4.3 f h e  plan may temporarily-suspend due to  unexpected conditions or to support 
the requirements of other activities. The plan may recommence once the 
prerequisites have been reverified. 

Ensure that the data required in Table 11 (Incident Analysis Sampling and 
Analytical Minimum Requirements) is entered at the time the sample is collected 
and noted on a sample grid to maintain traceability of relevant data. 

4.4 

4.5 Access into the melter box may involve special precautions for confined space 
entry as directed by Industrial Hygiene. 

4.6 This plan does not circumvent any existing safety precautions, existing 
procedures and/or requirements. 

4.7 All components and materials removed from the furnace shall be bagged and 
tagged indicating the date and time of removal, location, orientation (if 
applicable), and stored in the staging area provided by operations personnel. 

4.8 Sampling performed in support of the melter inspection shall include an archive 
(duplicate) sample where practicable to be retained in accordance with the 
sampling plan. 

. 4.9 Physiological monitoring of the work force shall be conducted as directed by 
Industrial Hygiene to minimize the possibility and extent of heat stress and other 
environmental hazards. a 

.~ . .  
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5.0 

a 

VITRIFICATION PILOT PLANT Document #: 401OO-PL-0001 
MELTER INSPECTION Revision 0 

4.10 Proper chain of custody for sampling should be followed during the entire 
process. 

PROCEDURE 

5.1 Perform video and visual inspection of the exterior of the furnace. Pay particular 
attention to areas with damaged components and heat affected areas especially 
the bottom drains, bubblers, airlift, and thermowells. Document observations of 
the affected areas on the drawings. 

NOTE: ANY ITEMS OlSTURBED DURHG THE VIDEO INSPECTION SHAU BE RECORDED 
AND LABELED IN ACCORDANCE WlTH SECTION 4.7. . 

5.2 Perform boroscope inspection with video records of all melter wall and floor 
penetrations. Document observations on the drawings and catalogue.' 

5.3 Verify that the melter lid and H-brick have been removed. Catalogue the removal 
of the three superstructure 1H-Brick) bricks. Record brick ID numbers on 
drawings, dimensions, weight, and location of any damage or deformities for 
each block on Attachment 6.1. 

NOTE: DURING LID REMOVAL COLLECT SAMPLES OF ANY MATERlAL (INCLUDING 
THE H-BRICK) WHICH MAY HAM MIGRATED TO THE INTERIOR INSULATION 
LAVERS IN THE VlClNTTy OF THE LID PENETRATIONS. ENSURE ANY SAMPLES 
COLlEClED ARE CATALOGUED. 

5.4 

5.5 

5.6 

. 

Remove debris from beneath the furnace (ie. dead wires, burned thermocouples, 
cooling air and cooling water). Keep materials segregated and tagged in 
accordance with section 4.7. 

Perform video and visual inspection of the interior of the furnace. Perform 
detailed inspection of individual superstructure, glass contact, E-wall refractories, 
bubblers, and airlift. Document damage, cracks, unusual appearances, and as 
found dimensions on drawings. Copies of all video shall be retained in 
accordance with section 3.8. 

Collect information and samples in accordance with the detailed plans and the 
following schedule and catalogue: 

5.6.1 NDE (video, visual, boroscope, XfW, and radiography etc.). 

a 5.6.2 Loose samples (material which can be collected by non-intrusive means). 

4 o f  13 Appendix C-4 
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VITRIFICATION PILOT PLANT Document #: 401 00-PL-0001 
MELTER INSPECTION Revision 0 

5.6.3 Samples available by non-destructive means once the interior of the 
furnace is accessible. 

5.6.4 Samples which require intrusive or destructive methods (ie. core drilling, 
plasma cutting, or advanced furnace disassembly). 

5.7 Perform the NDE, ultrasound, photo/film, conductivity, and other data required 
by the data analysis and/or accident analysis teams. Attach copies of the results 
as an addendum to this instruction. 

5.8 Verify that all teams have gathered samples, data, and measurements required 
prior to further disassembly. 

5.9 Inspect the interior of the discharge chamber. Pay particular attention for signs 
of degradatiorvof the upper fiber board. Record the condition of the trough and 
riser blocks. Record any material samples and material evaluations in 
Attachment 6.4. Inspect/video the air lift through the crack in the riser block. 

N0TE:OWI (DISCHARGE CHAMBER LID REMOVAL) MUST BE COMPLETED TO 
PERFORM THIS STEP. 

5.10 Excavate and core drill as applicable bottom drain number spare and bubbler #1 
(excavation shall be performed on these components first to provide a learning 
process which will ensure the highest possible sample quality when this 
operation is performed on bottom drain #2 and bubbler #3). Disassemble in 
accordance with CRU4-M-M-028 ensuring that all pieces of the assemblies are 
removed. Catalogue and tag each assembly and record measurements on 
Attachment 6.4. Samples of the surrounding material, components, and unusual 
observations shall be collected in accordance with the sampling plan and 
catalogued. 

. 

.. . 5.1.1 Remove bottom drain I 2  and bubblerS I 2  through 5, in accordance with process 
developed in Step 5.10. Pay particular attention to bubblers #3 and 4. 

NOTE: D O N  AND SAMPLE PREPARATION OF CORE DRILL SAMPLES IS TO BE 
P€RFORMED ONLY BY' THE ANALYTICAL LAB SO THAT IMPORTANT 
INFORMATION IS PRESERVED. 

Obtain sample of bottom drain bimetallic weld area for tests of chloride stress 
cracking. Catalogue all information. 

5.12 
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5.13 

5.14 

VlTRlFlCATlON PlLOT PUNT Document #: 40100.PL-OOO1 
MELTER INSPECTION Revision 0 

Inspect the varying layers of the penetrations around the bubblers and bottom 
drains. Record results of the inspection and video tape observation. 

Verify that all teams have gathered samples, data, and measurements required 
prior to further disassembly. Determine if further melter disassembly will be 
required. 

NOTE: FURTHER DISASSEMBLY IS NOT REQUIRED FOR THE PURPOSES OF THE 
MUTER INCIDENT ANALYSIS INVESTIGATION. FURTHER DISASSEMBLY MAY 
BE PERFORMED'TO FACIUTATE THE REQUIREMENTS OF OTHER DATA 
ANALYss8 BUT SHOULD NOT PRO- WiTHOUT THE APPROVAL FROM THE 
PROJECT MANAGER. 

CAUTION: CERTAIN TYPES OF NDE MAY REQUIRE SPEClAL PERMITS OR SAFETY 
PRECAUllONS WHICH ARE NOT COVERED UNDER THIS INSTRUCTION. 

5.15 

5.16 

5.17 

5.18 

5.19 

5.20 

5.21 

Catalogue the removal of the Glass Contact Erick (K-3 and €-Wall). Record brick 
ID number, dimensions, weight, and location of any damage or deformities for 
each block on Attachment 6.2. 

Excavate and core drill bottom drains I 1  and 13. 

Verify that all teams have gathered samples, data, and measurements required 
prior to  further disassembly. 

Catalogue the removal of the back-up refractory (AZS-Ekick). Video, photo, and 
record brick ID number, dimensions, weight, and location of any damage or 
deformities for each block on Attachment 6.3. 

Video, photo, and document the appearance, depth, and condition of the 
castable lining. 

Verify that all teams have gathered samples, data, and measurements required 
prior t o  further disassembly. 

Remove and inspect the inner shell if required. 

6.0 AlTACHMEMS 

6.1 Attachment 6.1 

6.2. Attachment 6.2 

Superstructure Inspection Report 

Glass Contact Brick Inspection Report 
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VITRIFICATION PILOT PLANT Document #: 401OO-PL-OOO1 
MELTER INSPECTION Revision 0 

6.3 Attachment 6.3 Back up Refractory Inspection Report 

6.4 Attachment 6.4 Melter Component Inspection Report 

6.5 Video and Film Collection for Melter Incident Analysis (as'performed) 

6.6 Drawing Package With Red Line Comments (as performed) 

6.7 Miscellaneous Examination Reports 4as performed) 

7.0 TABLES 

I a h J  

Incident Analysis Sampling and Analytical Minimum Requirements 

Glass Analy.sis 
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VITRIFICATION PILOT PLANT. Document #: 401 oo-PL-0001 
MELlXR INSPECTION Revision 0 

Attachment 6.1 
SUPERSTRUCTURE 1NSPECTlON REPORT 

MEASURED DIM. APPEARANCE / CONDITION 
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VITRIFICATION PILOT PLANT Document #: 4OlOo-PL-OOO1 
MELTER INSPECTION Revision 0 

Attachment 6.2 
GLASS CONTACT INSPECTION REPORT 
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VITRIFICATION PILOT PLANT Document #: 4 0 1 ~ ~ - o 0 0 1  ~~ 

MELTER INSPECTION Revision 0 

Attachment 6.3 
BACK UP REFRACTORY INSPECTION REPORT 

10of 13 
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VITRIFICATION PILOT PLANT Document #: 401 00-P L-OOOl 
MELTER INSPECTION Revision 0 

Attachment 6.4 
MELTER COMPONENT INSPECTION REPORT 
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VITRIFICATION PILOT PLANT Document #: 401 00-PLOW1 
MELTER INSPECTION Revision 0 

TABLE 2 
GLASS ANALYSIS 

ADDITIONAL INFORMATION NEEDED BY MELTER INCIDENT ANALYSIS TEAM 
WHICH MAY AID IN THE DETERMINATION OF THE ROOT CAUSE. THIS 
ANALYIS WILL BE PERFORMED ON SAMPLES THAT WERE PREVIOUSLY 
COLLECTED DURING PHASE I TESTING. 

Chem. E E E E E . E  
Anal 

Samples from sides chambers when possible 

Explanation of abbreviations: 

8 = Beginning of run 

M = Middle of run 

E = Endofrun 

N/A - Not Applicable 

13o f  13 
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Brand: 2 f M L  
Claee: ZIRCON BEJUIN BRICK/ 

TYPICAL TEST DATA 

PHYSICAL PROPERTIES 

Bulk Density, l b / f t 3  - g / d  

Apparent Porosity, 8 

Modulus of Rupture, lb/in*’ - MPa 
Q 7 0 ° F  - 21°C 

Reheat Change, t 
Q 3092OF - 1700°C 

Raversib~s Linear Thermal Rxpansion, % 
In/in/OF e 80° - 2700O 

Hot Load Deformation, % 
O 2900OF - 1593OC 

Thermal Conductivity 
Btu in/ft2hr OF (W/m.R) 

I 

194 ’ - 3 . 0 8  

18 

2000 : - 1 4  
I 

+ 0 . 6  

3 . 8 9  x 10-6 

J 

0 .12 

1 3  - 1.88 

CHEMICAL A N A t Y S I S ,  m. t 

Al203, 7 0 . 0  

Si02 10.2 

zro2 1 9 . 5  

Others 0 . 3  

The data given above are based on averages of test results on samples 
eelected CSom routhe plant production by standard A.S.T.M. procedures 
where applicable. 
tests. These results cannot be taken as minima or maxima for 
specification purposes. 

Variation from the above data may occur in individual 

11/94 

- 7-0 --. 
A Member of The r#i Veltsch-Radex Group 
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NORTU AMERICAN REFR4CTORES COMPAW 
8361 BroadweU Rd., Cincinaati, OH 4S2.44 

FAX: 513-388-21 I2 - PHONE: 513-3882100 

DATE: 3 1 January. 1997 

TO: 

ATTN: Ford Fluor Daniel 

FROM: Jackie Camden 

TOTAL NUMBER OF PAGES INCLUDING THIS COVER SHEEI' 

Dermis Nixon Fax: 51 3-648-4850 
1 

2 - 

Per your telcphone request, attached please fuld our technical data sheet on 
ZI RMT.IT.. 

Should you have any questions or require any additional mfonation, please 
don't hesitatc to contact us. 

Regards, 

Jackie Caniden 
Marketing Assistant 

A tt. 

.. . 

oooz7a 
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Unique Monofrax' refractory properties 
can handle your most demanding applications a - -  

TABLE OF MONOFRAX' REFRACTORY PROPERTIES 
Property 

:*lax. Hot Face 
Temperature' 

Modulus of Rupture 
ASTM C133 

. Bulk Density 
ASTM (2134 

porosity 
ASTM C20 

Hot-Load Contraction - 
50 hrs at 50 DSI 
' 3  5 kqcm2) 

15OO'C (2730'F) 

Thermal Expansion 
Coefficient (mean) 

Thermal Conductivily 
STM C202 at mean 
nperature shown 

*fit Heat 
Cbl400'C (2550OF) 
Reheat Change 
ASTM C113 
5 hrs @ 1664-C (3030'F) 

Abmon Resistance 
I ndexz 

Comoressive Strength 
ASTM C133 
Permeability @ 
25OC (70OF) 

XSTM c5d6 

e 

Chemical Analysis 
Care Chemlsrrv 

Type Fused-Cast Aluminas 
Units Designation 

"C 
OF 

MPa @ 20°C (psi @ 70°F) 
MPa @ 1350OC (psi @ 2460'F) 

g/cm3 
1bm3 ' 

% 

% of length 

1/"C x 10-6 (MO-1400°C) 
1/OF x 10-8 (68'-2552'F) 

W h C K  @ 1477°K 
8TU inlhr f t z  OF @ 220OOF 

caVgmOC 

96 

MPa 
psi 
Cmymm of air f l o w  for: 1 in. 
H& press.. 1 in.zarea. 
1 in t h k a  

SiO? 

WJ 
Fe&s 
CaO 

T i 0 2  

-20 
4 0  
cr203 

ZQ 
Other 

A-1 

1930 
3500 
4W5800. 

3 . n  
235 
2.0 

0.0 
@ 3400-F 

- 

7.9 
4.4 

22 
50 

028 

-0.1 

0.2 

14% 
20.000 
0.0 - 

0.1 

982 

0.1 

0.1 ' 
- 
0.7 
- 
- 
- 
0 2  

M 

1870 
3400 . 
251/3500 

3.40 
212 

1.9 

0.0 
@ 3400'F 

- 

7.9 
4.4 

4.0 
33 

028 

0.0 

0.5 

1291 
18.000 
0.0 

0.8 

94.5 

0.1 

02 
- 
3.8 
- 
- 
- 
0.6 

H 

1930 
3500 
108/1500 - 

.3.13 
195 

4.0 

0.0 
@ 3400'F 

6.4 
3.6 

3.5 
24 

028 

-0.06 

2.0 

574 
8000 
0.0 

. .  
0.3 

933. 

0.1 

0.1 
- 
59 
- 

.. - 
0.3 

6 .  



, .' 
1 .  

Magnesia-Alumina Sginels 
Chrome-Alumina Soinels Alumina-Zirmnia Silica 

I - 1- 1 *. 1 K-4 
1870 
3400 . 
574/8000 

3.83 
239 

4.2 

0.0 
@ 3000-F 

- 

7.9 
4.4 

2.9 
20 

0.25 

0.2 

0.3 

id34 
20.000 

0.0 

1.6 
58.6 

6.1 
- 
- 
0.3 
6.1 
27.1 
- 
6.3 

E 
1930 
3500 

402f5600 

4.25 
265 

5.4 

0.0 
@ 3000' F 
for S hours 

- 

7.4 
4.1 

4.6 
32 

0.25 

-0.2 

0.3 

1434 
20.000 
0.0 

1.8 
65 

5.9 - 
- 
0.2 
9.4 
71.7 
- 
7.9 

CS-4 cs-5 R 
1590 
2900 

m800' - 
3.m 
231 

1.0 

0.0 
@ 25 psi 
@ 2 6 0 0 O F  

7.3 
4.1 

2.9 
20 

024 

0.0 
@ 2550'F 

0.3 

1434 
20.000 
0.0 

15.3 
49.7 

0.1 
0 3  
0.1 
1.1 
- 
- 
33.0 

0.4 

2 
1870 
3400 
- 
5.29 
330 
0.7 

-2.0 
@ 28 psi 
@ 3400cF 

- - 
- -a 
- 
-3.3 
e2732  F 

- 
- - 
- 

3.6 
0.6 

02 
- 
0.4 
- 
- 
- 
94.0 
.1.2 

1590 
2900 

624A700 

3.78 
236 
0.6 

0.0 
@ 25 psi 
@ 2600°F 

- 

1590 
2900 

m 9 5 0  

3.94 
246 

1.0 

0.0 
@ 25 psi 
@2600°F 

- 
3.70 
231 

0.0 
9 25 psi 
@ 2600-F 

7.3 
4.1 

8.0 7.9 
4.5 4.4 

2.9 
20 

3.0 3.5 
2l 24 

024 024 024 

0.0 0.0 
@ 2550'F @ 2550OF 

0.0 
@ 2550°F 

0.3 0.3 0 3  

1434 
20.000 

0.0 

1434 143% 
20,000 20.000 

0.0 ' 0.0 

0 4  

53.6 

- 
0.3 
- 
0.2 
44.9 
- 
- 
- 

/ . 

15.3 
49.7 

0.1 

03 
0.1 
1.1 

14.0 12.9 
47.8 45.0 

0.1 0.1 
02 02 
0.1 0.1 
1.1 1 .I 
- - 

33.0 
0.4 

36.4 39.5 
0.3 03 

080273 



Properties e 6 0 1  

Typical Chemical Composition (0%)  Typical Physical Properlies 

Monofrax Accessory Bulk Density Apparent 
Refractory Type A1,0? ZrO? Cr,O, SO? Oxides Ib/ft3(glcrn;) Porosity pio) 

Alkali and 

s-3. Conditioned 497 330 - 15 3 2 0  231 (3 70) 1 0  
S-4. Conditioned 478 264 - 14 0 1 8  236 (3 i8)  1 0  
S-5. Conditioned 4 5 8  395 - 12.9 1 8  246 (3 94) 10  
A 982 - - 0 7  1 1  235 (3 76) 2 0  
M 945 - - 0 8  2 7  212 (3 401 2 0  
H 933  - - 0 3  6 4  195 (3 12) 4 0  

K-3 586 - 27.1 1 6  12.7 239 (3 83) 4 0  
E 6 5  - 77 7 1 7  111 260 (4 17) 5 0  
B 13.7 - 822 0.8 3 3  285 (4 56) 5 0  

Therrrui Conduchntv 

. .. - .. 

I - 5.3 
I 5.; 

. . .  . .  - . -  
I 



T H E W  C E W C S  
MATERIAL SAFETY DATA SHEET 

MSDS GROUP: 101 

GROUP A: 
KAO-TAB 93 

. '  * KAO-TAB95 
KAO-TAB 9% 
KAO-TAB SR 
KAOLITE 3300 
KAOLITE 3300 RFT' 

GROUP B: 
INSULMIX RFT 

PAGE 1 OF2 
PRODUCT lDENTIFICAl7ON . 

v 

KAO-TAB 93 R R  
KAO-TAB95RFI' . 
KAO-TAB 95G RFI' 
KAOCRETE HDHS 98 
KAOCRETE HDHS 98 RFT 

INSULMIX 
SR-99 DRY MORTAR 

SECT'ION I 

Product Stewardship Program: . 
(800) 722-5681 

Manufacturer's Name: 
THERMAL CERAMICS 
P.O. BOX 923 
AUGUSTA, GEORGIA 30903 

Chemical Name and Synonyms: 
N/A Mixture ReQactory Concrete 

Chemical Family: 

[CAS X66402d84J 

S E m o  N I1 HAZARDOUS I NGREDIENTS 

A. &Manufactured: 
Aluminum Oxide 
[CAS #1344-28-1 J 

wr. 9b PEL 
75 to 98 10 m g h '  

Total Dust 

Nuisance Dust 2 b U  5 m%ms Respirable Dust 
15 m%ms 
Total Dust 

B. After Normal Use: See Scctioa IX 

CI'ION 111 PHYSICAIL DATA 
S @ f k  Gravity Ran e (m0 = 1): 0.9 - 3.1 

N/A 
# Boiling Point: NJA 

Vapor Pressure (mm Hg.): N/A 
Vapor knsi (Air = 1): N/A Evaporation Rate: 
Appearance and Odor: Coarse aggregate with fine powdered matrix No odor. 

CTION IV - FIRE AND EXPLOSION HAZARD DATA 

Percent Volatile by olume (95): N/A 

Solubility in 8 ater: Inroiuble 

a . ,  

Extinguishing Media: NJA Flash Point (Method Used): NIA 
Flammable Limrt: N/A EL: NIA 
Unusual Fire and Explosive H~arards:N/A ~ 0 ~ ~ 7 s  UEL: NfA 
Special Fire Fighting Procedures: N/A 

Appendix F-6 



THERMAL CERAMICS 
MSDS GROUP: 101 WTERLAL SAFElY DATA SHEET PAGE Z OF - 

SECnON V - HEALTH HAZARD DATA 

Primary Route of Entry: Inhalation, ingestion, skin contact 
Effects of Overexposure: Exposure to nuisance dust may cause temporary irritation or discomfor! 
to the skin, eves, nose. throat or tungs and may aggravate bronchial disorders. These products dc 
not appear or; any NTP or IARC listsheports of carcinogens. 

Emergency and Fmt Aid Procedures: 
Inhalation: Remove to fresh air. Ingestion: Drink plenty of water. 
Skin: Wash with mild soap and water. Eyes: Flush with plenty of water. If irritation persists, .Cali 
a physician. 

. 

Stability: Stable 
MateriaWConditions to Avoid: None 

Hazardous Polymerization: Will not occur. . 

SECTI ON VI1 - SPILL OR LEAK PROCEDURES 

S ill or Ltak: Follow routine housekeeping procedures. Collect spilIed product in closed container 
$ate Disposal: Wastes ar t  not hazardous wastes as defined by RCRA (40 CFR 261). Comply with 
Federal, State and loa i  regulations. Method of Disposal: Landfill. RQ - N/A 

SECTION VI11 - SPECIAL PROTECTION INFORMATION 

Respiratory Protection: Dust respirator in compliance with OSHA Standard 29 CFR 1 9 1 0 . , ~  
(MSHNNIOSH-Approved, air purimg, half mask or full facepiece respirator with appropriate 
filter pad or cartridge). 
Ventilation: W c X h a U S t  Follow OSHA Standard 29 CFR 1910.94 

Follow OSHA Standard 29 CFR 1910.94 
Protective Gloves: Rewmmended 
Eye Protection: w e d s a f e t y  glasses recommended 
Other Protective Equipment As required to meet applicable OSHA Standards. 

Mechanical (General) 

CIlON IX - SPECIAL PRECAUTIONS 

Precautions To Be Taken After Sewice and Upon Removal: 
Group A: Removal of htese produds after service may generate respirable nuisance dust. 

Group B: AS manufactured, these products are aluminosilicates which may transform upor 
' heating to mullite and cristobaiite (a form of crystalline silica). Removal of these products after 

senice may genente dust. Repeated inhalation of nspiabie free crystalline silica dust may c a m  
delayed lung injury (siiicosis). IARC has placed crystalline silica in Categoy 2A (IARC believe: 
there is sumcient evidehce of carcinogenicity in animals but evidence for the carcinogenicity tc 
human.s is limited). The recommended PEL and TLV for respinble cristobalite is 0.05 rngirn'. 

Grou s A & B: Appropriate ventilation and respiratory protection should be provided ir 
comp P iance with OSHA Standards 29 CFR 1910.94 and 1910.134, respectively. 

00Q176 Revision: Deleted Kaoiite Fill, Now on MSDS X104. 
Label: NO. 3-1 191 
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PRODUCT SAFETY INFORMATION 
RESPIRABLE NUISANCE DUST 

CAUTION: Handling this product may generate respirable .nuisance dust 
which can cause eye and respiratory tract imtation. 

Avod breathing particdates and dut .  

RISKS: 
o May cause temporary irritation to eyes, skin and 

respiratory tract. 

PRECAUTIONARY MEASURES: 
o Minimize airborne dust with engineering controls. 
o Use NIOSH/MSHA approved respiratory protection when 

airborne dusts exceed recommended exposure limits. 
o Wear long slewed loose-fitting clothing, eye 

protection, gloves. 

FIRST AID MEASURES: 
' Eyes: flush with water. Skin: wabh with soap and warm 

water. Ingestion: do not induca vomiting. Get medical 
attention if qastrointastinal symptoms develop. 
Inhalation: remow to fresh clean air. 

If any o f  tha above irritations persists seek medical 
attention immadiately. 

FOR ADDITIONAL PRODUCT INFORMATION AND WORK PRACI'XCES 
REFER TO THE MATERIAL S T  DATA SHEET (MSDS). 

, 

THERMAL CERAMICS 
P. 0. BOX 923 MS 300 

AUGUSTA.GA 30903 USA 
(800) 7224681 NO. 3-1191 

11/20/91 

. .  
QQB817'7 
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L 6 0 7  
500 Halle auildlng 
1228 Euclid Avenue 
Cleveland. Ohio 44113-1809 

North American Refractories Co. 
4 %lcrriwr tit Tiir Oiclirr Grrrrrp 

(216) 621-j200 

8olling P o i n t  ( * I C ) :  Greater than 1000. 0eg.F. 
Solu3 i l i t ’ j  ;il U a f t r :  Nil.. 
:: Volattl+ t s y  ue1ghtJ- Not aoplicabl.. 
3H: 5 T O  7 range 
Density: 2 . 5  T O  3 . 4  gm/cc range 
Coefflcaen~ a f  Uatcr/Oit Distribution: Not avrrlabl~. ‘ . 

Flrcarbl~iry: This product :L non-flenmrble and will 
cornbust f on. 

ThtW8hoid L i m i t  Value: 
F o r  dUSt containlng Zlrconlum 

OSHA PEL; . . . . . . .  Sir9/m3 
33HA STEL...... lO-/la3 

For rospiraole dust containing crystalline mlllca: 
OSHA: FOP ROOplFable DU8t: 

OXePO6S8d w/m3. 
i o  uavtuod by ( X  Quartz + e)  

ACGXH: Quartz .......... 0 . 1 l m 3  
Cristobrllts.. . .0.0Smg/a3 
tridymite ....... 0.0mnO/A3 

For all . ingrdimnt8 not li8t.d ~ b o v e :  
OSHA: . . . . . . . . . . .  i Om9fm5 total ~1st 
ACCIH: . . . . . . . . . .  10m~/mS ‘total Uu8t 

Effects 00 Wvsrerpo8uro: Chronic orpo8ure to du8t could cause pulronary 
P r O b  1 .I.. 

CRYSTAUINE SILICA: 
Chronic ouerwporurc to du8t contrining rempr~ebl 
sized cryrtalltne silica (quartz, crlmtoba11te, 
and tridyriteJ e m  C@U- delayed luhg injury 
(8iliCO8i8). 

?o:ntm of  attact: Re8plratory 8ystem and 

Route o f  ent ry :  Inhahtion. 
lung.. 

Inhalation of ‘c tumt  containing crystalline silica 
may cantribute t o  preuxistlng pulmonary diseases 
euch am r8thma 8- dl8order8 .SSOCiated w i t h  
the 8aOkinQ O f  t O b 8 C C O .  

Sone recent anirrl studlos haw uU8.d the Inter- 
national Agency for Ro8earch on Cancer ( I A R C )  to 
categorrzo crystelllno s:liu a8 eA carcinogen. 
A 24 carcinoqon L 8  orn uhldr: 

QWE78 
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500 Halle Budding 
I t 2 8  Euclid Avenue North American Refractories Co. 

4 Slrmlx-r VI Thr O d w r  Gmup 

(216) 621-5200 

( 1 )  there 18 muflicrsnt evldenc8 ?OF the 
carcinogenici ty to erP*rrwntal snlaalr. 

genrcrty t o  numans. 
Crystalline silica ha8 been l18ted i n  t h e  most 
recent NTP R e p o r t  on Cerci nogens . 

( 2 )  there i s  limited evidence of tho crrcino- 

For GOYO information on crystalline silica ro fer  
t o :  

( 1 )  IARC Monograph, Volunro 42 
t t )  NIOSH Docwent No. 75-120 
1 3 )  NTP Report an Carcinogens 

T o r i c t t y  oata: 
Quartz : LCLo: 300ug/al / 1OY-1 

inhala? ion human 
Cr 1 st o m  1 1 t e : TtLo : Y 6 mppcf /an/ 17.9Y-I 

lnhrlatlon h u u n  
T r  1 a ycn 1 t : TCLo: 16 ~~PCf/i)n/lt.Yt-I 

tntmlrt i o n  nurrn 
N O ~ O :  LDSO ana LCSO not avriiret~;. 

ZIRCONION SILICATES C2lr-n rand81 
rlrcon saner contain trace amounts (106-110 pcwg 

dust contalntng ursntw and thorium may C U I 0  e:, of natura1ly occurring radioact ive uranium a 
thorium. ~vororgoruro by intmxrtion to resp 

cancer. f y e  contact ultn tne aust may cause eye 
trritatlon. 

8lrll.r rlnorrl rind indlcatoa that tho ob8ervrnc 
of m e  srrgms OSHA PLL for rompirabie aust rna/or 
tne PU for qurrzz rnsuro tnat tno usor $ 8  eoiou 
tne ~tritr emtamisnee for uranium me thorium. 

No LDSO or L C S O  u n  be found for zircon s m a .  

nOr8Ur8W¶t8 mado b y  durlnq thm UIO O f  

Emergency end F i r m  Aid 

CARCINOGENICITY INFORMTION 

CPy8trlXlI’W 81llCa 
uitn the ertcoption 01: 

No lngroasonz in thim product 1s founa on either 
t h m  fedwal OSHA, NW, OP ZARC ltmt of 
carcinogens. 

O a t  a : 
Eu.8: Flush uittn water and wt medical MAP. 
Sican: trash thoroughly with 80- and water. 
Inhalation: Reaovs t o  fre8h 8ir. 

OQO%79 
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S 0 ~ J 0 1 - 0 0  z o n t .  PW. 4(, 6 0 ' ?  
500 Halle Euildtng 
1zB Euclld Avenue 
Cleveland. Ohio UllS-lW 

North American Refractories Co. 
4 \Irmhrr r r l  Thr Oiclicr t inwp 

(216) 621-5200 

on roruice eonditlons. Hygtone eonitorang must 
be dona t o  insure rho proper amployee protactlon 
during Tearout. 

8 a.4 a 6 a * = I I SECTS ON V I  I .- SPILL AND LEAK PROC€DURES +e**.....tt*~... 

V*ntllation: Local erhru8t r o c o ~ m ~ n d e d  t o  maintain oxpomuro8 

Rorpicatary Protection: NIOSH approved QusOt type for oxpo~uro8 rbou. TLV. 
Eye P r o l * ~ t  ion : Recosmend~d. 

bolow h V .  

1 

. gpecral Precauttons: Our% created during demolitton of  used proauct may 
contain crystalline m l l c a .  
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5 .. 03847 00  t, 

Hallc Bulldine . North American Refract-;- rn 
A M m  -. - .  - 

NORTH A R E R Z t A N  REFRACTORIES 
PR-CT 3- aATA 

NORTH AHERICAN RECFIACTORIES Vendor : 

Cryrtrltlne Sllicr including: W A  
Owrtz 14808-60-7 
c T ' % 8 t o b . l & t O  14464-a-1 
tr i d y r i  t e 1 S466-3L-3 

0 . 1  - ' - 1 . o  

?ct: 

1.0 - 5.03 
1.0 - s.0: 

10.0 - 3 0 . 0 %  
40.0 - t O . 0 2  

b Appendix F -12 
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XO Halle Budding 
1228 Euclid Avenue 
Cleveland. Ohio 44115-:804 
(216) 621-5100 

North American Refractories Co. 
A Mrmhrrr r r l  The DiJirr Grwp 

5SpeCiflc C r O V t t y :  r(ot avallabl8. 
Vapor Pr.ssure ~ R R ) :  Not applicable. 
V a p o r  Density (air-1):  Not appllcaBle. 
Belling Point (VI: Not avriloble. 
S o l u b i l i t y  i n  Uater: Not w a i l a b l e .  

pW: 5 t o  9 rang+ 
mmtt y : Not 0v.i 18bl.. 
Coe?flci~m of Uatw/Oll Dl8tributlon: Not available. 

. X Volatile (by uelght): 1 t o  3X at 1600 De9.F. 

L+*r**08.8lS880.8. S L t T I O N  I V  - FXRE AtW €X?LOSfON HAZARD *@+*+***.*.* 

Flomm~~llity: This pmuuct im non-flmmmble and will not support 
combust ion. 

For all lngredlontr not llmted above: 
m: ........... 10RQ/.3 tot.& du8t 
ACCzH:. ........ .1ORQ/m3 to ta l  -8% 

Lffacrs of Ovirerposuru: Chronic *rpomuro t o  dust could cruro pulmonary 
promom. 

Some r=ent animal studio8 havo currod tho Inter- 
., , .: . . . . . .  

SO0027 

000182 
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:h '. 8 MOB-00 COW. PI90 3 

500 Hrlle Building 
1228 Euclid Avenue 
Cleveland. Ohio 
(216) 621-5200 

North American Refractories Co. 
A Mrmhrr ut Tlir Diclirr Crmp 

national Agency for R O 8 e r r c h  on Cancer 
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b u r  OS * WTOZ-00 conr. PW@ 4 
C' 

500  Halle Building 
1 ' 3  Euchd Avenue 
Cleveiand. Ohio W115-18C 
(316) 621-5300 

North American Refractories Co. 
4 .\trmhrr tit Tbr Lhcltrr Crtrrrp 

Stability end R e a e i u i t y :  this product 1. etable and n o n r t a c t l v * .  

Hazareoum ~~coapor~tion: nay gemrate S o t  fuaes. 
Organic binder will decompose at 550 deg. F. 

trystalllne silica levelm i n  U 8 d  refractories 
r a y  b higher or lower than a8-r)rlppsd depending 
on mwvice conditione. Hygiene m o n i t o r i n g  nust 
b dorw to inmure the proper eaployes protectlon 
during tewout .  

Vent 1 lation: Local erhaust recommended to maintain +rpowra8 

Respiratory ?rotection: M I O W  approved dust type for e x p 0 1 ~ ~ 8  above TLV. 
b e I O U  h V .  

Swcial Procautionr: D u m t  -tad durmg demolition o* u8ed product may 
contaln crystallin* rlllcr. 

0' . .  

, 
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Campaign 2 
Lead & Barium Tracking 

Table V 
Pb&Ba Introduced into the W P  System 

Total Lead introduced into system: 0.0 
0.0 Total Barium intmduced into system: 

lame v 
Appendix G-E! 
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. -mgn2 

Lead & Barium Tracking: Glass - Straight Analysis 

Tabk V 
p1 of2 

Appendix G-9 
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cunpaion2 
Lead & Barium Tacking: Glass - Straight Analysis 

T a k  V 
p2 of2 

Pb & Ba Rcbiinrd in Glass 

a 

TOW Pb introduced Into 
TOW Pb discharged 8s ghu: 
TOW Sa ifroduced into system 
TOW Sa discharged 8s glass: 

w.1 
0.0 

Table V 
Appendix 6-10 



b 

k- 6 0 %  
'L 

campaizin 2 
Lead a Barium Tracking: Glass - Normalized Analysis 

Trbh V 
p l o t 2  

Pb & Ba Retained in Ghs$ 

Table V 
ndix 6-11 oooz?R 

'I. . .  .. . . . 



camodgn 2 
Lead & Barium Tracking: G h  - Normalized Analysis 

T-V 
p 2 d 2  

Pb Br -imd in Glass a 

. 

Table V 
Appendix 6-12 



Campalgn 2 
Lead 8 Barium Tacking: Filters 

Total Lead accumulated on fitten: 
Total Barium accumulated on fitters: 

0.0 
0.0 Table V 

Appendi x G-13 



Campaign 4 
Lead & Barium Tracking 

Table V 
Pb & Ba introduced Into the W P  system 

I I I 

1 

(BBBQ233 
Total Lead introduced into system: 
Total Barium introduced into system: 

1926.3 
1134.1 

Table V 
Appendix 6-14 



crmprm 4 
Lead & Barium Tracking: Glass - Straight Analysis 

TrbkV . 
Pb Q Br Retained In Glass 

TOW Pb introduced into system: 
Tobl Pb discharged u ghu: 
Total Ba introduced intosysbm: 
Total Ba discharged as glass: 

. 1926.3 
lS71.1 
1134ml 
m1* 

Table V 
Appendix G-15 



- w w n  4 
Lead 6 Barium Tacking: GI- - Normalized AnaJysis 

Total Pb Introduced Into system: 
Total Pb discharged IS ghsc 
Total B. introduced intosys!ea 
Total Br dike- a8 g l r ~ ~ :  . 

1926.3 
1835.9 
1134.1 
1045.0 

Appendix G-1 
Table V 
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cMpaign4 
Lead & Barium Tracking: Water 
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cunprian 4 
Lead & Brrlum Tracking: Water 

Table V 
Appendix 6-18 
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Campaign 4 

Lead & Barium Tracking: Water 

T-V 
s p3dS 

Pb L Bm Dkthargod fmm Buiding Sump Tank 

Q0024B & Table V 
Appendix 6-19 



Campaign 4 
Lead Barium Tacking: Filters 

Total Lead accumulated on filten: 
Total Barium accumulated on fitten: 0.1 Table V 

1.3 

Appendix 6-20 
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TEAM COMPOSITION 

Gail E Bingham, Consultant 

Mr. Bingham has a B.S. Chemical Engineering from Oregon State University. In addition, 
Mr. Bingham has 26 years experience at the Idaho National Engineering Laboratory (INEL) 
Chemical Processing Plant responsible for engineering and project management. Positions 
held include Manager Strategic Affairs, Manager Major Projects, FPR Project Manager, 
NWCF Project Manager. Mr. Bingham also participated in the Operable Unit 4 Value 
Engineering study. 

Joel B. Bradburne, Vitrification Pilot Plant Operations Manager 

Mr. Bradburne has a B.S. in Biology from Bridgewater College, and is completing his M.S. 
degree in Environmental Management from the University of Findlay. Mr. Bradburne has 
over 15 years of experience in the nuclear industry. This includes the overhaul and new 
construction of nuclear powered submarines, construction, start-up, and operations of 
commercial nuclear facilities, and acted as Operations Manager for the Fernald Vitrification 
Pilot Plant. Mr. Bradburne also worked as a consultant for NUS Corporation in their Field 
Operations and Training Division, servicing both DOE and NRC Clients. 

Hamid Hojaji, Manager Melter Operations 

Dr. Hojaji has his Ph.D. in Materials Science, M.S. in Chemical Engineering and Materials 
Science from the Catholic University of America, and a B.S. in Chemical Engineering from 
Tehran Polytechnic Institute. Dr. Hojaji has over 19 years' experience in the laboratory 
setting specializing in direction of glass melting and forming lab facilities. He performs 

development of wastewater treatment systems'to remove.contaminants from the water. 
Dr. Hojaji manages the pilot testing of nuclear waste glasses, characterizes the vitrified 
waste, and manages selective ion exchange media development for mixed waste streams. 

. research on fluorides and high-transition temperature superconductors and directs the 

Mjay Jain, Ph.D. MBA, Senior Engineer 

Dr. Jain has his Ph.D. in Ceramics from Alfred University and M.B.A. from St. Boneaventure 
University. He is currently employed at West Valley Nuclear Services Company. Dr. Jain is 
a recipient of the 1995 George Westinghouse Signature Award (Individual) in addition to the 
1995 George Westinghouse Signature Award (Team). He is Vice Chairman of the Nuclear 
and Environmental Technology Division of the American Ceramic Society. Dr. Jain has 
authored more than 30 publications in technical journals and conference proceedings, in 
addition to editing three books on Nuclear Waste Management. Additionally, Dr. Jain has 
nine years experience in vitrification process development and engineering. 
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Ronald Joseph, Team Technical Specialist 

Mr. Joseph is currently employed as a Team Technical Specialist in the Emergency 
Preparedness Group and has been employed at the FEMP since 1989. Ron's primary duties 
involve the 'investigation and reporting of occurrences and performing root cause analyses 
for events experienced at  the FEMP. He has been trained in accident investigation and root 
cause analysis techniques and is the lead instructor for the FEMP's Root Cause Analysis 
Course. Ron has been an Investigation Team Leader on numerous investigations performed 

. at the FEMP, including Type C Investigations and the Investigation of Adverse Radiological 
Trends conducted in 1995. Ron's experiences at the FEMP and from other nuclear power 
plant operations have given him a broad base of knowledge in a number of processes 
required to analyze events for root cause and corrective action determination. 

Joe Metzler, Electrician 

Mr. Metzler has over 18 years of electrical experience which included trouble shooting 
electrical equipment used in process and manufacturing of food products at the Kroger 
Company. Joe has been an electrician at Fernald since 1984. His responsibilities included 
testing and maintaining equipment used in production. Joe has been with the Vitrification 
Pilot Plant since start-up in March, 1996. 

Donald Paine, Ph.D., Silos Project Manager 

Dr. Paine has a B.S. in Mathematics and Biology, an M.S. in Health Physics, and a Ph.D. in 
Radiology and Radiation Biology. As Silos Project Manager, Dr. Paine is responsible for the 
programmatic and functional operation for the environmental clean-up and restoration of 
Operable Unit 4 (OU4). He has more than 20 years of ES&H and project management 
experience, including emergency services management, in all aspects of the nuclear fuel 
cycle applicable to the FEMP site. This includes fuel manufacturing, safe shutdown, waste 
management, decontamination and decommissioning (D&D) of contaminated facilities, and 
remediation of hazardous and mixed waste sites at DOE, and several NRC licensed facilities. 
Dr. Paine has successfully managed ES&H programs at an NRC Category I, Licensed Special 

' Nuclear Fuel Fabrication Facility. 

Raymond Reinhart, Security Manager 

Mr. Reinhart has a B.S. degree in Business Administration, with a minor in Industrial 
Management from Franklin University. Additionally, Mr. Reinhart has recently completed his 
Masters' in Environmental Management at the University of Findlay. He has over 20 years 
of experience in management. This experience includes the last five years at Fernald as the 
Manager of Self Assessment and his recent appointment to the position of Manager of 
Security. Mr. Reinhart directed the development of the Self Assessment program for the 
Safety and Heblth Division. He is trained as an auditornead auditor and has managed the 
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activities of four audits in the past four years. In addition, Mr. Reinhart functioned as the 
Team Leader on the Readiness Assessment (RA) for the UNH Transfer D-1 to 0-2 conducted 
in March/April 1994. He also served as a team member of the UNH Neutralization Project, 
Operational Readiness Review (ORR) in May of 1995. Most recently, he served as Team 
Leader for the Thorium Overpack Project Operational Readiness Review (ORR) completed in 
early 1996. 

Kareld Solomon, Vitrification Pilot Plant Engineering Manager 

Mr. Solomon holds a Bachelors Degree in Mechanical Engineering Technology. He has over 
20 years of experience at DOE facilities. During his ten years at the Fernald Site, Kareld has 
held many management positions within the company, ranging from Project Engineer to 
Manager of the Engineering Division. These assignments have included technical direction, 
contract technical management, project management, and engindering policy development. 
He is the current Silos Project Engineering Manager. 

Ronald C. Worsley, Facility Technical Engineering Manager 

Mr. Worsley has a B.S. in Mechanical Engineering from Newark College of Engineering. He 
Worsley also has 35 years of experience io technical, construction, and project 
management, engineering design, specification preparation, and start-up of major equipment 
and processes. Ron is currently coaching and directing technical personnel to provide 

’ complete design engineering, perform design reviews, develop conceptual designs and 
design scopes on an array of technically diverse tasks. Additionally, he participated in the 
investigation of numerous incidents related to  failures of equipment and processes on-site. 
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Can the corrosion of tank bottoms 
be prevented? 
PPBOGGUM 

The phenomena of upward drilling and 
dpwnward drilling in refractory materials by 
metals and bubbles in the glass melt is one of 
the most irritating causes of corrosion in tank 
furnace bottoms. In this article, P P Boggum 
of Didier-Werke AG, explains the nature of the 
phenomena and some of its causes and 
suggests a way in which it could be avoided. 

Conditions of upward drilling 
Thc appeannoc of upwpd drill& is d-known and ha¶ 

d n  procas has km erncareiywcll iIIusmaccd h a  
film by Busby. 

c, kmdkcMscdindet?ilinmnnyrrpam.'ThisppdCpbr 

Upward ddling is a d o n  ar the boundaq of the 

tion is given by a gar bubbIc, rhe liquid condition by the 
glass and the solid condition by rhc r c f kaoq  mareriai. 

torymakal, whichis more or less soluble in the glass meit, 
come into oxuaa a a suffidcmly high tcmperanut, and 
whcntheomsuuc&natthispoinrofcomaais suchtbat 
thc rtfnccory fafc is pan angtc bemeen the horizonra, and 
SIighriyIaJ~VcrrigL 

*conditionis agas bubble which escapcs fromthe 
mdt or thc rcfiaerorympcrial and arr?ldra itselfto thc 
rmdasidc of* maarint This bubblenow causes addling 

thrre phaKs : g p e ~ u ~ ,  liquid and solid. The c o d -  

Atraabp occuzs W h a  the glass and h- 

dkcc on the rchaory mmcrial. The scveriy of the areack 
depmds upon rhc sol- of the I C h a Q r y  material, the 
s r n f a c c m r s i o n o f t h e ~ ~ a n d t h e ~ l v c d ~ r y  
mnrainl_ rhc densitpandvixaairyofbothmdm, and on the 
sizeof rhcbubbk In the caseof asmall bubble, theauackis 
rrintivdy f k e d  ami a n a a ~ ~ ~  channel is fonned, whilst 
with a largcr bubble a w i k  chauncl is formed. The me 

small bubble is lower. The su&x w o n  and the viscosiry 
of the meh esclpinghmthe drJltd ch*nnclin&leacc the 

Fqlshowsdb, icallytht appaemx ofa bonom 

of the ddling &ea of tht kccr comparrd to that of the 

sepedry of the of this d d b l g  proocss. ' 

1 MeW drilling in the tank bottom. This particular tank furnace has 
a mdUng anr of 45 ma, cmu-fire oil buinan, and pulls 80-100 tons 
of white flint glass per day. The depth of Me tank is lloOmm and Me 
temporatwe of the buttom 1-1I50.C. nebmace was an dream 
tbr 32 months. 
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= % e  

despoyd by Upward and d ~ m d  drilling. Fig 2 illus- 
pares the ‘jelly-like’ suuccurc of the k c l a y  bottom block 
remains; and 6g 3 the cross d o n  of such a ‘jay. 
Solidikd bubble in the Wed channel is dearly visibk 
In tank boaoms, corrosion by upward drilling always 

occurs in those areas whereglass has penepated beneath 

filnated  in^^ the joinrs of thc paving courses, or has pen+ 
mcd into Chanacis which ianrsea the horizontal j o h  
of the bottom and which arc the d of downward drilling 
by mCtat Even when glass or liquid m d  pencua~es the 
areas ofhigher porosiy of fusion CM tiles afier the dense 
uystahe o w  skin has been b r e a c h 4  this rype of 

the bottom paving. This can bethe case when glass has in- 

artack must be crpected 

Conditions of downward drilling 
Downward driUing is maiaIy caused by m a d  p q s  inn0- 
duccdinto the tank Thee meEals a be divided into m 
groups: 

1. &t& which liqucfg the KemperanUe 
range bcKweal lo00 and 1400°C 

2. &t& Which arc d Solid at ThcsC KemperanueS. 
Compared to upward drill@, which is based on the 

materia boundaries, gaseolrs-liquid-soIid (gas-odass-rr- 
fraaones), the arm& by metal is dacmihcci by the 
maurial boundaries, liquid-liquid-soiid ( m & g  
fmaones) or.solid-liquid-solid (md-gIass-r&aaoncs). 

occur which do not parcia- in the corrosion of the re- 
k o r y  merial bur which migrarr upwards i n ~ ~  the giass. 
Briickncr found a drtain adhesion of these bubbles during 
laboatory tests. On prepared samples of metal inclusions 
in the boaom, we were also able to dcmonsaate this a p  
pearancC of bubbles in the glats in the immediate vicinity of 
the meral A drilling efka can hardly k ascribed KO these 
bubbles. 

On the *-materia bormdarg, bubbh c a ~  aL0 

Fig4 shows a piccc offireday boaom blodcwirh metal @umn shape); and fig 6 the break area of this m d  in- 
. deposits; fig 5 a broken off metal (iron) wirh firrday plug clusion. B 
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1 .Metals Melting Soccrfic Uenrtcal Magnetic 
I Iemoera- gravity 

7 

ALUMINIUM 
ANTIMONY 
BRASS 
(70% Copper) 
CADMIUM 
CALCIUM 
CHROME 
COBALT 
COPPER 
GOLD 
IRON 
LEAD 
MANGANESE 
MAGNESIUM 
MOLYBDENUM 
NICKEL 
POTASSIUM 
RHOOIUM 
SILICON 
SODIUM 
TANTALUM 
TIN 
TITANIUM 
VANADIUM 
ZINC 
ZIRCON 

:ure 

659 
630 
930 

320 
842 

l a w  
1495 
1083 
1063 
153s 
327 

1260 
651 

26zl 
1455 
760 
1966 
1420 

97 
2991 
m 

1000 
I710 
420 

1851 

2.7 

8.5 
6.6 

8.6 
1-5 
6-9 

8 . 9  
19.2 
7 .8  

11.3 
7.2 
1 *7 

10.2 
8-9 
0.9 

12-5 
2.3 
0-9 

16-6 
7.3 
4.0 
6-0 
7-1 
6-5 

8.9 

coneuc- irooertles 
livity 
MIOHM 
MM. at 
10' c 
37.6 NO 

N O  

16-1 
60.0 NO 

10-3 Yes 
4.a NO 

I 0.5 
22.0 
19.4 
14.6 Yes 

I 

I 1-0 

8 
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Metals in downward drilling 
Whilst upward drilling is d a d o e d  in aumerous saentiEc 
papers, downward drilling by metals has so far been 
invadgated very little. The first invati@ons of this 
appearance have been published by Bcogey, Briicicner, 
Hemdon, Lamer, .Miiller, Sandmeycr and Schmidt. 
Fig 7 g i v a  a list of the most commody appearing merals, 

rogechcr with their s p e a k  gravity, melting temperature, 
elecaical conducdvity and -Ctic propereia. 
This figure is concerned esdusively with those me& 

which have previousiy ben found in the bottoms of glass 
melting tanks. Tats and observations have shown that 
corrosion by thae mefals is of dcrrrasing severity in the 
following order: lead, brass, copper and iron. 

ZincWUiOlWtUhiUm 
Zinc appears to be cscluded as a corrosion component 

because it evaporates at relatively low tcmpaanues, and to 
date it has not been demonsuated whether aluminium 
has a dcsuuctive iaflucnce on the xhctory material. 
Howewr, it has not been shown ather whether aluminium 
is oxised into A&O, thus reducing SiO, to Si. As a meral, 
Si could then have a destructive inftucncc on the bottom. 
Similar proce~sa a n  h o r n  from aluminium melting. 

Metal deporiu 
AS yet, there is no satisfaa~y apianatibn of the in- 

fluence of m d  deposits in dccuicaily heared tanks. A 
p i e x  of a molybdeaum dearode (see 6g 8), which had 
brokeo off during operation, was deposited on the bottom, 
and heavy corrosion of the tank bottom developed around 
this piex of m d  However, whether the corrosion of the 
bottom was the result of &e molybdenum as a metal, or 
whether there could have bccn dcaxical fields Occurripg 
which accelerated the corrosion process, is not known. 
ThC piecc o f &  was about 8-9 an 10%. what is 

known is the inllucacc of glass in the joints of thc bottom 
paving with respect to the path of the elsrdc current on the 
bchaviour of the rcfractorg m a t d  It is  'quire feasible 
that m d c  dcposip of iron and copper, ere, on the bottom 
can result in unamaollable eleccrigi fields which aillai- 
bute to the severity of the aaah 

Metal Silicores 

r 

'\ 

In addition to the propcnies such as dcnsiy and melting 

imporcaacc during the areack on the tank bottom. For 
example, lead silicates arc formed at abollt 750°C, copper 
silioacs and silicate compounds of bmss components at 
about losO"C, and ixon silicates I around 1170°C h r d -  
ing to - lulowI* bonom colp%im is'lagely dc- 
tamjnai by the formation tanpaanarc of these silicates, 
the spaSc gmiy of the maal and the melting tam- 
m . o f  thc metal. 
Fq 9 shows the undaudc ,of a paving tile desooyed by 

temperamrr, thc formation of d silicate5 canalso be of 

upward c l d i l l &  d 6g 10 thc upper side of the same 
paving tile wirh d dcpositp. Also visiile is the forma- 

DrPh of 

for the depth of rht d drilling. 

tion in pan ofinmsilicata drilled into the tile. 

The state of the metal - liquid or solid - is also decisive 

when, dcpmdins on the bottom mqcmt=, the Lsuid 

The list of metals in fig 7 was Men Fain t h e ' S l a l r l - E i * ~ ~ ~ d ~ ' ~  
L 

$00215 Germany. 
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metal has solidified, its readiness to mck should be 
greatly rcsmatd. This is supported by metal deposits 
which were found at about half the block rbickncss in 
fireclay bottoms, which were un-insuhed but paved. 
However, the problem again arises that measurements of 

the rate of ana& by metal in the bottom are rather difficult. 
It is not feasible to determine how long the metal has 
accumulated on the bottom, and how far it has penetrated 
in a certain unit of rime. t’ndcr certain circumstances, 
m d  melts which axe found in the bottom could have 
occurred dirrcrly after the tank has heated up, or they 
could be only a few days old. 

%gley, Handon and Schmidt: investigated the actack 
by various ypa of metal on fusion cast AZS material. 
The test sample had a contax of 340; ZrOt and auabie 
tests were &ai out at 150°C for a paid of 72 h. 
AZS material was selected for the tens as, according to 
previous erperienct, rbit mattria has a rclariveiy high 
corrosion resbncc ro glass and MtaL It must be pointed 
our h a c  that OUT subsequent hvatigaions for the b e -  
lopmart of qruliries with improved corrosioJl risistance 
were based on this maurial 

c 

I 

11 Drilling effect ofseveral metals on fusion cas: AZS-ZrOa-A/,Os 
-Si02 material. Results obtained by Beqley, Hernuon and Sc.imrdt. 

~ ~~~ 

TEST CONDITIONS: 15W’C - 72 hours - Cfuclblc Test 
PORTION: Metal 0 .  tn emJ. Glass P G m  

(Soda Lime Giassl 

(AI  Linear Oaunward Orilling - mm 
(8) Area Loss 

(A )  (6) 
ALUMINIUM 0-00 mm 0.00 
BRASS 1.39mm 1 8 : u  

1.29mm 16-02 COPPER 
INCONEL 0.19 mm 1.82 

1.b3mm 10.56 IRON 
0.95mm 14.26 
0.S3mm 4-88 
0-93mm 10.86 
0-84mm 3-46 
0.00 mm 0.00 

CORROSION MEASUREMENT: 

LEA0 . 
NICKEL 
STAINLESS STEEL No. 304 
STAINLESS STEEL No. 330 
ZINC 

For bgh rrsisrancC to & w n d  drilling by metals, high 
d o n  rrsistancC to glass a d  glats-ljkc melts, Didia 
recoxnmeads high-hd, dlm-bondtd codum-chmme 

m t l t s a n d t o m c c a l ~  
Choiuofsizc depends on the thickness, q 3 2  mm = P 4 

tiles, available for 200 mm t h i ~ c s s e s  up to WA-size 
dimensions (IO00 by 500 by 100 mm). 

glpss owcacrmatedals sachas supaiAR90. This materia 
has an accptiorlal  on rcsistancc to glass glass-like 
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First Campaign of a Lead Crystal Glass -Electric 
Furnace in Poland 

TECO/Elemelt, Ltd. 
England 

I. SASIAK 
Julia Glass 
Poland 

R E. DAWS 
Toledo Engineering Co., Inc. 
3400 Engin#rinn Parkway 
Toledo, OH 43606 

Th. hifa -produced high t&jt~dead aystdgh# ouua d e  range doper- 
adtng condfttons. Long iiunace life was obtained by the unique a n a p t  dmatching 
block d d  uk with sidewall rdhetoty Ith. Tb. long campaisa Ilh more than 
pays back the &t&d c a t  of the tfn ordd. block dccboda. I t  fr admated that 
tbesuondaunpaign dtastatleastl  yr, wfth 10-12yrkingpwrfbl.,Adative- 
&dmpkpdkd&gprocc lr twaspruwndkt fw,~hadust -&ee&t&thsrg .  
et operatton. 

m-d- -- la..rudsr roa - p v a  9, No. 3 4  I= 
c o p r s i * b r l D l 9 u b l T ? n ~ ~ ~ . l a t  

4 

Introdaction 
Since the discovery that lead oxide added to glass resulted in more light refrac- 

tion or brilliance, lead crystal glaSSware has becn highly regarded and sought ( by modern d a y .  In earlier times this glass demand was supplied mostly from 
day tanks and pot furnaces. However, demand increased and people became 
more sophisticated about quality and consistency. Thy a h  learned that lead 
compounds arc not as good for the environment as thy are ibr g h  charac- 
teristics. 

Consequady, many regulations and rcstridiolu have been p M  on lead 
crystal fuel-fued furnaces with rapect to air pollution, which makes an ail- 
electric, cold top furnace the best choice. Fortunately, electric furnaces pro- 
duce excellent glass quality which means there an multiple benefits associat- 
ed with electric melting. Of course, then are d d d e  f w r s  d a t e d  with 
electric melting of lead glass. For example, the normal molybdenum efcc~ode 
material cannot be used in lead glasses as there it a reaction between lead ox- 
ide and moly which rapidly COKO~CS the electrodes. ’This leads to m y  prob- 
lems, such as Mo streah, rapid electrode wear, and exudation of molten 
metallic lead through the furnace.bonorn. 

It has become accepted practice to use tin oxide rod electrodes in lead 
glass applications, but this usually results in other problems, such as relative- 
ly short (18 to 24 mo) furnace life. The short life is associated with tin oxide 
rod electrodes and the ensuing relatively hqh current density w k c h  often causes 

25 3 
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early failure of an electrode. Nomally, these electrodes cannot be changed 
without draining and shutting down-thus the short campaign life. 

TECO/Elemelt, Ltd. has taken a different design philosophy with res 
to lead 3lass furnaces. This involves tin oxide block electrodes, as show 
Fig. 1, instead of the more frequently used rod electrodes. The origins of this f‘ 
particular design concept are based on the sin& phase molybdenum plate elec- 
trode furnaces, as shown in Fig. 2, developed by Elemelt, Ltd. which have 
been successfully used for many years. This concept incorporates proven de- 
sign features, including the following: 

-Facility for establishing a designed temperature profile from the batch 
crust to the high temperature melting and refining zone by suitable lo- 
cation and sizing of electrodes. 

-Low watt and current densities at the elecuode/glass interface to pre- 
vent overheating and thus reduce local thermal convcdon cdls, seed and 
bubble formation. The lower interface temperatures also rcducc electrode 
wear and, therefore, achieve longer electrode and furnace life. 

Tin oxide block electrodes have ken used for many ycan in certain types 
of optical glass furnace premelten. These premeiters are usually mixed ener- 
gy melters, and the slaws melted include a wide range of compositions. Ab 
though tin oxide materials have been available in the United Sui& for many 
yr, they were not widely used commercially until the 1970s. This is about the 
t h e  that tin oxide, known as “Stannex,” became available. The manufac- 
turers developed vari0.u systems which could k used for incorporating bl 
electrodes into furnace designs. 

believed the material could be used as electrodes and s i d d  refractories simul- 
taneously under the right conditions. Included in the electrical studies were 

to-glass interface resistances, and ocher relevant properties. The corrosion rate 
of the blocks is prirriarily a function of glass interface temperature, which is 
also a function of current density. Therefore, the surface.area parameter of 
the electrode block is critic+ to bving the elmrode wear rate the same as ( 
the sidewall wear rate. 

This design philosophy was tested in 1978, when we w a g  commissioned 
to design a lead crystal furnace by the Polish Glass Industry. The furnace was 
located in southwestern Poland, in the Sklarska Poreba Plant of Huta Skla 
Krystalowcgo “Julia.” 

The design goals for this project were overall good economics, good glass 
quality, long furnace life (minimum 4 yr), flexible furnace operation compat- 
ible with hand working parctices, possible nonamtinuotu operation, and en- 
vironmental acceptability. 

Farnice Design 
The furnace was designed to pull up to 12.0 tonne/d of 24% PbO @aSS. 

The furnace is illustrated in Fig. 3. Melting and f e  rate considerations were 
used to determine the furnace size and configurations. 
.Uelrcr * 

ri. 

sh From studies of electrical and physical properties of this tin oxide, it w 

the electric powet-induced t m m m  mdka~ t b u g h  the block, el- 

The rneltet was 3.340 rn (1 1 ft) wide by 1.160 m (5.8 f t )  long, a melting 
area Of 5.88 rn’ (63 ft9. which results in 3 melt r ~ ~ p f a ~ a y t  .-.. Wm’d (4.3 
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ft:/ton). The melt race was deliberately kept low in order to achieve the d 8iQ7 r 
furnace life. The electrical requirements for this particular glass were deter- 
mined based on experience with molybdenum plate furnaces. The criteria used 
for this were maximum current and watt densities, permisJible maximum oper- c ating voltages, and thermal gradient requirements. Having determined the to- 
tal melter area, the glass depth needed for good melting and refining in terms 
of thermal gradients, together with the electrical parameters, the furnace con- 
figuration, including electrode placement and area, could be clearly defined. 

The electrode configuration consisted of a number of stacks of tin oxide 
blocks forming the complete electrode assemblies, as shown in Fig. 3. Among 
the patented features was interleaving with silver foil to provide good electri- 
cal contact between individual blocks, which allows uniform current trans- 
mission to the glass. Power to the stacks was supplied by clamped connectors 
from the cables leading from the secondary of the transforrner/regulator set. 
The electrodes and surrounding refractories must be installed to strict dimen- 
sional tolerances. However, each stack is surrounded on the outside cold face 
by a water-cooled frame as a safety device, in the event there is any glass leak- 
age between the elecuodes and the adjacent refractories (ER1711RT (AZS)]. 

The meitcr was designed for cold top operation with a relatively simple 
superstructure. Materials were used which could tolerate frequent thermal 
shock for rapid heat-up or cooldown and hot holds as required for cyclic or 
interrupted operation. 

3 
3 

moat 
The throat was a submerged type co~lsvucted with AZS refractory. The 

rod electrodes installed in the throat were intended for use only during start- 
up and periods of low pull or soak. An electrically heated bottom drain was 
installed in the lowest part of the throat channd. This was designed for inter- 
mittent use to periodically remove any contaminated glass or metallic lead 
should it occur. There were no occurrences of contaminated bottom glass nor 
was any metallic lead found during the campaign. In the b c g h h g  of the fur- 
nace operation, the drain was used once per week, then once per rno, and now 
about once every three rno as a precautionary measure. 

R k  
The riser, constructed with AZS refractory, again used stacked tin oxide 

elcctrodu. Temperature was low enough at this Location to allow the use of 
Pha typC ddCd COMCCtOn. 

WO?kh# End 
In order to hold costs down, the working end was designed in an open 

arrangement with six gathering holes. This did not allow much individual con- 
trol for each work opening but was sufficient for this application. 

Above-ghss energy was provided by molydisilicide elements. Above-glass 
temperature zoning was required to maintain glass quality and consistent opcr- 
ation, even in this relatively small working end, Le., 2.500 m (8.2 ft) long by 
1.700 rn (5.6 ft) wide. 

Under-glass energy was introduced through a number of stacks of plug- 
connected electrodes on each side. The essential criterion for the design and 
arrangement was current density. In order to maintain seed-free glass, the cur- 
rent density had to be kept below critical values. It is significant to note that 

I .- : 
L .. . I , . , . .  ;-. i\ 3"-%20 
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every time the critical current density was exceeded by the operators,.fot what- 
ever reason, seedy glass was :he result. 

The working end was separated from the riser by a submerged weir bl 
This was used to eliminate return flow from the working end to the melt 
particularly to prevent the return of dirty @ass as commonly occurs in hand f' 
gathering operations. Also, there was a surface overflow drain heated with 
a gas burner, intended for a number of functions: 

-Assured positive atmospheric pressure above glass, thus preventing in- 
gress of cold air at the gathering holes 

-Continuous removal of contaminated or lower quality surface glass 
-Simple method of glass level control by ensuring a small continuous glass 
flow over the weir block, which was an integral part of the design of 
the surface drain 

a minimumglass flow at all times, even when there . -Means of lIummmg 
is little or no production, such as on weekends. 

Originally, no stirring mechanism was installed in the working end. How- 
ever, cord quality was less than desired. A refractory Stirra was added and 
cord and ream were reduced to achieve high quality product levels. 

o$ 

. . .  

h c h  -g 
A reciprocating travelling boom charger with conveyor belt was wed and 

lb has worked quite well for over eight yr with datively little maintenance. 
charger t shown in Fig. S. 

Although powdered nd lead (Minimum) was specified as the Pbo SOUL, 
it was believed that pelletized batch would not be nacssary. The additional 
cost was thought to k unwarranted, but subsequent events proved otherwise. 
Dusting at the charger was unacceptably mae, even when using the water 
spray system, which is part of this chars= deign. 

If a similar situation arose today and non-pelletized batch had to be used, 
a totally enclosed tubular vibrating charger would be specified. This, it is be- 
lieved, would improve the situation, but one cannot k sure that additional [ 
dust collection or suppression equipment would not be required. 

As b normal in the handmade crystal industry, substantial amounts of 

ads of furnace operation. The Julia furnace has operated with -70% cullet 
and operates normally with about SO%. The funrace can also operate with 
100% batch, allowing great flexibility. 

adkt a& d u h g  mufw a d  p a  aLEd d m  m p d u d ~  w- 

PeiMzing 
Shortly after start-up it bccame obvious that the d- at the furnace 

charging end was unacceptable. Fortunatciy, the Glass Institute in W o w  
had been doing extensive work on the batch pelletizing and could provide a 

in their laboratory with this particular batch using a minidisc pelletizer. 
batch was found to be easy to pelletize using only water for the binding medi- 
um. When the water-wet ~ellecs were allowed to air dry, they formed a hard 
outer s k i n  whkh maintained their integity during handling and charging. !$%en 

disc pelletizer on short notice. TECO/Elancit had conducted pelretiring 

8 0 ~ 2 2 ~  
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heated to ~0O0-300"c (4OOo-S73 O n ,  they became rock hard, but it was found 
unnecessary to use this additional heating process in this case. 

Pelletizing on site was accomplished by using water binder and manually 
charging the disc pelletizer, as shown in Fig. 6. Dusting at this stage was con- 
trolled by liberal spraying of water. Pellet sizes were quite variable, depend- 
ing on the operators, the variable amounts of water used, and the discontinuous 
nature of the operation. However, these size variations did not adversely af- 
fect melting behavior or glass quality. The pellets were acceptable, but im- 
provements to automate the process could be made relatively inexpensively. 

The immediate effect of introducing pelletized batch was to increase the 
melt rate and capacity of the furnace about 23% (up to 15.0 tonndd). The 

. capability to reduce pull drastically while maintaining a crust and good glass 
quality remained. Adjustments made to the batch formula also helped the low 
pull conditions. Until the batch formulation and other steps auld be im- 
plemented, the melting area of the furnace was reduced by floating silica blocks 
around the edge of the meiter, as shown in Fq. 7. U a  sueti pure d c a  blocks 
did not cause any glass problems and the blocks k t e d  for several weeks in 
this lead glass. 

c 

d 
i l '  

Obsenatioas 

Operation 
During the fm campaign, the average daily pull was 7.5 tomeld. The 

pull ranged from 4.0 to 15 tomeld. The targa g h  camposition was as 
follows: 

SiOI 58.6% d 

pbo '"2bI4% ' 
KaO 13.1% 
NaaO 3.8% 

Antimony oxide (Sb,O,) and arsenic oxide (AsrO,) were used as f&g agents. 
There were periods of five d per weckof opention, withlittlcor no glass 

flow over the weekends. During such times, the charger wuo'wn, the 
charger o m  was closed, the crust was allowed to mdt, and the crown tan- 
pcrruure was altowed to rise. With a normal batch ~ u s t ,  the crown temper- 
ature was in the 12O0-1S00C (25O0-300aF) range; during soak p a i d  it rose 
to about 1100°-1200~ (2000°-2200aF). over the 75-mo period, this inter- 
mittent cydingdidckusc cracks in thecrown but notsoscvadyas to impede 
operation or aacssitate repain. The preferred method used during weekend 
holds was to mainth a crus: and reduce pull to about 4.0 t o d d  through 
the surface drain. 

The melter operation was manually controlled to a resistance tange vcr- 
sw pull. The resistance values were determined by calibration at various pulls. 
Typical operating values for the rnelter are as follows: 

c 

Voltage 290 v-300 v 
Current 1,550 A-1,600 X 
Power 450 k W 4 O  kW 

QQO2%2 ,-, -/ 1 
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Typical specific energy consumption figures were ics follows: 
Energyltonne @ 4.5 t/d: 1.8s kWh/kg (1,678 kWh/t) 
Energyltonne @ 7.5 t/d: 1.5 k W k g  (1,361 kWh/t) 
Energyltonne Q l l . 0  t/d: 1.0 k W k g  ( 907 kWh/t) c At low pulls of less than 7 tonndd, about I 1  kw is used in the throat power 

s ys tern. 
To regulate the temperature of the glass entering the working end, the 

riser power was used. At 7 tonneid the typical power was 70-75 kW. In the 
working end about 60 kW was required below glass with 1OO-lto kW above 
glass during normal operation. 

The total power requirement for the unit (melter, throat, riser, and work- 
ing end) was around 690-745 kW, and the metered power consumption, in- 
cluding all services (cooling water, air cooling, and batch charging), was 
840-850 kW. , 

A Satch crust thickness between 60 mm (2% in.) and 100 mm (4 in.) was 
maintained in the 4-15 tonndd pull range. Ihe quantity of water sprayed at 
the batch charger played a significant part in establishing and maintaining the 
crust. The additional water used to maintain the crust did not require more 
energy. The additional energy used was apparently offset by lower heat losses 
through the wet crust. 

Fmace Condition At End of Gampign 
The Julia f q  yas r h u r d i q  rebuild in August, lBS, aft 

mo (6.U yr) of cohtin~oui-operinon~ e reason for stopping the camp 
was that the integrity'of the electrid insulation became marginal after six 
yr of exposure to high humidity. The insulation available at the time of the 
furnace construction in 1978 =*not impregnated to protect against its 
hygroscopic properties whereas modern versions of the awerial are im- 
pregnated. 

After cooling the furnace for repair, it was realized the campaign could 
have continued for a considerably longer time, even yr. In the rnefter, the aver- 
age wear of the AZS sidewall blocks was about 5 5 4 % ;  of the original 300 4 
mm (12 in.), about 130 mm (S in.) remained. The block ekcmdes had worn 
about 30 mm (1 in.) more than the sidewall block. 'Ih original dcctrode blocks 
were 340 mm (13.4 in.) thick and about 140 mm (5.5 in.) remained. Tbc mdter 
sidewall aad electrode condition after drain is shown in Fig. 8. The furnace 
bottom looked practically new. A b ,  the throat and riser refractories showed 
little wear and the throat and riser electrodes looked new. 

Refractory wear in the working end was minimla WIU theekctrodewear, 
except in one elatrode block where a slice about a mm (314 in.) thick had 
delaminated. This is believed to have happened during a power failure early 

. . L  

in the campaign. 

a s s  m * 

"r) Glass quality was adjustable, depending on market and product r q  
menu at any one time. For example, by altering the furnace opera 
parameters, seed levels could be affected. Glass quality, in end product terms, 
was judged to be 5&d throughout the furnace campaign. Occasional seed or 
blister problems arose when the working end under-glass gower was increased 
to such a level that the permissible maximum electrode current density levels 

0002%3 
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were exceeded. Batch stones were not encountered, but some refractory and 
other extraneous stones occuned, the former assoCiated With the hand gathering 
operation, the latter apparently caused by possible contamination during batch 
and cullet handling. Since the installation of a stirrer in the working end, plus 
the continuous operation of the surface drain, cord and ream ceased to be 
problems. 

Condusioru 
The Julia design concept furnace produced high quality lead crystal glass 

over a wide range of operating conditions. Long furnace life was obtained 
by the concept of matching block electrode and sidewall refractory wear rates. 
The furnace could be operated in a continuous or discontinuous manner, de- 
pending on production requirements. The turndown range was large, Le., from 
15.0 to 4.0 tonnesld. 

The long campaign life more than pays back the relatively hi& initial 
investment cost of tin oxide block electrodes. The Julia plant estimates that 
the second campaign will last at least 8 yr or more. The furnace b presently 
in the third yr of its second campaign. A relatively simple pdlcritins process 
has proven effective, resulting in a dust-free batch c b q ~ e r  operation. Ihe con- 
cepu used in the Julia furnace design &n be used for other oxiditins glasses 
and/or glasses requiring a high degree of quality. 

. 
0 

Reference 2-7 OQb8224 
259 



. , i 
I 

. 

j4 

Fig. 2. Plate electrode furnace schematic. 
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Lead glass ek&k furnace. 

Above-Qhtt heating, wotking end. 
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Fig. 5. Batchcharger. 

Fq. 6. Worker charging peiletibng dk. 
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Fig. 7. Meher with silica floaters. 

Fig. 8. AZS sidewall with tin oxide electrodes after 72-month campaign. 

I 
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CORROSION OF REFRACTORY BRICKS 

RESULTING FROM METAL DROP BORING 

By Jtlrgen Lexow and Rolf BrUckner, Berl in  
(Communication from t h e  I n s t i t u t e  f o r  Nonmetallic Mater ia ls  - 

Inorganic  Mater ia l s  - Technical Univers i ty  Berl in)  
(Received on December 22, 1983) 

1. INTRODUCTION AiiD OBJECTIVE 

I n  t h e  container  glass indus t ry ,  t h e  r e f r ac to ry  materials of t h e  tank 
bottoms, p a r t i c u l a r l y  i n  t h e  melt ing .chamber are a t tacked  through t h e  . 
int roduct ion of  u s u a l l y  nonmagnetic, low-melting poin t  heavy metals with 
the  recycling g l a s s  as well as through metallic abrasion and scale f r o m  
g l a s s  treatment [l  through 41. This  a f f e c t s  t h e  q u a l i t y  of  t h e  products 

and shortens t h e  du ra t ion  of  t h e  tank campaign. 

Several corrosion paramters , such as d i f f u s i o n ,  convection, sur face  

frequent ly  been thoroughly examined i n  t h e  p a s t  and t o  t h i s  d a t e  are t h e  
subject  of concentrated research  [ 2  through 421. I t  is t h e  objec t ive  of 
t h e  present paper t o  e s t a b l i s h  q u a n t i t a t i v e  c o r r e l a t i o n s  among interface- 
convective v a r i a b l e s  ( i n t e r f a c i a l  t ens ions  and spreading pressures  of 
var ious ly  composed g l a s s  melts with metal melts a t  high temperatures) and 
corrosion rates f o r  t h e  so-ca l led  metal drop boring on fou r  highly re- 
f r ac to ry  br icks  f r equen t ly  used today and t o  d i scuss  t h e  assoc ia ted  
secondary phenomena. 

a 
- tension , dens i ty  , temperature  anb 'chemical  -cmpos. i t ion of  t h e  melts , have 

2 .  INTERFACIAL TENSION, SPREADING PRESSURE 
AND INTERFACIAL CONVECTION 

In te r f ac i a l  t ens ions  between f l u i d  phases occur l i k e  t h e  su r face  tension 
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versus a gas phase at t h e  i n t e r f a c e s  of not completelymiscibleliquids 

o r  melts .  
r e s u l t s ,  because of t h e  t h r e e  i n t e r f a c i a l  t ens ions ,  a spreading pressure  

In a three-phase t e rna ry  sys ten  without m i s c i b i l i t y  t h e r e  

- which may be p o s i t i v e ,  nega t ive  o r  a t  times even zero.  But i n  a two-phase 
te rnary  system two m i s c i b l e  l i q u i d s  o r  melts a l s o  develop gene ra l ly  d i f f e r e n t  
i n t e r f a c i a l  tensions towards t h e  t h i r d  immiscible phase,  so t h a t  t h e  

d i f f e rence  i n  i n t e r f a c i a l  t ens ions  r e s u l t s  i n  the  spreading pressure .  
Applied t o  t h e  system Metal Melt/Glass Melt + ( g l a s s  melt with d isso lved  
r e f r a c t o r y  mater ia l )  t h i s  means 

P denotes t h e  spreading p res su re ,  YMlHG, yM/ffG, yHGIffG t h e  i n t e r f a c i a l  
t ens ions  of metal/hollow-glass melt, metal-/glass melt enr iched with r e f r a c t o r y  
ma te r i a l ,  and hollow-glass/glass melt enriched with r e f r a c t o r y  material 

(hollow-glass melt 2 soda lime glass) [40]. 
of t h e  conta iner  g l a s s  melt wi th  t h e  g l a s s  melt enr iched o r  r e s p e c t i v e l y  

sa tu ra t ed  with r e f r ac to ry  material, yHc,ffG is  n e g l i g i b l y  small compared t o  
t h e  o t h e r  i n t e r f a c i a l  t e n s i o n s ,  s impl i fy ing  t h e  equat ion  (1) thus :  

SP 
. .  

Due t o  t h e  complete m i s c i b i l i t y  

- ._- - -  The-spreadLng p_ressurr_e_ which cpnst-m&ly_-sbangesd.time. and locale hprluse o f  -. 

t h e  material t r a n s f e r  of r e f r a c t o r y  components from f f G  t o  HG causes 
i n t e r f a c i a l  convection, s i n c e  t h e  g l a s s  melt with t h e  lower i n t e r f a c i a l  
t ens ion  t r i e s  t o  surround t h e  metal drople t .  
spreading p res su re  and sense  of  r o t a t i o n  o f  t h e  spreading eddies  of i n t e r -  

facial convection. The s e n s e  of r o t a t i o n  of t h e  eddies  i s  nega t ive  i f  t h e  
spreading pressure is nega t ive  and .v i ce  v e r s a  [26 t o  29 and 431. 

t h e  

This results i n  t h e  signs f o r  

2 . 1 .  Determining t h e  I n t e r f a c i a l  Tension between Metal-, and 
Glass Melts 

TO determine t h e  i n t e r f a c i a l  t ens ion  t h e  method of  t h e  f l o a t i n g  drop was 
used [ 2  and 441 where t h e  observa t ion  o f  t h e  wet t ing ang le s  i n  a state of 
equi l ibr ium w i t h  t h e  su r f ace  tens ions  of t h e  two melts is  u t i l i z e d  according . 
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e t o  t h e  vectorial equation (3) a t t r i b u t e d  t o  Young: 

0 2  Y12 - 0 1  
- - = -  

s i n  (a + i s i n  a s i n  B - 

Here (31 and 0 2  denote the  su r face  t e n s i o n s  of  melts 1 and 2 ,  ylz the i n t e r -  
fac ia ' l  t ens ions  between the  melts, a t h e  angle  between t h e  tangents  a t  t h e  

s u r f a c e  of melt 1 and t h e  i n t e r f a c e . a n d  B t h e  angle  between t h e  su r faces  

1 and 2 perpendicular  t o  t he  boundary l ine.  

Equation (4)  i s  a so lu t ion  of equat ion  ( 3 )  as per  ylz 

The s i g n  change before t h e  i n n e r  r o o t  is  a func t ion  o f  t h e  v a l u e  o f  angle  6. 
For 8 > 90' a sub t r ac t ion  takes p l a c e ,  fo r  B 
equa t ions  are i l l u s t r a t e d  i n  Fig. 1. 

< 90' an add i t ion .  The 

The experiments t o  determine i n t e r f a c i a l  t ens ions  were conducted i n  a 
S ic - tubu la r  furnace with l fAlsint*t  p r o t e c t i v e  tube,  which had been purged 
wi th  r e p u r i f i e d  argon-hydrogen i n e r t  gas  mixture. 
Rl2O?--cmcibl-e- t h e  sample m e t a l  and the-glass bead were p l a c e f i n t o  t h e  .-- 
furnace.  

drop by an a l loyed  tungsten wire. The wet t ing  angles were magnified by 

means of an appropr ia te  lens  system and photographed with a 1argeAimage 
camera. 
also used i n  p a r t .  
1395' C photographed i n  t h i s  manner. 

In  a s u i t a b l y  fashioned 

The g l a s s  bead was he ld  i n  p o s i t i o n  on t h e  cen te r  of t h e  metal 
. 

Natural  r ad ia t ion  was used i n  p a r t ,  and an e l e c t r o n i c  f l a s h  was 
Fig. 2 shows a g l a s s  melt bead on molten l ead  a t  

Temperature a t  t h e  bead was measured 

wi th  a PtRh/Pt- o r  EL 18-thermoelementJ respec t ive ly .  

The angle  o f  contac t  6 was detennined i n  t h e  fo.llowing manner from t h e  
l . 8 3  photos magnified about 20 times: 

t h e  t r i p l e  phase l i n e  (or  i n  t h e  p ro jec t ion :  of  t h e  t r i p l e  phase po in t )  

were approximated by parabolas and t h e  angle  between t h e  t angen t s  
c a l c u l a t e d  i n  t h e  in t e r sec t ion .  
determined a f t e r  t h e  image of t h e ' g l a s s  bead underside on t h e  metal drop 

The s u r f a c e  segments i n  t h e  v i c i n i t y  o f  

Analogous, t h e  angle  of c o n t a c t  a was 

e 
$00232 
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Bild I . ‘Pdallcloprsnrm der Oherflkhcn- uncl Grciizfliichrn~p:m- 
nunpkrafic am yhwinimcndcn frripfrir und Youngshc I3cric.- 
hung. I: ,Mci;lll.schrn~lrc. 2: Glaaxhtndrc: 3: Olcnainiinph:i!c. 0: 
0krflichcdsp;lniiung. y: GrcnrfljchcnspJnnun~. ti: nicht Jirck! 
bcubachtbarer Randwinkcl. fi: Jirckt hcahachrharcr KaculwicrL;cl. 

Fig. 1. Paral le logram of  surface-  
and interfacial  t ens ion  fo rces  
a t  f l o a t i n g  drop and Young-equation. 
1: metal melt, 2: g l a s s  melt, 3: 
furnace atmosphere, u: s u r f a c e  
tens ion  y: i n t e r f a c i a l  t ens ion ,  
a: angle  o f  con tac t  no t  d i r e c t l y  
observable,  B: d i r e c t l y  observable  
angle  of con tac t .  

e W - Helledrohl 

nil4 2. knctzung ciner Bkiuhmclx  dorch cincn 1rqrtc.n 
I lohlgla.s . .hrn~l~~ . der durch cinr-n \\~iilfr:indrahi III  I’aisii i i i i i  

grhal~rn wirJ: Vcrsuchsirnrprnirif 1305 -C-. 
, 

Fig. 2. Wetting of a lead melt by a 
drop o f  hollow-glass melt held i n  
p o s i t i o n  by a tungsten wire; tes t  
temperature  1395’ C. 

had been measured under t h e  microscope. 
melts were found i n  l i t e r a t u r e  r e fe rences  [45 through 481. 

t ens ions  of t h e  conta iner -g lass  melt and o f  t h e  melts sa tu ra t ed  with 
r e f r ac to ry  material [40] were measured wi th  t h e  bead pressure  method i n  

{sij (Table  i). 

The su r face  tens ions  o f  t h e  metal 
The s u r f a c e  

. .  . _ _ _  - . __ . ._ -_.-- - -- - -  --.---- -- - ---- - ---. -- 

2.‘2. Measuring Resu l t s  and Discussion 

The interfacial  t e n s i o n s  were determined between t h e  metal melts of  l e a d ,  
t i n ,  copper, s i lver ,  and gold - which i n  p a r t  are of t echn ica l  s i g n i f i c a n c e  
and i n  part  i n t e r e s t i n g  f r o m  t h e  aspect o f  sys temat ic  - on t h e  one hand and 
t h e  pu re  hollow g l a s s  melt and t h e  synthes ized  melts o f  boundary l a y e r  
compositions [40] on t h e  other hand. 

F i g .  3a t o  e show t h e  a- and B-values of t h e  wet t ing angle  measurements, t h e  

*values computed a f t e r  equation (3, and t h e  i n t e r f a c i a l  t ens ion  v a l u e s  
0 computed as per equat ion (4) f o r  t h e  hollow g l a s s  melt s a tu ra t ed  with v a r i o u s  

f i r ep roof  m a t e r i a l s  and f o r  t h e  pure  hollow g l a s s  melt. The abbrev ia t ions  

000233 Reference 3-4 
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a denote: HG pure ho1low.glass melt;  SKS, CKS, 333 and Z41 glass melts  of t he  

boundary layers  n t  fused-cast  corundum br ick ,  chromium oxide corundum b r i c k ,  
corundum-zircon oxide br icks  w i t h  33 or 41%, respec t ive ly ,  of Z r O z .  

standard dev ia t ions  of t h e  experimentally de te rn ined  angle values  and of  t h e  

computed i n t e r f a c i a l  t ens ion  values  have been entered.  
l a t t e r  a r e  for copper 5 ;  f o r  gold 4 ; ,  f o r  s i l v e r  5 ;  f o r  t i n  7 ,  and for lead 6%. 

For reasons o f  l e g i b i l i t y ,  t h e  s tandard devia t ion  was not entered for t h e  

values  ca l cu la t ed  f o r  contact  angle  a. 
and 2 < 6 O  f o r  lead.  
high vapor p re s su re  of t h e  lead melt (approx. 100 mbar a t  1400° C ) .  

The r e s u l t  was t h a t  during t h e  measuring procedure a s i g n i f i c a n t  melt 

f r a c t i o n  evaporated and t h e  bead of  t he  g l a s s  melt deformed between t h e  
wire holding it and t h e  metal drop. 
viewing windows of t h e  furnace.  
t h e  same pa t t e rn :  Angles 
and change t o  a g r e a t e r  degree than  angles  a. 
angle  a gene ra l ly  range wi th in  t h e  v a r i a t i o n s  o f  t h e  measured va lues ,  but 
are usua l ly  lower than  t h e  mean va lue  o f  t h e  r e s p e c t i v e  a-determinations.  

The 

I n  t h e  mean, the  

I t  v a r i e s  between 2 <lo f o r  copper 
The measurements with lead were made d i f f i c u l t  by t h e  

In add i t ion ,  t h e  p r e c i p i t a t e  dimmed t h e  
The values  i n  Fig.  3a t o  e l a r g e l y  follow 

and i n t e r f a c i a l  t ens ions  y have oppos i te  t rends  
The ca lcu la t ed  va lues  of 

TABLE 1. 
commercial pure (HG) f l i n t  conta iner  g l a s s  (hollow g l a s s )  melt and one 
sa tu ra t ed  with va r ious  r e f r a c t o r y  materials (SKS, CKS, 233, 241) [40 and 411 

Surface t e n s i o n s  a t  1450° C o f  metal melts [45 t o  481, of  a 

- --_- - _  -- 
-=1- -- -- - . .  - _- - - -  - _-__ - - - - - - -  - . -___ _-_ _ _ _ _  

Surface Tension i n  mN m 

. .  Metal Melt 

c u  
Au 
Ag 
Sn 
Pb 

1 267 
95 3 
842 

322 ’ 

381 

Glass Melt 

HG 
SKS 
CKS 
233 

32 1 
378 
370 
374 

141 383 a 
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1450" C of mel ts  s a tu ra t ed  w i t h  r e f r a c t o r  
TABLE 2 .  Spreading pressures  in mN m - l  

mater ia ls  versus  pure hollow g l a s s  m e l t  o 
metal melts as i n t e r f a c e s  and on a i r  a s  
su r faces  

1) Mean values:  The va lues  i n  parentheses and 
those aga ins t  a i r  were d i s r ega rded . in  t ak ing  
t h e  mean; however, they would not  modify t h e  
t rend of t h e  systematics .  Regarding t h e  mean 
standard dev ia t ions  of i n t e r f a c i a l  t ens ions  ~- 

Ay from which t h e  spreading pressures  were 
ca l cu la t ed ,  see Fig. 3a t o  e. 

QOO*' &a3 4.' 

.* 

Fig. 3a t o  e. Contact angles  a,  B and i n t e r -  
f a c i a l  t ens ions  Y. c a l c u l a t e d  as D e r  euuat ion I 

I I (4) f o r  f i v e  metai- and f i v e  glas; mel& a t  
i 14SOoC. The s tandard  dev ia t ions  of  t h e  B- 

I HC . SKS CN 233 241 determinat ions are taken i n t o  account f o r  
y-ca lcu la t ion ;  t h e  a-values  ca l cu la t ed  f r o  

Young-equation a r e  l i nked  t o  t h i s ,  and t h e  measured a -va lues  en te red  with t h e i r  s tandard  
' ?v ia t ions .  Def in i t ions  are as follows: HG = hollow g l a s s  melt, SKS = hollow g l a s s  melt 
-nr iched with fused-cast  corundum br ick ,  CKS = enriched wi th  chromium oxide corundum bra ,  
Z33/41 = enriched with zircon oxide  corundum br i cks  (33 and 41% 21-0~) . a) copper melt , 
bl  gold melt.; c) s i l v e r  melt, d) t i n  melt, e ) l ead  melt. 

Reference 3-6 



- 
- I -  

r' b U 7  

a The dcviat ion towards smaller  va lues  is  e s s e n t i a l l y  3 r e s u l t  of  the  fac t  t h a t  

i t  was not possible  t o  a lso determine from the cooled sample t h e  bending  of  t h e  
metal drop surface when c a l c u l a t i n g  t h e  values fo r  angle a ,  s i n c e  outs ide  of  
t h e  mctal surface covered by t h e  glass  bead t h e  sur face  was t o o  grooved by dcn- 
d r i t i c  c rys t a l  growth. An e s t ima te  from t h e  photos ind ica ted  tha t  t he  va lues  ' 

f o r  angle a a r e  smaller by 0 t o  about 7*. 
a t i o n  p a r t i c u l a r l y  w i t h  measurements f o r  s i l v e r ,  s ince  they were performed 

T h i s  has to be t a k e n  i n t o  .consider- 

' on r e l a t i v e l y  small metal d r o p l e t s  w i t h  g r e a t e r  su r f ace  bending. 

The i n t e r f a c i a l  tensions inc rease  i n  t h e  sequence o f  Pb <Sn  < Ag < Au c Cu 

( F i g .  3a t o  e ) .  
l i s t e d  i n  Table 2. 

produce any systematics w i t h  regard  t o  d i f f e r e n t  metals. 
a t t r i b u t e d  t o  t h e  r e l a t i v e l y  l a r g e  e r r o r  i n  determining t h e  i n t e r f a c i a l  
t ens ions  and t o  t h e  fact t h a t  t h e  r e l a t i v e l y  low spreading p res su res  a r e  
der ived  from t h e  d i f f e rences  o f  t h e  high values  o f  t h e  i n t e r f a c i a l  tensions.  
However, a p a r t i a l  reason is  also t h a t  t h e r e  is no significant meta l lo-spec i f ic  
effect upon the  spreading pressures .  
spreading pressure o f  a r e s p e c t i v e  glass m e l t  s a tu ra t ed  wi th  r e f r a c t o r y  
ma te r i a l  revea ls  throughout a l l  metal melts a systematic  t r e n d  according t o  
which t h e  spreading p res su res  are t o  be c l a s s i f i e d  as fol lows:  
SKS- CKS- 233>241 .  The n e g a t i v e  s i g n  of t h e  spreading p res su res  i s  i n  . 

agreement with sch l i e ren -op t i ca l  photos of metal drops i n  .- g l a s s  _- on . __----- r e f r a c t o r y  - 
material, where i n  all t h e  systems s tud ied  t h e r e  appeared eddy formations with 
a nega t ive  sense of r o t a t i o n ,  t h e r e f o r e  a l s o  with negat ive spreading pressure.  
Fig.  4 shows a typ ica l  s c h l i e r e n - o p t i c a l  photo o f  copper on SKS i n  hollow g l a s s  
melt a f t e r  a test  a t  1450' C. 

Table  2 illustrates t h a t  wi th in  t h e  measuring accuracy t h e r e  is no d i s c e r n i b l e  
s p e c i f i c  inf luence of t h e  metal type; i. e. 
have an i n e r t  e f f ec t  wi th in  t h e  range o f  t h e  measuring error2).  
mean, however, t h a t  d i f f e rences  s m a l l e r  than t h e  measuring e r r o r  could not 

The spreading p res su res  ca lcu la ted  a f t e r  equat ion (2) are 
In c o n t r a s t  t o  t h e  i n t e r f a c i a l  t ens ions ,  they  do not 

I n  p a r t  t h i s  can be 

However, t ak ing  t h e  mean o f  t h e  
. 

.- . -..-- - -- ---- -_ -- -- - .- -- - 

% 

a l l  o f  t h e  metals used here  
This  does not  

e x i s t ,  which could become obvious dur ing  long-term processes ,  as i s  the  case 

with metal drop penet ra t ion .  

2)  The presCnt r e s u l t s  were obta ined  on t h e  bas i s  of  repea ted  and very ca re fu l  
a n a l y s i s  and c r i t i c a l  eva lua t ion  and cancel t h e  prel iminary r e s u l t s  reported 
i n  two previous papers ( S O  and 511 .  
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Bild 4. Schlicrcnopti~kufnahme cines Kupfenropfcm auf SRS 
in Itohlglay nach eincm Vcnuch ki 1~SO'C.  Dcuilich ist. 

be.WndCrS am rcchicn Tropfcnrand. Jic AushilJunS w n  N'irlxtii 
mi1 n~gxivem Drehsinn xu crkcnnca. 

d i s c .  
Zylinderscheibe 

1 r .-A- 

F uerfcstprobc Toruspverichnirl . . 
Refractory sample t ransv. sect ion 

Bild 5. Printipskizzc zur Auwcriung ciiics KorrtaitinslcxAics inits 
Lpfcn. 

Fig.  4. Schl ie ren-opt ica l  photo of 
a copper drop on SKS i n  hollow g la s s  
a f te r  a t es t  a t  1450'C. The formation 
o f  eddies with negat ive sense of ro- 
t a t i o n  is  c l e a r l y  v i s i b l e ,  especi-  
a l l y  a t  t h e  r i g h t  edge of  t h e  drop. 

Fig. 5 .  Diagrammatic sketch t o  eva lua te  
a cor ros ion  ho le  w i t h  cone. 

3 .  PREFERRED VERTICALLY DOWNWARD ORIENTED CORROSION 
(METAL DROP BORING) 

Because o f  t h e  in t e r f ac i a l  convection about t h e  metal drops r e s t i n g  on t h e  
t a n k  bottom, t h e  r e f r ac to ry  material wi th in  t h e  area o f  t h e  metal drops is 
being p r e f e r e n t i a l l y  dissolved. 
p i t t i n g  t h e  f i v e  metals mentioned $n s e c t i o n  2.2. - l ead ,  t i n ,  copper, s i lver ,  
gold and a l s o  aluminum - were selected, wi ih  t h e  prec ious  metals having b a s i c  
s ign i f i cance  because of their  chemical ly  i n e r t  behavior  and t h e i r  s p e c i f i c  

For t h e  experimental  q u a n t i f i c a t i o n  o f  

----- - - ---- - --.- - -- - .  -- . - - -- . - - .  ..._.__ _ _  

physical  p r o p e r t i e s ,  and t h e  o t h e r s  having p r a c t i c a l  s ign i f i cance .  
r e p r e s e n t a t i v e  s e l e c t i o n  o f  highly r e f r a c t o r y  b r i cks  is t h e  saqe as i n  
s e c t i o n  2. 

The 

3.1. Tes t  Procedure and Evaluation 

The cor ros ion  s t u d i e s  f o r  t h e  r e f r a c t o r y  b r i c k s  with metals lead ,  t i n ,  copper,  
s i l v e r ,  and gold were performed i n  platinum tanks  f i l l e d  with 300 g o f  hollow 
g la s s  melt. 
so t h a t  cor ros ion  holes without and with c e n t e r  cones (271 as well as t h e i r  
t r a n s i t i o n a l  shapes appeared. 

Drop s i z e s  were 15; 100; 500 and 2000 m3 a t  t e s t i n g  tempera tures ,  

The t e s t s  were conducted a t  1450' C (with 

Reference 3-8 
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va r i a t ion3  of 210 K) and l a s t ed  from 6 t o  192 hours. 

t e s t  the  samples were cooled i n  a i r .  
sawed and polished so t h a t  the  polished s e c t i o n  showed exac t ly  t h e  c ross  
sec t ion  through the  drop and possibly t h e  cone. 
f i ed  photograph o f  t h e  polished sec t ion  which was photographed together  with 
a prec is ion  s c a l e ,  t h e  parameters Depth and Longitudinal Sect ion of  t h e  
corrosion hole  were determined. 
is t h e  d i s t ance  between t h e  reconstructed s u r f a c e  a t  t h e  start  of  t h e  test 
and the  lowest po in t  o f  t h e  d i s in t eg ra t ion  f r o n t  on completion of  t h e  test. 
The longi tudina l  s e c t i o n  (Kf  = Korrosionsfl2che = corrosion area) of  t h e  

bored hole was determined w i t h  a pole planimeter  tak ing  i n t o  considerat ion t h e  
magnification factor,  and t h e  corrosion volumes (Kv = Korrosionsvolumina) 
were ca lcu la ted ;  if a cone forms, t h i s  i s  taken i n t o  account. Bores without 
cones i n  a f irst  approximation represent  a c y l i n d e r  with t h e  volume 

A t  t he  end of the  
For t h e  evaluat ion the  samples were 

From t h e  t en- fo ld  magni- 

The corrosion depth ( K t  = Korros ions t ie fe  ) 

Using values  K t  and 

The bored ho le  with 
sec t ion .  o r  a .  figrye 

K f  equat ion ( 5 )  becomes 

2 

Kv = (=)e 2 K t  n K t .  

cone is  again a t  f i r . s t  approximation a t o r o i d a l  c ros s  
-cowosed .of . a x y l i n d e r d i s c  -anda-tnxuidai cross-sec t ioa- -  --- 

(Fig. 5 ) .  The volume (Vt) ca lcu la ted  from t h e  torus c ross  sec t ion  is 

where dh is the d i s t a n c e  between t h e  cen te r s  of t h e  circle segments and 
K f '  = Kf - 2 r h. 
t o  t h e  SIPP of V t p l u s t h e  volume of the  c y l i n d e r  d i s c  ca l cu la t ed  according 
t o  equation (5). To be en tered  f o r  h is t h e  d i s t a n c e  from the  t i p  o f  t h e  

cone t o  the  recons t ruc ted  su r face  and f o r  r h a l f  o f  t h e  mean width of  t h e  
corrosion hole  above t h e  cone. 

For t h e  compound f i g u r e  the corrosion volume is  equal 

Reference 3-9 
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F i g .  6. Si l i con  drop (diam: 3 nun) . F i g .  7. Forms of  cor ros ion  holes  caused 
i n  a SKS-hollow cyl inder  with con- 
t a iner  glass melt ,  which fomed  
i n  a redox reac t ion  a t  145OoC 'from 
an aluminum drop. 

by metal melts i n  f o u r  drop sizes. 

a 
For t h e  second procedure t h e  g l a s s  is  tapped o f f  t h e  b r i c k  sample, t h e  glass 
res idue  dissolved i n  hydrof luor ic  ac id ,  while t h e  metals - i n s o f a r  as they 
do not s epa ra t e  - are dissolved i n  mineral ac ids .  

with a micrometer d i a l  gauge. The advantage of t h i s  procedure l i e s  i n  t h e  
e f f i c i e n t  determination of t h e  anisometric ( f requent ly  no t  q u i t e  r o t a t i o n a l l y  

terminat ion of Kf and Kv. The second method could on ly  b e  appl ied  for SKS, 
s ince  t h e  ZAC-bricks d i s i n t e g r a t e d  i n  t h e  hydrof luor ic  a c i d  and i n  t h e  case 
o f  CKS t h e  g l a s s  r e s idues  with t h e  boundary l a y e r  composition d i d  not d i s so lve  
o r  e l s e ,  upon extended r eac t ion  time of t h e  hydro f luo r i c  a c i d , t h e  g l a s s  
res iduewas also loosened from t h e  cracks and t h e  sample d i s i n t e g r a t e d  i n t o  

many small fragments. 

The cavi t iesweresounded 

. 
- . -~yr?mefj.ic) -cor ros ion .prof i le r ,  -Qnie_di*aduantage is-the-less- a c c u r a t e d e -  -. --- -- . 

. 3 .2 .  Within t h e  g l a s s  melt t h e  metal drops - depending on t h e i r  volumes, 
i n t e r f a c i a l  t ens ions  and d e n s i t i e s  - assume var ious  shapes and i n  t h i s  manner 
affect t h e  geometry of t h e  corrosion hole  i n  t h e  f i r e  b r i ck .  

a s i n g u l a r  pos i t i on ,  . s ince it does not make any n o t i c e a b l e  con t r ibu t ion  t o  t h e  
v e r t i c a l l y  downwa+ o r i en ted  corrosion,  as has been observed i n  t e s t s  with SKS 
i n  accordance with [ 3  and 43. 

Aluminum holds 

e r v a t i o n  was made i n  t h e  86M3 In add i t io  

Reference 3-10 
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m a  present paper t h a t  i n  3 redox reac t ion  aluminum oxidized completely and a 

b a l l  of elemental s i l i c o n  formed (Fig .  6 ) .  Due t o  i t s  low dens i ty  

“Si, 14SOoC -P 

= 2.5 g t h e  s i l i c o n  b a l l  f l o a t s  i n  t h e  d i f f u s i o n  layer 
enriched w i t h  r e f r ac to ry  materra1 (Qff.-glass, lssooc = 2.5 g cm - 3  ) -  

Therefore,  drop boring by aluminum could be factored out  i n  t h e  s tudies .  
S i l i c o n  a l so  does not seem t o  present  a corrosion hazard. 
produced holes i n  t h e  f i r e b r i c k  shaped as i l l u s t r a t e d  i n  Fig.  7 .  

The o t h e r  metals 

The smallest  (1s mm3 a t  1450°C) l i g h t  d rop le t s  ( t i n ,  copper) form globules 
and produce cy l ind r i ca l  holes  i n  t h e  f i r e b r i c k  w i t h  a hemispherical  d i s -  
so lu t ion  f ront .  
f l a t t e n e d  out on t h e i r  underside,  so t h a t  t he  c y l i n d r i c a l  corrosion hole 

The smallest drops of t h e  heavier  metals ( s i l v e r ,  lead) a re  

e x h i b i t s  a f l a t t ened  bottom area. 
with homogenous f ine ly  c r y s t a l l i n e  r e f r ac to ry  mater ia l ,  are concave on t h e i r  
undersides and ind ica t e  t h e  i n c i p i e n t  formation of  cones i n  t h e  corrosion area. 

The smallest  gold d r o p l e t s , .  af ter  t e s t s  

3 I n  t h e  case of t h e  l a r g e r  (100 mm at 14SOoC) drops t h e  curva ture  i s  more 
pronounced and t h e  i n c i p i e n t  formation of cones is more f r equen t ly  de tec tab le  
i n  t h e  corrosion holes  whichcontinue t o  be c y l i n d r i c a l  i n  shape. In  the  case 

of drops 500 mm 

which may have twophysical forms. 
fused-cast  corundum br i ck  and with chromium oxide corundum br i ck  hole-/cone 

Hole type 

3 i n  s ize  t h e r e  always appear cones within t h e  corrosion p i t s  
A l l  of t h e  metals, except  gold,  form with 

-- shape - . type - . - --. 3a, gold _ _  --- and a t  times - ----- also lead - - - -  type 3b _ - .  (see Fig. 7).-.--- - - - _.-. 

3b i s  predominant with corundum zirconium oxide br ick ,  
velopment t h e  two types 3a and 3b represent  two s tages .  
3a t h e  r e f r ac to ry  material below t h e  drop w a s  no t  sh ie lded  aga ins t  t he  dis-  
so lv ing  a t t ack  of t h e  g l a s s  m e l t  t o  the  same exten t  as f o r  type 3b. With 

prolonged t e s t i n g  time the h o l e  shape changes f r o m  type 3b t o  type 3a and 
becomes more shnilar t o  type 2. 

With regard t o  de- 
I n . t h e  case of type 

P.87 

The r e a l l y  la rge  drops (2000 an3 at 1450° C) f requent ly  d e v i a t e  from t h e  
r o t a t i o n a l  symmetry and produce e l l i p t i c a l  ho les  with cones. 
s e c t i o n s  correspond t o  form types  4a and 4b i n  Fig.  7. 

here t h a t  t h e  g rea t e s t  ho le  depths  vary within a hole  and are lower f o r  
s e c t i o n s  along t h e  long ell ipse axis than perpendicular  t o  it. 
is predominant w i t h  fused-cast  corundum br ick  and chromium oxide 

The hole  cross  
I t  should be added 

Form type 4a 
dpp br ick ,  tRYb&40 

G 
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form 4b w i t h  corundum zirconium oxide br ick .  The appearance of forms 4a 
0 

and 4b depends on t h e  shielding proper ty  of  t he  metal mel ts ,  3 s  i s  t h e  ca se  
w i t h  forms :a and 3b. 

As became apparent  even w i t h  t he  smallest d rop le t s ,  gold w i t h  its high 
d e n s i t y  e f f e c t s  t he  bes t  sh i e ld ing ,  while  metals w i t h  markedly lower d e n s i t y  - 
copper and t i n  - are l e s s  adequate for t h i s .  

Bricks which contain l i t t l e  o r  no g l a s s  phase - fused-cast  corundum b r i c k ,  
chromium oxide corundum brick - have a tendency toward s t ronger  cor ros ion  o f  
t h e  cones than t h e  corundum zirconium oxide  br icks  r i c h  i n  glass phase, where 
t h e  cone sur face  i s  not corroded even a f t e r  96-hour tests. 

I n  t h e  case of  a l l  b r i c k  types ind iv idua l  tests revealed,  e s p e c i a l l y  with 

gold and lead,  t h e  development of  s p e c i f i c  cone shapes: 
a c e n t r a l  cone had formed p lus  a cone r i n g  which was broken a t  two opposing 
poin ts .  
develops when t h e  metal drop spreads above t h e  cone and a new t e r n a r y  boundary 
forms where t h e  i n t e r f a c i a l  convection starts as well. The eddy and spreading  

Instead o f  one cone 

This  shape corresponds t o ' t ype  5 i n  Fig. 7. This  shape of h o l e  

processes  a t  t h e  inner  s i d e  of t h e  annu la r  metal m e l t  and a t  its o u t e r  side 
dur ing  t h e  f u r t h e r  course of  cor ros ion  have t h e  e f f e c t  t h a t  t h i s  annular 
secondary cone is p a r t i a l l y  remov.ed. 
corundum and chromium oxide corundum b r i c k  t h e r e  appeared with gold,  copper 
and -t*- at-he e d g e  of - t h e -  e o ~ s i ~ ~ l ~ - t l p w a r 8 - o r i e R t s ~ o ~ r e e v e s - - - -  

which i n d i c a t e  gas bubbles, i. e. a promotion of drop boring through bubble 
boring.  

In  seve ra l  tests with fused-cast  

- -.- - 

The time sequence of corrosion t a k e s  p l a c e  i n  a similar manner. f o r  a l l  metals 
on r e f r a c t o r y  material in a hollow g l a s s  melt. 

t h e  v e r t i c a l  corrosion rate is h igh  s i n c e ,  on t h e  one hand, t h e  p r o t e c t i v e  
d i f f u s i o n  l a y e r  enriched with refractory components has  not y e t  formed and, 
on t h e  o t h e r  hand, corrosion products  can st i l l  be f r e e l y  c a r r i e d  of f .  

The large di f fe rences  of i n t e r f a c i a l  t ens ions  i n  t h e  region o f  metal drop 
boring cause a high spreading p res su re  wi th  t h e  r e s u l t  t h a t  t h e  f r e s h  g l a s s  
melt i s  abundantly t ranspor ted  along t h e  metal drop t o  t h e  f i r e b r i c k .  
After a few hours t h e  corrosion r a t e  diminishes ,  s i n c e  t h e  d i f f u s i o n  l a y e r  
has developed and t h e  v i s c o s i t y  of t h e  g l a s s  i n  t h e  boundary l a y e r  

A t  t h e  onset  of drop  bo r ing  

has  

I .  Reference 3-12 
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increased by t h e  f a c t o r  10 ( 4 1 1 .  

The smallest  d r o p l e t s  w i t h  the g rea t e s t  surface/volume r a t i o  have the 
s t ronges t  i n t e r f a c i a l  in te rac t ion  and r a p i d l y  bore in to  t h e  re f rac tory  
mater ia l ;  , t hey  s i n k  i n t o  the  boundary l a y e r  which i s  g rea t ly  enriched 
with r e f r a c t o r y  components, and t h e i r  d r i l l i n g  a c t i o n  weakens because o f  
increas ingly  reduced d i f fe rences  i n  interfacial tens ions  about the  drops 
(Fig. 8a and b) , s i n c e  tbe corrosion products - because of  their higher 
dens i ty  than t h a t  of t he  pure glass melt - are being t ransported out of  
t h e  bore with increas ing  d i f f i c u l t y . a s  t h e  hole  ga ins  i n  depth. 

The l a r g e  drops pene t r a t e  more slowly s i n c e  a f r a c t i o n  of  t h e i r  surface,  
which is lower r e l a t i v e  t o  t h e i r  volume, is  e f f e c t i v e  as ac t ive  ternary 
boundary; furthermore they p a r t i a l l y  s h i e l d  t h e  r e f r ac to ry  mater ia l  on 

which they  rest aga ins t  t h e  pure glass melt. 
t h e  longer  t h e  t e r n a r y  boundary i s .ma in ta ined  causing t h e  l a rge r  drops 
t o  f u r t h e r  p e n e t r a t e  i n t o  t h e  r e f r a c t o r y  material before  they too  s ink  
i n t o  t h e  boundary l a y e r  enriched with r e f r a c t o r y  material and t h e  como- 
s i o n  f i n a l l y  comes 
f a y a l i t e  melts [42].  

However, t he  l a rge r  the  drops 

t o  a h a l t ,  as was especially evident i n  tests with 

The r ep resen ta t ion  o f  t h e  volume o f  t h e  corroded r e f r a c t o r y  material 
(Fig.  8c and d) permits  a clearer observa t ion  of t h e  corrosion development 
than  i s  p o s s i b l e  with t h e  representa t ion  of t h e  depth of t h e  corrosion hole. 
The non l inea r  corrosion curve of t h e  l a r g e  l ead  drops (2000 ann ) on chromium 

oxide corundum b r i c k  is in t e rp re t ed  t o  mean t h a t  during t h e  f irst  hours of 

- ------. - ---._ __-_._--- --- -- _--_ - -.__ -- --- ----.-- 

3 

corros ion  t h e  r a t h e r  porous f i r e b r i c k  is being i n f i l t r a t e d  by t h e  g l a s s  melt. 
The r e s u l t  is, as descr ibed  i n  [33],  an a c c e l e r a t e d  s t a r t i n g  e f f e c t  i n  t h i s  
i n s t ance  as well. 
has formed under t h e  drop which is  s t i l l  enveloped by t h e  metal, but causing 
t h e  s u r f a c e  o f  t h e  metal melt t o  enlarge.  The i n t e r f a c i a l  convection t akes  

e f f e c t  on a l a r g e r  c i r c u l a r  area and t h e r e f o r e  t h e  corrosion r a t e  begins t o  
rise again a f t e r  about 35 hours. 
causing another t e r n a r y  boundary t o  become a c t i v e  on t h e  inner  s ide  o f  t h e  

After a phase of slowing cons t an t  corrosion rate a cone 

Then t h e  l ead  m e l t  separa tes  o m r  t h e  cone 

e thus  c rea t ed  r i n g ,  whose ( t h e  te rnary  boundary's) spreadingeddies  con t r ibu te  
t o  volume co r ros ion  i n  p a r t i c u l a r ,  but not  much t o  depth corrosion. After 

QO(-y&% 
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Fig.8a t o  d. 
t h e  presence of var ious  metal melts by a hollow g l a s s  m e l t  a t  1450" C: a )  cor ros ion  
h o l e  depth with a fused-cast  corundum br ick  i n  the  presence of a copper melt; i n  t h i s  
Fig. a comparison is made between t h e ' r e s u l t s  of depth determinat ion with a d i a l  gauge - 
i d e n t i f i e d  by open symbols - and t h e  r e s u l t s  from t h e  photographic method - i d e n t i f i e d  
by s o l i d  symbols -; b) cor ros ion  hole  depth with a chromium oxide corundum b r i c k  i n  t h e  
presence of a lead melt; c) cor ros ion  volume with zirconium oxide corundum b r i c k s  (233 = 
open symbols, 241 - s o l i d  symbols) i n  t h e  presence of a t i n  melt; d)  corrosion volume 
wi th  chromium oxide corundum b r i c k  i n  the  presence of a l e a d  m e l t .  

Examples for v e r t i c a l l y  downward o r i en ted  cor ros ion  on f i r e b r i c k s  i n  

I I -  Fig. '9. V e r t i c a l l y  downward or ien ted  I 1 -  corrosion (corrosion volume) of 233- and - z 33 2 b1 

241-bricks through hollow g l a s s  m e l t  a t  '- c Q A g  * A u  

- A C U  1450O C i n  t h e  presence o f  500 m3-sized 
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a -  about 100 h the  sh ie ld ing  by t h e  g l a s s  melt enriched w i t h  r e f r ac to ry  mater ia l  
increases  t o  such a degree that corros ion  is slowed down once more. 

Drops w i t h  a volume of  500 -mm3.at 1450' C exhib i t  a p a r t i c u l a r l y  s teady corrosion 
behavior. ' T h e i r  corrosion r a t e s  change negl ig ib ly  over t he  durat ion o f  t h e  t e s t s .  
The drop shape remains near ly  r o t a t i o n a l  symmetric i n  most t e s t s ,  so t h a t  t h e  
measured values range wi th in  a narrow spread. 
corrosion i s  therefore  being d iscussed  with examples f o r  t h i s  drop size. 

The v e r t i c a l l y  downward or ien ted  

F i g .  9 shows t h e  corrosion r a t e s  o f  Z33- and Z41-bricks through t h e  hollow g l a s s  
melt i n  the  presence of t h e  va r ious  metal drops. With these  br icks  corrosion 

developed with comparably small i n t e r f e r i n g  secondary effects. The corrosion 
rates vary only s l i g h t l y  with t h e  d i f f e r e n t  metal melts; i. e. t h e  metal melts 
i n  a f i r s t  approximation perform i n e r t l y  within t h e  l i m i t s  of measuring accuracy 
and tak ing  i n t o  account t h e  secondary e f f e c t s  mentioned i n  s e c t i o n  4.1. The 
corrosion values of 233 are i n  a h igher  range o v e r a l l  than  those  of t h e  141- 

br i ck  which is r i c h e r  i n  21-0~; t h e  va lues  for  SKS are equal ly  h igher  than those 
f o r  CKS. 
with t h e  corrosion r e s u l t s  f o r  t h e  o t h e r  drop sizes nor  with t h e  corrosion hole  

P.89 

The higher cor ros ion  v a l u e  o f  241 with lead is  n e i t h e r  i n  agreement a 
depths .  I t  is a r e s u l t  of t h e  f r equen t ly  observed anisometr ic  formation of 
l ead  drops which led  t o  t h e  fact ' t h a t  t h e  longi tudina l  s ec t ion  through t h e  
sample f o r  t h e  corrosion evaluation was p a r a l l e l  t o  t h e  longi tudina l  dimension 
of t h e  drop. 

241 are- -c lear ly  i n  a lower range. 
ho les  were detected f o r  t h e  fonner .  

By c o n t r a s t ,  t h e  cor ros ion  values  of t h e  o t h e r  lead  drops on 
- -  - - --.--- - -__- - -- - . . - . - - . - --- ___ __ . .--_ ___ 

No such extremely asymmetrical corrosion 

When comparing a l l  of t h e  f i ' r eb r i cks  one f i n d s  t h a t  cor ros ion  r a t e s  d i f f e r  
s u b s t a n t i a l l y  for  drop p e n e t r a t i o n  (Fig.  10a through d).  Corrosion r e s i s t a n c e  
increases  i n  sequence SKS<CKS<233<241. The s t a r t i n g  processes  of corrosion 
are again c l e a r l y  recognizable.  

4. SECONDARY EFFECTS 
4.1. Formation of Cones and Bubbles 

Corrosion i s  affected by va r ious  secondary e f f e c t s .  
s ize,  it depends on t h e  d e n s i t y  and i n t e r f a c i a l  t ens ion  of t h e  metal melt 
whether a cone w i l l  form under t h e  metal drop and when, i n  t h e  case of  l a r g e r  

In  add i t ion  t o  t h e  drop 

000244 
a 
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Fig .  10a t o  d. 

metal melts; a] copper, b) gold and s i l v e r ,  c) t i n ,  d) lead. 

Vert ical  downward corrosion (corrosion volume o f  f o u r  f i r e b r i c k s  
through hollow g la s s  melt a t  1450° C i n  t h e  presence of  500 m 3 drops of  d i f f e r e n t  

drops.  .t-h-e cone w i l l  penetrate- the_ d ~ 2 2 0  th-as-a-ring i s  created. JLgh den- --_-- 
s i t y  combined w i t h  a low i n t e r f a c i a l  t ens ion  causes t h e  drop to -con t inue  t o  . 
spread,  so t h a t  t h e  cone p ie rces  t h e  drop a t  an earlier s t age  than  i n  t h e  case 
o f  metal drops with low dens i ty  and high i n t e r f a c i a l  tension.  
of  r i n g s  w a s  observed i n  prolonged tests with decreasing f r equency- fo r  2000 m3 
drops o f  Au >Pb >Ag >Cu; with gold r i n g s  already occurred in .  p a r t  with 500 m3 

drops.  With t i n  there  was no ins tance  of r i n g  formation t o  be de t ec t ed .  

- - --- 

Thus t h e  fo.mation 

While cor ros ion  i s  very s t rong  with CKS and i n  p a r t  a l s o  with SKS a t  t h e  beginn- 
ing  of t h e  t es t ,  it starts ..at.. lower r a t e s  with ZAC-bricks, s i n c e  t h e s e  fire- 
b r i cks  exude p a r t  of the i r  melting phase a t  t h e  s tar t  of t h e  t e s t  [41 ] ,  which 
p r o t e c t s  them well against  t h e  first corrosion a t t ack .  
s t a r t i n g  process  [33) does corrosion increase .  
10b and c. 

Only af ter  t h i s  re ta rded  

Two devia t ions  are seen i n  F i g .  

Corrosion of CKS i n  t h e  presence of t i n  i s  about as much as t h a t  of SKS. 

Reference 3-16 
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This means t h a t  t h e  corrosions r a t e  of CKS, which normally corresponds t o  
about the  r a t e  of ZAC-bricks, is very h igh .  

s t a r t s  w i t h  a g r e a t l y  increased beginning corrosion and subsequently remains 
considerable f o r  SKS. A t  t h e  end of t h e  t e s t s  both t he  t i n  drops on CKS and 
t h e  gold drops on SKS were covered wi th  l i t t l e  bubbles t h a t  were the  s i z e  of 

p in  heads f o r  t i n  and 1 t o  2 mm f o r  gold. They are given t h e  r e s p o n s i b i l i t y  

f o r  increased 'cor ros ion  s ince  they en large  t h e  i n t e r f a c i a l  ly a c t i v e  area and 
remove melt containing r e f r a c t o r i e s  i n  a d d i t i o n  t o  i n t e r f a c i a l  convection 
when they sepa ra t e  from t h e  metal drop sur face .  

The corrosion of  gold drops 

Origin and composition o f  t h e  

gases a r e  not known. 
f rac tory  ma te r i a l ;  however, galvanicpotentialsmightalso be t h e  cause f o r  t h e  

formation of bubbles (52 t o  551. 

t h a t  even small p o t e n t i a l  difikrences can cause gas bubbles. 

They might  o r i g i n a t e  from t h e  pore volume o f  t h e  re- 

E l e c t r o l y s i s  experiments revealed [Sb t o  601 

4.2.  Galvani P o t e n t i a l s  (EMF) and Corrosion i n  
t h e  Outer Electric Fie ld  

According t o  t h e  Nernst-equation with R = gas cons tan t ,  T = absolu te  
temperature, F = Faraday constant  

t h e  EMF (E) between two e l ec t rodes  of  a ga lvan ic  cell depends on t h e  
-.. ---xygen ion -  act-ties -(ao*-). and t h e - o x y g q a e a l  prwsuresfp&-a%- .- - 

When detennining t h e  EMF 

- - .- - 

t h e  e l ec t rodes  (1) and (2). 
p r i n c i p a l l y  e n t e r s  a t  t h e  e lec t rodes  [60 and 613. 

In  add i t ion ,  t h e  unknown d i f fus ion  p o t e n t i a l  

one has t o  make sure t h a t  

a) t h e  cell  r eac t ion  is reve r s ib l e ,  
b) t hennoe lec t r i c  p o t e n t i a l s  are disconnected, 

c) 
d) 

t h e  state of equilibrium is p resen t ,  
except f o r  redox processes ,  t h e r e  do n o t  occur  any valency 
modif icat ions , 

e ) '  t h e  electrolyte is  only ion conducting, and 

f) secondary reactions'  can be el iminated.  0. O Q Q X G  

Reference 3-17 
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ref r. sample w . 
feucrfcrtorobe mlt 
emgekttteler cemented 
PtRh -Elcktrode electrode 

Al,O, - Fullmasse filler 

Fig. lla and b. 
metal melt/refractory material/metal melt/tungsten electrode; the thin wall of 
firebrick serves as diaphragm, b)series (Pt/Rh)-electrode/refractory material/ 
ho1,low glass melt/(Pt/Rh)-electrode; the same arrangement was also used t o  
conduct corrosion tests in an electric field. 

Sample array to determine EMF; a)series tungsten electrode/ 

The first requirement can be v e r i f i e d  with repeated measurements a t  a 
temperature which is s e l e c t e d  among h igherandlower  temperatures.  
second requirement is met with t h e  lowest poss ib le  temperature gradient  i n  
t h e  furnace.  
i n  tests which are t o  correspond t o  conditions i n  t h e  case of  corrosion of  
f i r ep roof  mater ia l ,  s i n c e  t h e  melt corrodes t h e  c r u c i b l e  material. 
conventional hollow glass melt is used f o r  measuring t h e  EMF, an undesirable  

expected. 
conduction within t h e  glass melt, which might a f f e c t  t h e  EMF-measurement. 
By t h e  same token, t h e  measurement at  elevated temperatures may be impaired 
by t h e  electrical conduct iv i ty  of t h e  c ruc ib le  material and chance values of 
EMF. Part of t h e  tests had t o  be conducted under reducing condi t ions where 
t h e  system underwent a change. The r e s u l t s  of EMF-measurements are the re fo re  

expected t o  y i e ld  only minor accuracy under t h e  s t a t e d  condi t ions ,  so t h a t  

merely tendencies and i n d i r e c t  deductions as t o  t h e  cor ros ion  processes a r e  

t o  be an t icpa ted  from these .  

The 

D i f f i c u l t i e s  are encountered i n  awaiting a s ta te  of  equilibrium 

Since a -__-- - - -  - 
-I-. --- - - -- ----. ----- ~ ---.----- - 
valence change, e. g. i n  As3+/&’+-, Ce 3+ /C 4+ -, SOf-/SOi--ratios, has t o  be 

With e leva ted  temperatures, t h e r e  occurs i n  p a r t  an e l ec t ron  

. 

‘ The measured EMF i n  t h e  system g la s s  melt-metal me l t - f i r eb r i ck  is composed 
of severa l  individual  valu’es. In t h e  case&$$e ?e lec ted  c r u c i b l e  arrangement .. A 4  

Reference 3-18 
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f o r  t he  determination of the  EMF between metal- and g l a s s  mel ts  (Fig. l l a ) ,  the  
s e r i e s  
metal melt/tungsten e l ec t rode  is formed. 
' s i n g l e  

of tungsten electrode/metal  melt/glass me l t / f i r eb r i ck  (diagphragrn)/ 
Expressed a s  an add i t ion  of t h e  

p o t e n t i a l s  t h e  equation f o r  t o t a l  &NF is  

Constant k' takes i n t o  account t h e  s i n g l e  po ten t i a l s  f o r  melt/atmosphere, 
g l a s s  melt/ tungsten e l ec t rode  and o t h e r  s ing le  p o t e n t i a l s ,  as for example 
d i f fus ion  p o t e n t i a l s ,  which are not being var ied when performing t h e  t e s t s .  
The EWiMs- 
t h e  equation 

-values cancel  each other, so t h a t  fo r  EMF t h e r e  remains and %s/w 

%S/GS + EGS/ff + Eff/MS 
E = k ' +  

In order  t o  minimize t h e  changes i n  t h e  chemical process of t h e  glass melt, p a r t  
o f  t h e  EMF-determinations were performed i n  double hollow c y l i n d e r s  o f  re- 
f r a c t o r y  material with t h e  l a r g e r  hollow cyl inder  having an in tFr ior  diameter of  
35 mm with a capac i ty  of about 50 g g l a s s  melt. 
( i n s i d e  diameter 7 mm), which he ld  t h e  metal melt, had a w a l l  t h i ckness  of only 

7 mm, so that  t h e  wall could act as a membrane. Part of  t h e  tests was executed 
i n  double hollow cy l inde r s  wi th  a smaller volume f o r  t h e  g l a s s  melt, s i n c e  i n  
t h r s - i n s t a n c e  hollow -glass melt satwaxed w m f r a r t ' o r i e s  V a s U s ~ e -  

The smaller hollow cy l inde r  

The semiquant i ta t ive  interpretation of t h e  tests shows t h a t  t h e  EMF of t h e  
pure hollow glass melt wi th  metal melts within a few hours from 500. to  1000 mV 
a t  t h e  start  of t h e  tes t  dec l ines  r ap id ly  a t  first and then  g radua l ly  and 
f i n a l l y  reaches 
lower range for g l a s s  melts s a t u r a t e d  with r e f r ac to ry  material. The high 

vol tages  a t  t h e  start  of t h e  t e s t  are in t e rp re t ed  t o  be t h e  effect of  t h e  

pronounced temperature drop. 
g l a s s  me l t / f i r eb r i ck  were taken under t h e  aspect of l ea rn ing  t h e  quan t i ty  of 
the system-inherent EMF-values f o r  corrosion t e s t s  i n  t h e  o u t e r  e l e c t r i c a l  f i e l d .  

, 
\ 

a value of between 150 and 80 mV. The v o l t a g e  va lues  are i n  a 

The EMF-measurements performed i n  system hollow 

* ) W  = tungsten; MS = Metallschmelte = metal melt; GS = Glasschmelre = glass melt ; 
f f  = f eue r fe s t  = f i reproof  

, ., , 5. 
8 8 0 2 48 

; , . I 3 '  . . r! . .u  , 
Reference 3-19 
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The EMF-values between pure hollow g l a s s  melt and fused-cast corundum br ick  a 
o r  fused-cast  zirconiwndcorundum br i ck ,  respec t ive ly ,  w i t h  41% Z r O z  were 

determined i n  a Pt/Rh-crucible (diameter 40, height 120 mm) which was charged 
3 / 4  f u l l  with refined hollow g la s s  melt. 

r e f r a c t o r y  mater ia l  (diameter 10, height  40 mm) was cemented t o  a Pt/Rh- 
The cy l indr ica l  t e s t  specimen' of  

e l e c t r o d e  and about 2/3 of  it submerged i n  the  g lass  melt (F ig .  l l b ) .  

Measuring tempe'rature was 1500" C. 

with Pt/Rh-wires,of equal a l l o y  and recorded on a recorder.  
f i r e b r i c k s  t h e  vol tage  is  p o s i t i v e  ve r sus  t h e  g l a s s  melt and d e c l i n e s  a f t e r  

tempqrature  equilibrium has been establ ished.(+oxide-)  

The vol tage  was conducted from t h e  furnace 

With both  

The EMF o f  t h e  fused-cast  corundum br i ck  dec l ines  about exponent ia l ly  s t a r t i n g  
from 650 mV t o  a value of 435 mV af ter  about 2 h. 
a second n e a r l y  exponential  vo l t age  drop t o  the  f i n a l  value of 90 2 S mV (Fig. 12).  

From here on t h e r e  fol lows 

The EMF of ZAC-41 b r ick  amounts t o  580 rnV a t  t he  s t a r t  of  t he  tes t .  
d e c l i n e s  n e a r l y  exponent ia l ly  t o  a vaiue of 310 mV, drops again after 3.5 h 
and assumes t h e  f i n a l  value of 40 t 2 mV (Fig. 12) .  

I t  a l s o  

c .- 

Fig. 12. EMF of hollow g l a s s  melt/ 
f i re  b r i  ck f o r  fused- cast corundum 
br ick  and zirconium ox ide  corundum 
br i ck  (418 td2) at 1500~ C. 

cnurh  OW^ in h 
#est Yxme 

Bild 12. EMK y01l Hah~glssdunckcffcdemcin fik schnk -  
p g o s . . ~ n  KomnJst& I& Zirknnox&Koru&tcin (41 '3 

M2) ki I.-%. 

The first l i m i t i n g  va lues  (ex t rapola ted  t o  t-l * 0, i. e. t + =, corresponding 

t o  390 mV for  t h e  fused-cast corundum br i ck  and 310 mV, r e spec t ive ly ,  f o r  t h e  
ZAC-41 b r i c k )  can be assigned t o  t h e  present  t e s t i n g  array.  
second v o l t a g e  drop af ter  approximately 2 and 3 h i s  judged t o  be t h e  i n f i l -  
t r a t i o n  of t h e  r e f r ac to ry  material and t h e  formation of an ion b r i d g e  between 
the hollow g l a s s  melt and t h e  Pt/Rh-electrode i n  t h e  f i r ep roof  material. The 

The cause  f o r  t h e  

880249 
Reference 3-20 
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a reason for t he  smaller f i na l  value of  ZXC-41 brick might  be  that t h e  i n -  

f i l t r a t e d  melt has a composition more s i m i l a r  t o  t h e  hollow g lass  melt than 
t h e  i n f i l t r a t i o n  melt of t h e  pure corundum br ick  ( a l so  compare [ 4 ] ) .  

I n  d e t e r m i n i n g  t h e  corrosion of r e f r a c t o r y  mater ia l  i n  a hollow glass melt i n  

t h e  o u t e r  e l e c t r i c  f i e l d  one has  t o  take i n t o  account t h a t  t h e  r e f r ac to ry  
appears a s  cathode and contains a h ighe r  f r a c t i o n  of a l k a l i s  compared t o  its 
environment. Therefore Sn02 corrodes less s t rong ly  i n  a bora te  melt if  it 

is poled anodic [ 6 2 ] .  

corundum- and zirconium oxide b r i c k s  (41% MI2) t o  determine whether t h e s e  
r e s u l t s  can be t ransfer red  t o  o t h e r  f i r e p r o o f  ma te r i a l s  as well. 

. 
Studies  should t h e r e f o r e  be made on fused-cast  

P.92 Zyl ind r i ca l  re f rac tory  specimen as e l e c t r o d e s  were subjected t o  flux groove 
corrosion w i t h  vol tages  between -500 and + S O 0  mV. 
apply h ighe r  vol tages  s ince  a d i s t o r t i o n  of t h e  test r e s u l t s  by bubble 
boring is t o  be expected because of gas  generat ion through e l e c t r o l y s i s .  
A Pt/Rh-electrode was cemented i n t o  the  c y l i n d r i c a l  specimen without making 
contac t  wi th  t h e  glass melt. The tests l a s t e d  for 12 (corundum brick)  and 
24 h (ZAC-brick) at  lSOOo C. 

g l a s s  melts were renewed, so t h a t  cor ros ion  would not  be affected by s h i f t s  
i n  concent ra t ion .  
pol ished and photographed. 
f l ux  groove depth (Fig. 15a and c) and t h e  area of t h e  flux groove c ross  

s e c t i o n  -tFig.--T3b'anad d). 

I t  was not expedient. t o  

After about f o u r  t o  s i x  tests the  300 g o f  

Following t h e  cor ros ion ,  t h e  specimen were sawed a p a r t ,  
The s e c t i o n a l  photos were used t o  determine t h e  

- ._ -__-I_- -_--- -_ - - _ -  --- -- 
I t  was no t  expedient  i n  t h i s  ins tance  t o  determine 

t h e  corroded volume, since it would merely have produced a d i f f e r e n t  s ca l ing  
of  t h e  s u r f a c e  values  i n  view of t h e  cons tan t  r ad ius  of  t h e  samples. 

The o u t e r  electric f i e l d  does not  s i g n i f i c a n t l y  reduce corrosion rates with 
anodic and ca thodic  poling; r a t h e r ,  t h e r e  seems t o  e x i s t  only a c e r t a i n  
tendency t h a t  corrosion rates are increased  with ca thodic  pol ing of t h e  
r e f r a c t o r i e s ,  which is  c h a r a c t e r i s t i c  f o r  t h e  s ign i f i cance  of  a lka l i  ions 
i n  cor ros ion .  
on t h e  o t h e r  hand. 

A reverse  pol ing does not  r evea l  any corrosion-reducing e f f e c t ,  

. .  a: 
Reference 3-21 
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Fig. 13a t o  d.  F l u x  ,move corrosion i n  t h e  outer electric f i e l d  a t  lSOOo C 
on fused-cast  corundrna br ick  (Fig. 13a and b wi th  12 h treatment each) and 
zirconium oxide  corundann br ick  (41% 2 1 0 ~ )  (Fig. 13c and d with 24 h treat- 
ment each); no reduct ion o f  corzosion can be de t ec t ed  i n  t h e  electric f i e l d ;  
there i s  a tendency toward increased corrosion with cathodic  pol ing of t h e  
r e f r ac to ry  SKS. 

S. SUMMARIZING DISCUSSION 

The t e s t s  t o  determine metal drop corrosion rates revea l  t h e  sequence of 
corrosion r e s i s t a n c e  f o r  f i r eb r i cks :  SKS<CKS<t33<241. 
no s i g n i f i c a n t  d i f fe rences  were measured i n  t h e  cor ros ion  rate o f  one type 
of br ick versus  var ious  metal melts. 

On t h e  o t h e r  hand, 

80025% 
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Lr 6 0 7  
57/J P.92  contd. 

e -  The  s tud ie s  on i n t e r f a c i a l  tensions between t h e  metals and g l a s s  melts 

demonstrate t ha t  t h e  spreading pressures  between 
re f rac tory  material  and t h e  pure hollow g la s s  melt va ry  only w i t h i n  t h e  

e r r o r  margins w i t h  regard t o  t h e  var ious t e s t e d  meta ls ,  which is i n  agree- 
ment w i t h  t h e  fact t h a t  t h e  corrosion rates f o r  each r e spec t ive  type of 
f i r e b r i c k  i n  combination w i t h  t h e  f i v e  metal melts are a l s o  very c lose ;  
i. e. there does not e x i s t  any dependency beyond t h e  e r r o r  margin of  t h e  
metal types upon t h e  spreading pressures  and t h e  metal drop corrosion. 

I n  o t h e r  words: 
gas bubble; they merely provide t h e  phase i n t e r f a c e  necessary f o r  i n t e r -  
facial  convection, which s a t i s f i e s  t h e  condi t ion of a f l u i d  two-phase 
t e rna ry  boundary f o r  t h e  occurrence o f  i n t e r f a c i a l  convection [27 and 281. 

The differences observed i n  t h e  spreading pressures  are the re fo re  t o  be 
regarded only a s  t h e  d i f fe rences  o f  t h e  surface-  and i n t e r f a c e  tens ions  
between t h e  pure hollow g l a s s  melt and t h a t  s a tu ra t ed  with var ious  re- 
f r a c t o r i e s ,  
s i n g l e  individual  surface- and i n t e r f a c i a l  tensions which can d i f f e r  grea t ly .  

The corrosion r e s i s t a n c e  of f i r e b r i c k s  only  p a r t i a l l y  depends upon t h e  
magnitude of t h e  spreading p res su re  and thus  t h e  vehemence of i n t e r f a c i a l  
convection. With equal spreading pressure o r  equal a c t i v i t y  of i n t e r -  
facial convection (Table 2 e. g. fo r  SKS and CKS),corrosion resistance 

a melt enriched w i t h  

P.93 

The metal melts behave s i m i l a r l y  i n e r t l y  as a non-reactive 

and furthermore p r a c t i c a l l y  independent of t h e  magnitude of 

- 
- ________-also depends --qon o t h e r ~ - ~ r a m e t ~ ~ s ~ _ s u c h  -as-upn t h e  e f f e c t i v e  diffusion- 

c o e f f i c i e n t ,  t h e  saturation concent ra t ion  and t h i ckness  of the Nernst 
d i f f u s i o n  l a y e r  [34]. 

of t h e  high resistance of t h e  Cr2O3-Al2O3-so1id s o l u t i o n  toward, t h e  hollow 
g l a s s  melt compared t o  SICS. 

with regard t o  t h e  h igh  r e s i s t a n c e  or low s o l u b i l i t y ,  r e spec t ive ly ,  of 
baddeleyi te  and its d i s t r i b u t i o n .  

These parameters are more favorab le  fo r  CKS because 

The same holds t r u e  accordingly for  ZAC-brick 

The corrosion rate depends g r e a t l y  on t h e  s i z e  of  t h e  drop volume and 
upon whether t h e  corrosion ho le  depth is being s tud ied  or  t h e  corrosion 
volyne. While very small d r o p l e t s  (IS mm ) i n i t i a l l y  have a very high 3 '  

corrosion rate f o r  t h e  bore hole  depth which later d e c l i n e s  s t rong ly  and 
f i n a l l y  r e tu rns  t o  zero ,  l a r g e  drops (2000 m3) i n i t i a l l y  show a lower rate 
which subsequcntly d e c l i n e s  only s l i g h t l y ,  meaning i t  is  s u b s t a n t i a l l y  g rea t e r  

I i ,  O O O Z ~ Z  
Reference 3-23 
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than t h a t  of t h e  smaller drops during t h e  l a t e r  deveIopment o f  corrosion. 
On t he  o t h e r  hand, when observing t h e  corrosion volumes there does not occur  
any overlapping and t h e  sequence f o r  a l l  t es t  times corresponds t o  t h e  
metal drop volumes. 

Superposed upon t h e  determined cons i s t enc ie s  
secondary effects, such as s t r u c t u r e s  d i f f e r i n g  from charge t o  charge, 
inhomogeneities within t h e  r e f r a c t o r i e s  as w e l l  as corrosion-promoting 
e f f e c t  o f  occasional  gas bubbles which o r i g i n a t e  from t h e  po ros i ty  o f  
the r e f r a c t o r i e s  and possibly are generated as a r e s u l t  of l oca l  o r  loca l -  

element type electrochemical processes. 
between t h e  r e f r a c t o r i e s  and t h e  g l a s s  melt is compensated by an electric 
f i e l d ,  no reduct ion of t h e  corrosion r a t e  i s  effected within t h e  limits 
of measuring accuracy. This is an i n d i c a t i o n  o f  t h e  s i g n i f i c a n c e  held 
by t h e  high r e a c t i v i t y  between a l k a l i -  and aluminum oxide. 

pol ing of t h e  electric f i e l d  t h e r e  is  a tendency toward increased cor- 
rosion rate for SKS-material. 

a re  seve ra l  s t a t i s t i c a l  

I f  t h e  p o t e n t i a l  d i f f e rence  

With reversed 

[Translated from t h e  German o r i g i n a l  
by I. Payne - 274-7127] 

0Q)dBzSs Reference 3-24 
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6 .  BIBLIOGRApHY (TRiZNSLATION O F ~ G E F G h V  AND F R E K H  TITLES): e 
[ 1 ] Class melt in te r fe rences  t h r o u g h  ferrous inc lus ions  of foreign bodies 

i n  r e f r ac to r i e s  - 

P.94 11.31 

E 201 

-. . 

1211 

E221 

~ 2 3 1  

1241 

Some c h a r a c t e r i s t i c s  of p r i m a r i l y  v e r t i c a l  corrosion ( " p i t t i n g " ) .  

1s it  poss ib le  t o  avoid corrosion of metals i n  t a n k  bottoms? 
Corrosion of r e f r a c t o r i e s  through glass melts. 
Dissolution of qua r t z  g l a s s  i n  a Na20-Si02-melt. 
Dissolution of s i l i ca  g l a s s  i n  a Na20-Ca0-Si02-melt. 
Dissolution of s i l ica  g la s s  i n  a Na20-CaO-Si02-melt with 
forced convect ion.  
Physical and chemical reac t ions  which r e s u l t  i n  t h e  formation, i n  
glass tanks,  of f l u x  i n t e r s t i c e s  o r  p i t t i n g .  
In t e rp re t a t ion  o f  add i t iona l  corrosion a t  t h e  flux l i n e  of g l a s s  
melts and through p i t t i n g  by bubbles as c a r r i e r  process  through 
permanent wet t ing.  
Images on t h e  generat ion of  a f lux  i n t e r s t i c e  i n  g l a s s  melting tanks. 
Part 1. Corundum furnace  br ick.  
Advanced bottom cor ros ion  i n  tank furnaces through metals. 
Effect of ZrOz on t h e  v i s c o s i t y  of  g l a s s  melts containing A1203 
and t h e i r  s i g n i f i c a n c e  for  t h e  corrosion of  s i n t e r e d  conmdum 
and s in t e red  zirconium oxide. 
Electron microanaly t ica l  s t u d i e s  on the  d i s s o l u t i o n  p rope r t i e s  of  
fused-cast g l a s s  t ank  br ick.  
Electron microanaly t ica l  s tud ie s  on t h e  d i s s o l u t i o n  p rope r t i e s  of 
fused-cast  g l a s s  t ank  brick.  Part I: Diffusion tests after a 

Observations on the g l a s s  attack of  a fused-cast zirconium corundum 
brick.  
On t h e  glassphase i n  fused-cast  aluminum oxide-zirconium oxide 
br icks .  
On t h e  cause for glass i s s u e  and bubble formation on fused-cast  
b r i ck  at high temperatures.  
Fused-cast br ick  for  g l a s s  furnace cons t ruc t ion  - p r o p e r t i e s  and 
appl ica t ion .  
Bonded chromium corundum br ick  i n  t h e  g l a s s  indus t ry .  
Elementary processes  i n  t h e  corrosion of refractories by g las s  melts. 
Basic mechanisms of i n t e r f a c i a l  convection r e s u l t i n g  i n  erosion 
on model substances and r e f r a c t o r i e s .  
Mechanisms and sys temat ics  of elementary processes  of  i n t e r f a c i a l  
convection. 

simp-lified model system,-Part- 11: Test -results. -.- - 
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In t e r f ac i a l  convection and substance t ranspor t .  
C r i t i c a l  phenomena when u s i n g  r e f r a c t o r y  mater ia l s  f o r  t he  g l a s s  melt. 

The par tnership of g l a s s  i ndus t ry  - re f rac tory  industry.  S t a t e  of 
t h e  a r t  and development t rends .  
Bottom pro tec t ion  i n  g l a s s  m e l t i n g  t a n k s  by bonded ZIRMUL. 

Determination of t h e  cor ros ion  ra te  o f  f i t e b t i c k  by glass melts 
under condi t ions o f  f r e e  laminar dens i ty-  and i n t e r f a c i a l  convection. 
In t e rac t ions  among g l a s s  melt and r e f r a c t o r i e s .  
Reactions between SiOz and a sodium s i l i c a t e  melt. P a r t  1. 
Dissolution of  Si02 in ,  t h e  melt. 

On t h e  quest ion of  t h e  fused phase i n  Corhart-Zac b r i cks .  
F l u i d  phase i n  fused-cast  b r i cks .  
Elevated temperature behavior o f  i n t e r f a c i a l  compositions formed 
during t h e  corrosion of baddeley i te  corundum r e f r a c t o r i e s  by 
a lka l i  si l icate g l a s s  melt. 

Sa tura t ion  concent ra t ions  a t  t h e  phase boundary of r e f r a c t o r i e s  
and hollow g l a s s  melt. 
Corrosion s tudy on r e f r a c t o r i e s  by g l a s s  melts under s p e c i a l  
considerat ion of  convection. 
Corrosion of f i r e b r i c k s  by f a y a l i t i c  melts i n  t h e  presence of  
i ron  drops. 
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On t h e  k i n e t i c s  of material transfer at  t h e  i n t e r f a c e s  between 
si l icate glass-  and fused sa l t  ba ths  and of t h e  material t r a n s p o r t  
i n  silicate g l a s s  melts, g iv ing  s p e c i a l  cons idera t ion  t o  t h e  
behavior of NaZS04 and i t s  decomposition products. 
Physics and chemistry of i n t e r f a c e s .  

. . .- .- . - . - .  --..-- -__ . -- 
I n I e r f a c i T t e n s i o n  m e a s ~ ~ e n t s - o ~ m o l t e n - ~ e ~ ~ l ~ .  
Glass. Nature, structure and p r o p e r t i e s .  
Influence o f  var ious  parameters upon corrosion o f  refractories 

Electrochemical measurement of t h e  oxygen p a r t i a l  p r e s s u r e  i n  
g l a s s  melts. 0x ida t ion . equ i l ib r ium s tud ie s .  
Study of t h e  contac t  phenomena between g l a s s  and oxide  a t  high 
temperatures by measuring t h e  electric po ten t i a l .  
On the  causes of e lec t romot ive  forces between g l a s s  systems. 
The inf luence o f  atmospheric oxygen upon t h e  formation o f  
bubbles i n  t h e  ga lvanic  series plat inum/glass  - re f rac tory /p la t inum.  
Glass technological  manufac tur ing .defec ts .  
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Longer Life for Electric Melters 



Building longer Lie 
into Electric Melters 

How advanced refractory materials have enabled designers to plan 
for balanced refractory life and an extended campaign 

By ANTHONY J. MERCHANT 
Senior Field Sales Engineer 
Standard Oil Engineered Materials Co. 

LECTRIC furnaces used to 
produce insulating fiberglass E have peculiar problems of 

their own, relating to both their 
design and the materials of con- 
struction. The primary problem is 
caused by the extreme turbulence 
created by the electric furnace’s 
high thermal pumping action. 

This pumping action constantly 
brings fresh glass to the refractory 
interface, resulting in severe corro- 
sion for the full depth o f  the fur- 
nace sidewalls-unlike the condi- 
tion created in a fossil-fuel-fired 
furnace, where corrosion is concen- 
trated on the sidewall at a defined 
metal line. 

Electric furnaces tend to be 
smaller by design and more heavily 
insulated than fuel-fired ones, 
resulting in higher interface 
temperatures and an increased rate 
of corrosion. The estimated refrac- 

tory life for a typical gas-fired fur- 
nace is five years. In contrast, the 
estimated refractory life for a 
typical electric furnace is only two 
to three years. 

The first-generation electric fur- 
naces melting insulating fiberglass 
used a traditional AZS (alumina- 
zirconia-silica) lining for the glass 
contact sidewalls. The furnace’s 
hot, turbulent conditions rapidly 
deteriorated the AZS lining. 
Operators installed air and water 
cooling systems in an attempt to ex- 
tend the life of the AZS lining, but 
experienced only moderate success. 
Refractories with a higher level of 
corrosion resistance were needed. 

To meet this need, researchers at 
Standard Oil Engineered Materials 
Co. developed two new types of 
chrome-bearing fused. cast refrac- 
tories: Monofrax K-3 (27% 
chrome-alumina) and Monofrax E 

Fig. l-Motrl Ilno corrosion vs. tompontun 
for soda limo glass. 

(80% chrome-spinel). Both types 
are highly corrosion resistant, but 
their use is limited because they can 
produce coloration when they 
come into contact with glass in the 
melting process. With insulating 
fiberglass, however, color posed no 
problem. A typical chemical analy- 
sis for Monofrax K-3 and E is 
shown in Table 1. Fig. 1 shows a 
comparison of the metal line corro- 
sion vs. temperature for soda lime 
glass for Monofrax S-5 (40% U S ) ,  
K-3, and E. 

~roducts is immediately 
The superiority o f  the chro 

corrosion nsistance is &amaticaIly 
higher than that of the mast resis- 
tant 40 per cent alumina-zimnia- 
silica product, Monofrax S5, both 
at and below the melt line. 

When an electric furnace’s d a c s  
tory lining is upgraded from an Azs 
to a chromebearing product, the 

Fb. i - - T h . f ~ ~ l  tonductlrity. 
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Fig. 3-momI expansion. 

physical properties are also impor- 
tant-in particular, thermal con- 
ductivity. As Fig. 2 indicates, both 
Monofrax K-3 and E refractories ex- 
hibit a slightly higher thermal con- 
ductivity rate. Added insulation 
may be desirable. 

Another critical property is ther- 
mal expansion. As Fig. 3 indicates, 
Monofrax K-3 and E have a rela- 
tively uniform expansion-contrac- 
tion behavior, while Monofrax S5 
has an erratic curve at high tem- 
peratures. This linear expansion 
allows for more rapid heat-up 
schedules. Shutdowns to perform 
intermediate repairs are also possi- 
ble. 

The electrical resistivity vs. 
temperature for Monofrax S5, K-3, 
and E isshown in Fig. 4. Note that 

t I I 0. 

the electrical resistivity of Monofrax 
K-3 is similar to that of Monofrax 
S-5. Its high resistivity makes K-3 
ideal for electric melting, where the 
use of electrode blocks is essential. 
Since the resistivity of Monofrax E is 
lower, it is used in electrode blocks 
only under extreme conditions. 

The excellent corrosive proper- 
ties, thermal conductivity, and 
thermal expansion characteristics of 
Monofrax K-3 and E have provided 
electric furnace designers with 
refractory materials that can with- 
stand an electric furnace's harsh 
operating conditions. With IC-3 
sidewalls and E throats, a balanced 
life, with an even wear pattern, has 
become a reality. Although refrac- 
tory performance may vary with 
temperature, glass composition and 

7 

~ ~~ 

TABLE 1 -Chemical Analysis: 
Monofrax K-3 and E Fused 

Cast Refractories 

K.3 E 
(Chrome (Chrome 
Alumlnr) Spinel) 

cr203 
A1203 
Fe203 
MgO 
si02 
Other 
Bulk Density 

(Ibm.3) 
Apparent Porosity 

(per cent) 

273 77.7 
58.6 6.5 
5.9 5.9 ' 

6.1 7.4 
1.6 1.7 
oa 0.2 

239.0 265.0 

4.0 5.0 , 

pull rate, fiberglass manufacturers 
are now able to achieve up to five- 
year furnace campaigns using 



Monofrax K-3 and E refractory. 
In fact, in the past 12 years, 

more than 100 electric furnace lin- 
ings using Monofrax K-3 and E 
have been installed in the U.S. and 
Canada. The following describes 
an example of a melter sidewall 
and throat design for a typical 
fiberglass-producing electric fur- 
nace, using Monofrax K-3 and E. 
Melter sidewall design 

In this design example (see Fig. 
5), the glass-contact melter single- 
course sidewalls are constructed of 
voidless Monofrax K-3 EPIC-3. 
The EPIC-3 (end-poured, inhibited 
cavity) casting technique is an end- 
cast process using carefully timed 
multiple pourings into oversize 
headers. When the refractory is 
cool, the header is removed with a 
diamond saw. The EPIC-3 tech- 
nique produces an essentially void- 
free casting with unsurpassed 
crystalline uniformity. 

The blocks, which are 42 to 54 
inches high, are installed with the 
cast surface in the down position. 
This ensures that the densest part of 
the blocks will be at the most cot- 
rosive area of the furnace. 

Most eledric melters are cold top 
in design, with a blanket of raw 
batch forming the upper six to 
eight inches. Since the materials in 
this area are not continually ex- 
posed to molten glass, a Monofrax 
S-3 (33 % alumina-zirconia-silica) 
diamond cut lug (DCL) cap course 
is recommended. The properties of 
Monofrax S-3 DCL make it ade- 
quate for this application. How- 
ever, in the case of a mixed melter 
with auxiliary gai firing from 
above, the cap course should be 
omitted and Monofrax K-3 con- 
tinued for the full depth. 

Voidless Monofrax K-3 EPIC-3 
sidewalls can be used in both side 
and bottom electrode furnaces. In 
deep vertical-melt furnaces, where 
height may exceed 54 inches, two- 
course construction is used. In this 
case, all horizontal and vertical 
joints are diamond ground to en- 
sure minimum upward drilling. 

Monofrax K-3 sidewalls should 
be backed entirely with a three- 
inch overcoat of Monofmx Condi- 
tioned S-3 DCL tile. This serves as 
a thermal cushion for the c h m e  
glass contact blocks and also as a 
barrier if glass penetration occurs 

later in the campaign. This 
envelope of DCL tile can be mor- 
tared into place with Monofrax S 
cement or applied dry for easy 
removal and reuse on subsequent 
rebuilds. 
Throat area design 

With the exception of sidewall 
electrode blocks, the throat area is 
the most vulnerable to glass attack, 
and the cover blkks over the open- 
ing are the most susceptible. In ear- 
ly designs, Monofrax K-3 was used 
for throat constructions. After a 
few campaigns, it was evident that, 
to balance overall furnace perfor- 
mance, the throat needed a refrac- 
tory with corrosion resistance 
superior to that of the refractories 
used in the sidewalls. 

Today, designers are using 
Monofrax E in the throat because 
of its superior corrosion resistance. 
Fig. 6 shows a typical throat design 
installed in the U.S., Canada, and 
Europe, using Monofrax E. 

In this example, the cover blocks 
are Monofrax E, made by the 
EPIC-3 voijiless-cast technique. 
The balance of the throat is 
Monofrax K-3, with the exception 
of the cap course. The covers are 
overcoated with Monofrax K-3 
DCL tile and the facers, with 
Monofrax S-3 DCL tile. All mating 
surfaces are diamond ground to 
precise tolerances. Air or w a t e r - k  
cooling can be applied to further 
retard the corrosion rate. 

Service conditions in the pavings 
of electric furnaces may vary, 
depending on the placement of 
electrodes, which may be located 
in the sidewalls or bottom of the 
furnace. As with all paving con- 
struction, the glass contact course 
should be a highly corrasive resis- 
tant material. Subsequent lower 
cou~se5 may have lesser msistance. 
For many ,applications, six inches 
of Monofrax S 5  DCL shapes 
should be used. Severity of opera- 
tions may warrant an upgrade to 
Monofrax K 3  in extreme cases. 

Where conditions are less 
demanding, Monofrax S-3 E L  
may be the more economical 
choice. In all cases, the vertical 
join& should be lightly mortared 
and a bedding layer of Monofrax IC 
heat-set cement should be used in 
order to minimize the downward 
P8"-yj$!jBJ;yjf$= 

Monofrax S,5 EPIC-3 electrode 
blocks are recommended for bot- 
tom electrode furnaces. If sidewall 
electrodes are used, Monofrax K- 
EPIC-3 is the recommende 
material. 

The size of the riser section in 
electric melters can vary greatly. In 
risers with low-square-foot areas, 
the temperature of the glass in con- 
tact with the walls tends to be 
higher than those having larger 
areas, resulting in increased corro- 
sion. Monofrax K-3 EPIC-3 is 
recommended for furnaces with 
confined designs. For melting units 
with larger square-foot areas, 
Monofrax S-5 in either the end-cast 
or tiltcast method may be used. 

The Monofrax line of products 
has given electric furnace designers 
added flexibility in the selection of 
materiais to meet the wide variety 
of wear requirements that exist in a 
typical electric melter furnace. 
This flexibility enables designers to 
plan for balanced refractory life 
and an extended campaign. I t  also 
allows fiberglass manufacturers to 
better control refractorv mainte- 

e 

nance costs and reduce the amoun 
o f  downtime for repairs. 

STLINDARD OIL 
ENGINEERED MATERIALS 

MONOFW REFRACTORIES 

Standard Oil 
Engineered Materials Company 
Refractories Divisan 
Fused Cast Plant 
Falconer. New York 14733 
7l6483-7200 

CARBORUNDUM' PRODUCTS 
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STANDARDOIL 
ENGINEERED MATERIALS 

h 6 0 1  
Carborundum' Products 

Standard Oil Monofrax" Bottom 
Refractories Division Paving System 
Engineered Matenals Company 

Fused Cast Plant 
501 New York Avenue 
Falconer, NY 14733 
Telephone: 716 483-7200 Telex: 91 -6403 Product Information . 

Background 
For years the glass fumace bottom was considered an area of 
minimal wear Hnth construction and design given lime attention. 
The past two decades, however, have brought about major 
changes in fumace design which have drastically altered this 
picture and furnace baaoms have become extremely critical 
areas. Furnaces have evolved into larger, deeper and more 
highly insulated structures. Even as their output has increased, 
so has the fumace life, so campaigns of 6 to 10 years are not 
unusual and the furnace bottom must provide maintenance-free 
service throughout the campaign. 
MultHayered Approach 
Bottoms have become complex. multilayered structures con- 
sisting of a graduated series of refractory types ranging from the 
highly corrosion resistant fused cast glass contact paving down 
to the lower layers of insulation. Between are a variety of refrac- 
tory types chosen to pfuvide resistance to glass penetration 
between layers. Since bottoms are now insulated, temperatures 
in that region are higher and glass can remain molten and 
penetrate the Joints more easily, getting between refractory lay- 
ers. When this occurs, the upper glass contact refractories can 
be completely destroyed by upward drilling. With longer cam- 
paigns and efforts to recycle more cullet, tramp mtW contami- 
nation and downward drilling also become a significant factor. 
Resistance to Penetration 
Attempts to control glass penetration down lhrough vertical 
joints and subsequent spread horizontally beneath the paving 
tile have led to the development of Za-Ram phsbc ramming mix 
as part of a complete paving system. This is a hghly resistant 
material comprised of fused AZS grains in a high alumina . 
matrix. It is rammed into monolithic layers as a subpaving which 
acts as an effective barrier both to glass and metal penetration 
as well as preventing the spread of glass into the horizontal 
joints. 
Components of Monofrax System 
The Monofrax paving system then consists of the glass contact 
layer composed of MorOfraxe S DCL TILE a-thin bedding layer 
of S cement to seal the horizontal joint under the tile, and finally 
a rammed monolithic layer of Za-Ram plastic which will act as a 
barrier to glass and metal penetration. 

' 

Two typical construction designs are shown on back 

Reference 6-Qo~Z72 



Paving Installations 

1 MONOFRAX S CEMENT (MINIMUM) 

"4'' MONOFRAX S CEMENT. 

- 3" MONOFRAX 
ZA-RAM CEMENT 

COMPATIBLE 

rlORlZONTAL 8 

I ' t  I I 
I INSULATING BRICK I I 

Pawng mstallalim vmth sidewall seated on a stngle Mofiotraxe OCL tile layer. 

NOTE: Bottom arrangements shown are merely typical and not presented as a recommended construction. 

I I . MONOFRAX S CEMENT (MINIMUM) 

EXPANSION COVER COURSE 
1Wx6xJMONOFRAX 

DCL TILE PAVING 

\ 2%" MONOFRAX 
ZA-RAM CEMENT 

. .  

HORIZC 
VERTICAL JUIN I 3 -- I .  1 I 

DCL TILE PAVING 

\ 2%" MONOFRAX 
ZA-RAM CEMENT 

. .  

HORIZONTAL 8 

STANDARD OIL 
ENGINEERED MATERIALS 

. 
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., 
Traditional Ceramics 

Selecting Refractories for 
Glass Tank Superstructures 
 prop^^ uintcking of rt$-crctories to z~c~rious fiirmice ewirorzments he lp  

c u t  down on gloss dt$ects nnd stretch. out the compciign 

E!: /CI.IY T i i w i t p i i .  

.WI- \ loiiu<rr. Hrlrnr twm Di;... 

.Stoiidi ivd Oil E i i~ i i i r v r r i l  . \ l ~ r r i d \  ( : I )  

The glass tank has evolved i n t o  a large. 
liighlv productive and efficient melting 
furnace. I t  is capable of producing 
hundreds of tons of glass daily at qual- 
i ty  levels unheard of onlv a few vears 
ago. These production txtes are heing 
maintained for the life of the.furnace. 
which can be anywhere from sis to 10 
years. Advances like these are due. in 
large part. to the quality and durabilitv 
of their modern refractory linings. 

Today's furnace design engineers 
'can select from a variety of conven- 
tional bonded and fused cast refrac- 
tories. To construct a balanced furnace. 
the engineer must he familiar with the 
properties of available refractories as 
well as the requirements of each area 
of the furnace. The concept of refrac- 
torv halance refers to choosing mate- 
rials that prevent the lining from 
developing weak areas that could lead 
to' premature furnace shutdown or 
costly intermediate maintenance. 

Fused cast refractories 
Because there is no all-purpose re- 

fracto?. correctly matching refracto- 
ries to various areas of the glass tank 
superstructure can be a complicated 
task. What follow is a brief survey of 
typical fused cast refractories and their 
applications. 

Alumina-zirconia-silica ( AZS) types 
of fused cast refractories provide the 
high corrosion and abrasion resistance 
required for service in the severe en- 
vironments common to the charging 
end of the melter. These refractories. 
containing from 33 to -10% zirconia. 
are primarily glass contact refractories 
and are applied in the superstructure 
areas where batch dusting, slagging 
and rundown predominate. AZS re- 
fractories have a glassy phase ( 12 to 18 
wt% ) which is necessary to cushion the 

AlwniM-zirconia-silua fwcd cast refracto~ i s  urd in port sills, jambs and entrance 
arch. Beta aluminn i s  selected for port neck. 

thermal expansion created by the 
phase transformation of zirconia. and 
to provide thermal shock resistance. 
However. this can exude from the re- 
fractory. particularly under heavily in- 
sulated conditions. and result in a run- 
down of zirconia-rich glass that mav 
drip into the tank. causing such defects 
as stones and cords. 

Aluminas also are used for super- 
structure applications. While not as 
corrosion resistant as AZS refractories. 
aluminas are materials of choice for 
downstream sections of furnace super- 
structures. Because they have little or  
no glassv phase. they can be heavily 
insulated without causing exudation 
and rundown. :Aluminas also are zir- 
conia-free. eliminating one source of 
cord and stone defects. 

Alpha and beta aluminas 
The refractory most estensivelv used 

in the flat glass indust? is 100% beta 
alumina fused cast. Its coarse. niotio- 
crystalline structure consists of soda- 
saturated alumina. making it escep- 
tionally stable in the glass tank's soda- 
rich atmosphere. I t  also provides con- 
siderable resistance to thermal shock. 
This refracton.. hor\.ever. is vulnerable 
to corrosive and abrasive attack. so it is 
pr i mar i I y ins tal 1 ed i n d ow n s t rea m 
ports and breast \calls where hatch 
dusting is less severe. Its stays dry even 
x\.hen heavily insulated. preserving 
glass quality. 

Mixing equal portions of alpha and 
beta alumina creates another high-alu - 
mina fused cast refractory. This 
mised crystal phase results in a finer. 
denser structure having greater resis- 
tance to corrosion and abrasion. The 
denser crystal structure. however. de- 
tpcts from thermal shock resistance. 
.As with beta alumina. mised alpha- 
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3perating conditions aflect selection 

eta refractory has yen' little glassy 
ihase. can he heavily insulated without 
ausiiip esudation and is stable in soda- 
ich atmospheres. I t  is used in shadow 
-alls. breasi walls and end walls in 
unie end port tanks. This refracton. is 
Inore important in glass contact service 
'1 rhe refiners. foreheanhs and canal 
N f  Hat glass and container furnaces. 

Lffects of rank life factors 
Tank life factors are furnace condi- 

ions that adversely affect the senice 
ife of the refracton lining and the 
mgth of the  campaign. In addition to 
ausing severe.degradation of the lin- 
ng. these factors often produce re- 
ractop-associated glass defects. 

Batch carry-over. Resistance to 
lame-borne batch abrasion. melting 
ind rundown requires a refracton of- 
ering maximum corrosion resistance. 
rhis esplains why alumina-zirconia-sil- 
ca fused cast refractories are selected 
'or the charging end of the.furnace. 

Thermal shock. The ability to with- 
itand temperature fluctuations is crit- 
cal to several areas of the furnace. 
rhermal shock and severe thermal gra- 
iients cause refractories to spall and 
?actwe. producing more area for at- 
ack. as well as mechanical loss of lining 
material. The beta alumina fused cast 
refracton offers the highest resistance 
.o thermal cycling. followed by 36% zir- 
:onia AZS. 

.Alkali vapors. The  alkali vapors 
present in the atmosphere of a soda- 
lime glass tank can attack and alter re- 
fractory materials. Refractories con- 
raining silica or a glassy phase are 
particularly vulnerable to alkali assault. 
The alkali vapors will react with the 
silica phases of the refracton. combin- 
ing to form low-melting glasses that 
drain out of the refracton body and 
run down into the tank. ..\luminas. par- 
ticularlv beta aluminas. are the most 
alkali resistant and will remain d? in 
soda-rich atmospheres. 

Glassy phase esudation. Refracto- 
ries such as the AZS [\:pes. which con- 
tain .an appreciable amount of glassy 
phase. eshibit esudation or migration 
of the phase io the hot face in senice. 
Tliir esudation is funher aggravated 
h\ alkali \apors and insulation. I t  
causes batch dust to adhere to the re- 
fracton surface. melt and increase the 
amount .of rundown. Esudation is one 
of the leading causes of refracton re- 
la!ed glass defects. Because they are 
free of glass\ phase. alumina fused cast 
nraterials help prevent esudation-in- 
duced defects. 

Insulation. Fuel economv is critical 
io glass melting ethcienc!. To decrease 

heat IMS. today's furnaces are heavily 
insulated: the superstructure area! of 
the tank being the most highly insu- 
lated zones. These practices reduce the 
thermal gradient through the reftac- 
tory, raising the overall temperature 
through the wall. The lower melung 
bonding phase may then soften and al- 
low the structure to deform. Insulation 
applied over existing bonded refrac- 
tories already saturated with alkali va- 
pors from a previous campaign can be 
particularly prone to this problem. The 
glass-free alumina fused cast refracto- 
ries. however. work effectively when 
highly insulated. 

Furnace zone factors 
Operating conditions differ from 

one furnace zone to another. and are 
imponant factors in refracton. selec- 
tion. 

Charging end. Doghouse opening 
arches, sill blocks. first and second port 
arches. breast walls and tuckstones are 
subjected to the most seyere furnace 
environments. with temperatures u p  to 
285O'F. Cold batch being pushed into 
the furnace is blown about. impinging 
and melting on the superstructure. Re- 
fractories for this area require c o r m  
sion resistance. heat resistance. and 
abrasion and thermal s h k k  resistance. 
Alumina-zirconia-silica fused cast re- 
fractories are generally selmed. pref- 

erably 364 zirconia material. Depend- 
ing upon the severity of batch dusting. 
the beta alumina refracton mav some- 
t ima be used in pon neck. 

Third. founh and fifth pons. Pon. 
entrance arches. port necks. jambs. 
breast walls and tuckstones in these 
areas are not directly subjected io the 
abrasive-corrosive action of flame- 
borne batch. However. these areas are 
still subjected to alkali vapors at high 
temperaturn and are also heavily in- 
sulated. The beta alumina fused cast 
refracrorv is ideal for these conditions. 

Biidge wall covers. shadow walls 
and front end walls. These furnace 
areas are not subjected to extremely 
high temperatures or batch dusting. 
However. alkali-laden atmospheres can 
still m u l t  in chemical alteration of re- 
fractories. An? exudation or rundown 
mill almost cenainiy result in glass de- 
fms .  particularly if zirconia-class re- 
fractories are in place. High aluminas. 
beta alumina and. in the case of end 
fired furnaces. the alpha-beta alumina 
are the best choices. 

Refiner superstructure. Fore- 
hearth entrance covers and foreheanh 
and canal covers are sometimes s u b  
jccted to condensation and reflus ac- 
uon from alkali vapors. Again. soda- 
saturated beta and alpha-beta alumina 
fused cast marerials are favored. X 

How Furnace Operating Conditions 
Affect Refractories Selection . 

FprnsazoW Appliable Rcfrrtctoy 
m n g  end AZS. beta-alumina 
Third, founh and fifth pons 
Bridge w a l l  covm. shadow walls 
and front walls Aluminas 
Refiner supenvucture Aluminas 

Beta-alumina 

How Tank Life Factors Affect 
Refractories Selection 

Problem 
Batch canyover 
Thermal shock 
Alkalivapors . 

Glassy phase exudation 
Insulation 

Applicable Refractory 
AZS 
Beta-alumina and 36% zirconia AZS 
Aluminas 
Aluminas 
Aluminas 
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‘EXUDATION’ AND CORROSION BEHAVIOR 
OF FUSION CAST AZS REFRACTORIES 1 

SM Windec KR Selkregg, A Gupta and D Walrod 
(Monofm Refractories) 

ABSTRACT 
Fused cast Alumina - Zirconia - Silica 
(AZS) refractories are used in the con- 
struction of glass melting furnaces. but 
are associated with defects in the glass 
due to exudation and corrosion phenom- 
ena. Exudation of a viscous liquid phase 
onto the refractory surface is predomi- 
nantly caused by oxidation of the AZS at 
high temperatures. Oxidized AZS exudes 
less than reduced AZS, and the presence 
of open porosity may serve to moderate 
the degree of exudation experienced. 
Exudation volume is independent of the 
Na20 content of the AZS. 

First push exudation causes defect 
generation during first heating of AZS 
refractories in a newly installed glass 
melting -furnace. However, this exudation 
is a short term phenomenon under 
isothermal conditions, and any further liq-. 
uid generation on the AZS‘ surface is due 
to corrosion by the glass melt or vapor. 
The ASTM exudation test C-1223-92 
may be used to qualitatively compare first 
push exudation volumes from refractories 
subjected to the same test. It does not 
take into account the corrosive environ- 
ment of a glass melting furnace and can- 
not be used to compare propensity for 
long term defect generation. 

. 

Figure 1. 
Typical AZS Microstructure 

Zrconia dendrites 
(bright contrasting phase) 
Alumina plates (with 
co-precipitated Zirconia 
rods) Glassy matrix (-2Owt%) 

The current manufacturing process at 
Monofm Refractories produces oxidized 
AZS, by introduction of molecular oxygen 
to the melt during fusion. This product 
is as close to ideal fully oxidized fully 
dense material as current production 
technology will allow, and exhibits low 
exudation volumes. 

1. INTRODUCTION 
Fused cast Alumina - Zirconia - Silica 
( U S )  refractories are used in glass con- 
tact as well as superstructure application 
in a wide variety of glass melting fur- 
naces. The fusion casting process 
involves electric arc melting of the AZS. 
raw materials at -1 84OoC, pouring the 
molten liquid into a sand mold, and then 
cooling the casting slowly over a period of 

During cooling, the AZ$ refractory 
develops a unique microstructure consist- 
ing primarily of three phases, as shown in 
Figure 1 : Zirconia (the bright phase) ’ 

exists as primary dendrites and alumina 
(the light gray phase) exists as hexagonal 
plates - usually containing small rods of 
co-precipitated zirconia. These crystals 
are surrounded by a sodium-aluminosili- 
cate glassy matrix, which accounts for 

1 :2 weeks. 
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-35 vol% of the refractory and provides 
structural integrity. The distribution and 
size of these different phases present in 
AZS varies significantly throughout the 
volume of a cast block, as a natural con- 
sequence of the solidification process. 

vice in glass melting furnaces, first expo- 
sure to heat and ambient atmosphere 
occurs during initial heat up of the fur- 
nace. At high temperatures a phenome- 
non referred to as ‘exudation’ occurs, 
when a portion of the glass phase in AZS 
refractory exudes out onto the surface of 
the casting. This first push exudation 

‘ 

phenomenon has been generally associ- 
ated with various types of defects in the 
host glass, such as stones, cords or 
knots. Further exudation is then 
assumed to maintain defect generation - 
even over months or years of continuous 
isothermal furnace operation. This 
assumed link between exudation and 
long-term defect generation is often . 
made on the strength of chemical analy- 
sis, which shows that both the AZS glass 
phase and defects in the host glass are 
found to contain alumina and zirconia. 

To the extent that AZS exudation may 
be responsible for generation of‘defects, 
the glass industry prefers an AZS refrac- 
tory with low exudation performance in 
an exudation test. High exudation vol- 
ume has been correlated with partially 
reduced refractory material, although 
some glass producers have also incor- 
rectly speculated an association between 
high exudation volume and higher Na20 
concentration in the AZS glass phase. 

This paper will focus on the driving 
forces for first push exudation as experi- 
enced in isothermal application of AZS. 
The relationship between chemistry of 
AZS glassy phase and exudation will also 
be discussed, and a distinction between 
exudation and corrosion phenomena will 
address long-term generation of alumina 
and zirconia rich defects in glass. 
Consideration will also be given to the 
method of determining exudation volume. 

When AZS blocks are placed in ser- 

. 

2. THE FIRST PUSH EXUDATION 
PHENOMENON 
AZS glassy phase exudation has been 
previously reviewed [ I I , ~ ] ,  including dis- 
cussion of sustained isothermal heat 
treatment and temperature cycling. In 
this section, the current ASTM test to 
simulate exudation will be reviewed and 
new experimental data will be presented 
to allow discussion of the driving force for 
first push exudation. 

2.1. Driving Forces: 
A range of driving forces for AZS exuda- 
tion phenomena have previously been 
considered[ll: 

Internal gas pressure derived from: 
m Oxidation of reduced species 

Redox of polyvalent impurities (Fe, Ti, Cr) 
rn ‘Reboil’ of dissolved gases in the glass 

‘Viirostatic pressure’ due to: 
Zr02 phase transformation 

rn Other stresses in the AZS casting 

Of the phases present in AZS, both 
the glassy matrix and the crystalline zirco- 
nia can exist in partially reduced form. ’In 
addition, any unmolten nitrate or carbon- 
ate batch entrained in the pourstream 
and any carbon contamination from the 
graphite electrodes used in arc melting, 
can all contribute to a list of possibly pre- 
sent reduced species. Reaction with the 
AZS melt in the mold and the presence of 
convection enhance dispersion of these 
species throughout the volume of the 
AZS block prior to solidification. After 
solidification and removal of such a par- 
tially reduced solid AZS block from its 
mold and insulating bed, any subsequent 
exposure to heat and oxygen causes 
generation of internal gas pressure due to 
oxidation reaction. This gas pressure is 
potentially a major driving force for first 
push exudation, but must eventually be 
depleted when the block achieves a hlly 
oxidked state. 

Other studiesp] have shown that tem- 
perature oscillations as low as 50°C or 

Reference 8-3 (~00280 



3 

push exudation during heating of AZS to 100°C around the ASTM test tempera- 
ture can cause an increase in exudation 
volume. This effect has been ascribed to 
redox reactions of polyvalent impurities 
(Fe, Ti, Cr) present in the AZS glassy 
phase. The pdyvalent species release 
oxygen upon heating and accept oxygen 
upon coolingiiol so that each temperature 
cycle causes exchange of oxygen 
between the environment and the AZS. 
This cyclical pumping of oxygen then 
causes exudation during heating, due to 
generation of gas pressure within the 
U S .  This investigation concentrated on 
results from isothermal exudation testing, 
thus temperature cycling is not consid- 
ered in this paper. However; it is possible 
that redox exchange between any polyva- 
lent glass ions and the environment could 
contribute a component of first push exu- 
dation during first exposure of the AZS to 
heat and ambient oxygen. 

‘Reboil’ is a term usually associated. 
with foaming of silicate glass melts due to 
evolution of SO2. This ‘occurs upon 
changing redox state of the melt and SO3 
solubiltty in the melt is decreased[4. 
Such reboil of dissolved gases in the AZS 
in situ glass phase may be possible dur- 
ing heating, as the redox state changes 
upon exposure to ambient oxygen, and 
could contribute to exudation. Since this 
effect is dependent upon oxidation q c -  
tion, it may be considered another form 
of ‘oxidation of reduced species’. 

Upon heating through the tempera- 
ture range -750°C - 9OOoC, zirconia 
undergoes a phase transformation, from 
monoclinic to tetragonal form, which is 
accompanied by a net volume contrac- 
tion of -3 - 5%. This transformation is 
reversible, with hysteresis, upon cooling - 
so that a net volume expansion occurs in 
the temperature range -1 175°C - 
1 OOO°C[31. Considering Monofrax CS3 
U S ,  with -33% zirconia which is all 
above the critical size for transformation, 
heating through the critical range is 
expected to cause -1.3% volume shrink- 
age. This effect may lead to cavitation 
phenomena and flow of glassy phase, 
but it is not expected to contribute to first 

isothermal service temperatures. 
However, during cooling from the ASTM 
exudation test (see Section 2.2.), the 
reverse zirconia phase transformation and 
associated volume expansion may be 
considered to cause exudation that 
would not have been experienced in 
isothermal service. 

Other stresses are expected to exist 
within any AZS block due to thermal 
expansion mismatch between the various 
phases present. However, the glassy 
phase accommodates considerable 
stress relief, by viscous flow, above its 
glass transition temperature (T, -61 0°C). 
Any stresses developed below the Tg 
must be balanced within the block vol- 
ume and easily relieved upon re-heating. 
In contrast, any test core removed from 
the block may represent an unbalanced 

Annealing of this stress upon heating may 
cause some viscous flow of the glassy 
phase, as further discussed in Section 
2.4.2. 

’ volume element under net stress. 

2.2. The ASTM Exudation Test: 
The ASTM test method, C-1223-92M is 
available to the glass and refractory 
industries to simulate exudation perfor- 
mance of fusion cast AZS refractories, 
and is generally considered useful as a 
basis for selection of these materials. In 
the test, a set of 4 inch (102mm) long 1- 
inch diameter AZS cores is seated in plat- 
inum foil cups and heated in 12 hours, 
under air in an electrically powered fur- 
nace, to a temperature of 151 0°C 
(2750°F). 

In order to simulate exudation at con- 
stant temperature, the cores are then 
soaked at 151 0°C for 4 hours until the 
furnace power is cut and the specimens 
cool to mom temperature. It is common- 
ly accepted that over 90% of the glassy 
exudation volume generated during this 
test has occurred during heat up on the 
first push - before the samples reach 
isothermal equilibrium. This has been 
determined by heating cores to maximum 
test temperature and then immediately 
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cooling them (without subjecting them to 
the isothermal soak), and measuring exu- 
dation volume. This test has been Enti- 
cised, since it is uncertain whether the 
entirety of the measured exudation vol- 
ume was all present on the AZS surface 
immediately prior to cooling. A compo- 
nent of that volume may have been con- 
tributed during cooling, eg. driven by vol- 
ume expansion at the zirconia phase 
transformation. This argument is attend- 
ed to in Section 2.4.1. 

A variation of this test includes cooling 
to room temperature and re-heating the 
AZS samples in two more cycles. The 
second cycle usually generates a similar 
volume af exudation as the first cycle, but 
the third cycle causes a smaller increase 
in exudation. From experience, 5 or 6 
cycles are usually required to yield a total 
exudation volume of 3 times that generat- 
ed on the first cycle. 

These tests may be used to compare 
performance of different materials tested. 
together in the same furnace, but pdicu- 
lar care must be taken in selection of 
samples, due to the gross inhomogenelty 

Figure 2. Exudation Schematic 

that is natural in fusion cast AZS refracto- 
ries. Differences in crystal size and phase 
distribution occur as a function of posi- 
tion within any cast AZS block, as a func- 
tion of depth below the cast skin. This is 
due to different cooling rates experienced 
at the solidification front, and also gravity 
separation of the pnmary zirconia den- 
drites - which crystallize in free liquid 
ahead of the co-precipitated alumina-zir- 
conia crystalline network. Useful criteria 
to aid in correct sample selection are pro- 
vided in the ASTM document. 

Subsequent to either of the isothermal 
or temperature cycle tests, optical light 
microscopy allows observation of a signif- 
icant amount of newly generated porosity 
within the volume of the refractory core. 
In fact, the amount of new porosity has 
been observed to be directly proportional 
to the exudation volume[i]. The formation 
of this new porosity is commonly accept- 
ed as evidence that exudation is driven 
by gas pressure generated inside the 
casting due to reaction during the test.. 
Figure 2 is a schematic model of the exu- 
dation phenomenon as obtained in the 
ASTM test. 

4Eru/Jntinn Requires Presence of Oxygen 
4 Volwne of Glassy 
+New Pomsity Volume Generated in Direct Proportion 
4Zem EruAnrinn rurder Argon Annosphere 

Pushed onto AZT Sqfbce 

I 
QQ#-J2+jZ 
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2.4.1. Effect Of Ambient Oxvaen On 2.3. Measurement Of Exudation Volume: 
The commonly followed procedure for 
assessing volume of glassy exudate gen- 
erated during an ASTM test utilizes water 
immersion technique to allow comparison 
of total sample volume before and after 
testing. However. AZS in the as-pro- 
duced state is highly permeable, and 
open porosity, including any cracks or 
other flaws, is easily penetrated by boiling 
water when following the normal practice 
of this method. This fact is easily demon- 
strated by immersion of an AZS core in 
ink at room temperature, the ink com- 
pletely penetrates the entire core in a ,few 
hours. A very different result is obtained 
upon repeating the ink experiment after 
an exudation trial, when very little pene- 
tration of the sample is observed. The 
act of heat treatment apparently seals 
most of the open porosity, preventing 
infiltration. 

of exudation volume when using water 
immersion technique, since the water 
does not penetrate the samples’ open 
porosity following exudation. The exuda- 
tion volume is expressed as the total 
sample volume after the exudation test 
minus the total sample volume before the 
exudation test. Thus the error is equal to 
the difference in volume of open porosity 
penetrated during the first and second 
assessments, and this can be a large 
proportion of. the totally expressed vol- 
ume change including exudation! 

sample volume change is by immersion 
of the AZS core in a non-wetting liquid, 
such as mercury When properly per- 
formed, this test allows correct determi- 
nation of exudation volume - even for rel- 
atively porous samples. 

This effect leads to an overestimation 

A prefwed method of assessing total 

2.4. Experimental Investigation Of First 
Push Exudation Driving Force: 
Results from the Monofrax exudation test 
program are presented and discussed in 
this section. 

- -  
Exudation Volume: 
In order to test the concept of oxidation 
reaction as a driving force for first push 
exudation. AZS samples were heat treat- 
ed under air (ASTM procedure) and also 
under ‘inert’ atmosphewin a sealed tube 
furnace. Two experimental AZS blocks 
were selected for comparison, M 5  was a 
partially reduced material of gray color, 
while M4 was a more oxidized material of 
buff color. The degree of oxidation dis- 
played by the AZS product may be con- 
trolled during the fusion process by 
changing arc length from the electrodes 
to the melt surface, and / or by reacting 
molecular oxygen with the AZS melt. 
Glass phase composition was obtained 
from both AZS materials, by microanaly- 
sis, and found to be indistinguishable with 
respect to cation content (see Table 1). 

‘Inert’ atmosphere tests were per- 
formed- under Nitrogen resulting in about 
one third of the exudation measured in 
air, see Figure 3. A test on M4 under 
Argon resulted in only 0.05% exudation 
which corresponds to -7% of the volume 
exuded under air. In addition, mercury 
immersion was used to assess air and 
nitrogen treated samples, whereas the 
argon treated sample was assessed 
using water immersion. Thus, even the 
small exudation volume recorded for ,the 
argon treated sample could be ascribed 
to an artifact of the water technique. This 
Occurrence of very low (or zero) exudation 
due to testing under argon implies that 
(‘vitrostatic’) stress relaxation is not a 
major driving force for exudati’on in M4. 
Thus, the widely held belief (considered in 
Section 2.2.), that -90% of total exuda- 
tion occurs during heating to maximum 
temperature, is probably acceptable. 
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Figure 3. Exudation From Experimental CS3 AZS Under Different Atmospheres 

Air 
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M4 Oxidized AZS 
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This data demonstrates that the reaction 
to’produce gas pressure in AZS is signifi- 
cantly decreased under nitrogen atmos- 
phere (minor oxygen impurity present) 
and almost completely halted under 
argon atmosphere (very low oxygen). 
This is prime evidence that a major com- 
ponent of the exudation driving force is a 
consequence of oxidation reaction within 
the AZS sample, even in buff colored 
‘oxidized’ AZS samples like M4. The M5 
(gray reduced) sample gave significantly 
more exudation volume than M4. This is 
in agreement with usual observation from 
testing AZS refractories which exhibit a 
wide range of oxidation state, as further 
discussed in Section 2.4.4. 

2.4.2. Exudation As A Function Of 
Thermal History And Sample Location: 
Fused-cast AZS is naturally inhomoge- 
neous in structure / chemistry and densi- 
ty / porosity as a function of position 

within a given block. In order to test the 
effects of pre-oxidation treatment, and 
sample location on first push exudation 
volume, results were compared from pre- 
treated and standard samples. 

Four cores were drilled from different 
parts of a flat cast CS3 AZS block 
(M1822) that had been rejected due to 
the presence of porous zones. This 
block was intently chosen in order to 
obtain samples with a wide range of 
structure and poroslty. Each cylindrical 
core (25mm diameter, 90mm length) was 
sliced longitudinally through its axis to 
provide two comparable halves with simi- 
lar gradients in structure / chemistry and 
density / porosity as a function of length 
(depth below block surface). Each half 
was further diced into 3 segments repre- 
senting the AZS structure at different 
depths (0-30mm, 30-60mm and 60- 
90mm) below the block surface. See 
Figure 4. 

‘ 
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Segments from one half of each core 
were used as standard untreated bench- 
mark samples and segments from the 
second half were heat treated at 
1055W138hr. This (low temperature) 
pre-treatment was performed in order to 
allow oxidation of the core segments 
without causing exudation. Following the 
heat treatment, the core segments were 
inspected visually and no evidence of 
exudation was observed. 

Pre-treated and standard samples 
were subjected to the ASTM time / tem- 
perature profile for assessment of first 
push exudation. Exudation volume was 
assessed using mercury immersion, and 
results are presented as Figure 5. Note 
that for each core the  relationship 

between exudation volume and depth is 
ddferent. This is not surprising, consider- 
ing the macro-scale inhomogeneity within 
AZS blocks, as previously discussed. 
However, the form of this relationship is 
generally mirrored by standard samples' 
and pre-treated samples from a given 
core, lending validity to the data. 

In every case, the core segments 
subjected to the pre-treatment gave 
significantly more exudation volume than 
the corresponding standard sample. This 
is opposite to the instinctively expected 
trend, since pre-oxidation of the AZS 
during this heat treatment might have 
been expected to lower the driving 
force for exudation in a subsequently 
performed test. 

Figure 4. 
Typical Zr02 
Profiles in Flat 
Cast CS3 AZS. 

Core sampling 
detail for pre- 
oxidation study. 
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a Figure 5. Exudation as a Function of Depth and Thermal History in Cores A, B, C and D 
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Open porosity volumes of each standard 
and pre-treated segment were calculated 
by comparing data from water immersion 
density measurements (water intrudes 
through open porosity) to data from mer- 
cury immersion density measurements 
(non-wetting). Figure 6 is a plot of the 
relationship between open porosity in the 
samples prior to exudation and the 
amount of exuded glassy phase. Shaded 
circles represent data for standard 

Figure 6. Exudation vs. Open Porosity 

This effect is easily understood by consider- 
ing the U S  core as a volume element 
removed from the constraint of a cast 
block. Every U S  block includes low level 
long-range residual stresses which set in 
below the glass transrtion temperature dur- 
ing the cooling process. Generation of any 
high level stress at higher temperatures, eg. 
at the zirconia phase transformation, is 
defeated by viscous flow of the glassy phase 
in the block. When the unconstrained core 

7 

untreated core segments and open 
circles represent data for core segments 
subjected to pre-treatment. Note that all 
of the open circles are in the portion of 
the plot representing lower volumes of 
open porostty and higher volumes of 
exudation. It seems that annealing of the 
glass phase during the 1055W138hr 
pre-treatment caused sealing of a large 
portion of the previously open porosity. 

is re-heated to or above the glass transition 
temperature for long times, relief of the now 
unbalanced stress field in the free core is 
expected to be accommodated by slow 
viscous flow of the glassy phase. This flow 
can seal off pores and flaws that were pre- 
viously open to the environment. 

Reference 8-10 
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From Figure 6, it can be seen that 
decreasing the volume of open porosity 
lower than -1 5% leads to increasingly 
unacceptable volumes of exudation from 
samples of the M1822 flat cast AZS 
block. Thus, the presence of more than 
-1 5% open porosity (as determined by 
the described method) acts to decrease 
first .push exudation volumes in this 
refractory. It is likely that this open poros- 
ity allows venting of gas pressure from 
the AZS during heating towards maximum 
temperature, and this action serves to 
decrease the driving force for exudation. 

From the foregoing discussion, some 
conclusions can be drawn regarding 
behavior of AZS samples during the 
ASTM exudation test: 

Firstly, if more than 90% of the first 
push exudation occurs in the temperature 
range 1055°C to 151 OOC, any open' 
poroslty suwiving through the short time . 
interval spent in that temperature range 
must be important in allowing gas pres- 
sure relief, and thereby moderating the 
driving force for exudation. 

Secondly, the actions of annealing 
and exudation eventually serve to almost 
completely seal the open porosity, so that 
a lower driving force would be necessary 
to exude a similar quantity of glass on 
subsequent heating cycles. However, the 
experimental observation of decreasing 
exudation volurnes[1l@l with increasing 
cycle count or time at constant tempera- 
ture, imply that the driving force is being 
exhausted with each ensuing temperature 
cycle and time. 

Thirdlly, this action in sealing off open 
porosity wouldalso be expected to 
decrease the in-diffusion rate of oxygen 
from the environment, thereby limiting the 
rate of reaction for continuing production 
of gas pressure and exudation. 

Fourthly, since the ASTM test core is 
4 inches (102mm) long, different amounts 
of first push exudation are expected to be... 
produced from different zones along the. 
core length. The exudation volume 
obtained in this test is therefore a com- 
posite average of exudation from zones 

. 

between 0 and 4 inches into the block. 
In service, not all of these zones would 
necessarily be exposed to oxidation on 
first heat up of an AZS block, and oxygen 
access may initially be contained to a lim- 
ited depth below the block surface. 

A glass producer may therefore expe- 
rience a different amount of first push 
exudation than expected from ASTM test 
results, particularly if the furnace follows a 
first heat schedule different to that used 
in the ASTM test. The test is therefore 
not expected to represent a quantitative 
prediction of first push exudation as 
experienced in a real furnace heat up 
schedule. In the absence of any other 
effects, the test may be expected to 
allow reasonable prediction of long term 
exudation behavior from a given block. 
However, absence of other effects is an 
unrealistic assumption - as demonstrated 
in Section 3 of this paper. Despite these 
arguments, it is still considered that the 
ASTM test may allow a qualitative com- 
parison of exudation behavior exhibited 
by different AZS refractories in the same 
test - so long as extreme care is taken in 
sample selection, and uniformrty of fur- 
nace hot zone temperature is assured 
during the test. 

2.4.3. Effect Of AZS Oxidation State 
On Exudation Volume: 
The data presented above confirms that 
a major component of first push exuda- 

. tion is a consequence of oxidation reac- 
tion in the AZS - there is no oxidation 
reaction or significant exudation under 
argon atmosphere. Any open porosity 
serves to moderate the degree of exuda- 
tion caused by the product gas pressure. 
However, even a fully dense sample 
would not exude significantly in the com- 
plete absence of this driving force, so 
that theideal AZS material would be fully 
oxidized and could be fully dense. 

A reduced AZS material is expected 
to exude more than an oxidized AZS 
material, assuming other factors (porosrty, 
sample location, etc.) to be constant. 
This is the usual experience observed 

000288 
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Figure 7(a). Open Porosity In AZS 
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0 from the ASTM test as discussed above. 
In order to further test this proposition, a 
sertes of six reduced CS3 AZS blocks 
and six oxidized CS3 AZS blocks were 
prepared in the production facility at 
Falconer, by varying process conditions 
during fusion. Three core samples were 
carefully drilled, from equivalent locations 
in each block, for exudation testing using 
the ASTM (isothermal) technique. 

Prior to exudation testing, pre-test 
open porosity volumes of reduced and 
oxidized cores were measured by differ- 
ence between water and mercury immer- 
sion, as described previously. Data are 
presented as Figure 7(a), as the second 
and third set of bar charts respectively. 
Each consecutive bar represents a result 
obtained from one of the three cores 
taken from each of the SIX reduced and 
six oxidized cores, so that there are 18 
bars in each set. Exudation data 
obtained from the same cores by water 
immersion (to allow comparison with 
other studies) are similarly presented as 
Figure 7(b). The data presented as the 
first set of bars in each chart are dis- 
cussed in Section 2.5. 

0 

By comparing data in the second and 
third set of bars in Figure 7(a), it may be 
deduced that both ‘reduced and oxidized 
cores display a similar range of open pore 
volumes. Total porostty was also found 
to be at similar levels in each series of 
cores. In addition, microstructures were 
observed to be similar in cores of each 
type, and microanalysis of the glass 
phases gave similar results to those 
described previously for M5 and M4 (see 
also Table 1). The only observable differ- 
ence between the cores was color, with 
oxidized cores appearing uniformly buff 
and reduced material exhibiting avariable 
degree of gray tinge. 

Despite the physical and chemical 
similarities between the reduced and oxi- 
dized cores, a striking difference can be 
seen in their exudation behavior - see 
Figure 7(b). Oxidized material yields lower 
exudation volume, with much less scatter 
around the mean, than reduced material. 
The current manufacturing process at 
Moriofrax Refractories is adjusted to pro-. 
duce oxidzed AZS, by introduction of 
molecular oxygen to the melt during the 
fusion process. 

Table 1. AZS In-Situ Glass Phase Chemistry And Exudation 

- 
AZS 

- 
M1 

M2 

M3 

M4 

M5 

M6 - 

AZS In-Situ Glass Phase Analysis (wt%), Combined SIMS/EDS 
Si02 lAl203l Na2O I Zr02 I B203 I Ti02 IFe203) CaO 1 Y203 

66.08 22.76 8.50 2.56 0.00 0.01 0.04 0.05 0.00 

72.10 18.45 6.26 1.85 0.01 0.24 0.33 0.45 0.29 

71.50 19.00 6.24 2.19 0.01 0.30 0.28 0.23 0.26 

68.04 20.46 6.19 3.65 0.49 0.56 0.21 0.14 0.27 

67.98 20.77 6.59 3.16 0.47 0.46 0.17 0.15 0.26 

53.81 28.50 15.14 1.59 0.50 0.17 0.03 0.13 0.12 

Glass Oxidauon State Undetermined 
* Mean Water Immersion Exudation (ASTh4) from previously untreated cores 
** Mean Open.Porosity measured before exudation testing 

ixudatior 
(vol % )* 

0.5 

I .4 

1.8 

1.8 

3.8 

0.9 

Porosity 
(vel% )** 

1.7 

1.7 

2.6 

2.1 

I .6 

2.1 
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The product therefore exhibits the low 
exudation volumes represented in the 
third set of bars in Figures 7(a) and (b). 
This AZS refractory is as close to the 
ideal fully oxidized fully dense material as 
current production technology will allow. 

2.5. AZS Glass Phase Chemistry 
And Exudation: 
A number of AZS refractories were pro- 
duced in the laboratory scale arc furnace 
at Monofrax. A series of six materials, . 
M1 through M6, with varying composition 
and oxidation state was selected for 
study. All compositions were comparable 
to Monofrax CS3 in terms of their zirconia 
and alumina contents, but the composi- 
tion or redox state of the glassy matrix 
phase in each material varied. Glass 
phase compositions were determined for 
each material by microanalysis and are 
presented in Table 1. The glass compo- 
sitions are also plotted in projection on 
the Na20-AI2O3-SiO2 phase diagram[sl, 
presented as Figure 8, to facilitate com- 
parison. 

Three cores were taken from each 
experimental block, as previously 
described for the comparison of reduced 
and oxidized U S  refractories manufac- 
tured in the production facility. Open 
porosity .and exudation volumes (water 
immersion) were obtained and are pre- 
senfed in Figures 7(a) and (b), in the first 
set of bars. Mean exudation data (of 3 
cores) for each refractory is also present- 
ed in Table 1. 

M1 is a high purity oxidized AZS com- 
position with extremely low concentration 
of polyvalent ions in the glass phase. 
This refractory is snow white in color and 
exhibits the lowest exudation volume 
when exposed to the ASTM test. The 
Na20 content of the glass phase is rela- 
tively high in comparison to most of the 
other compositions, and this is accompa- 
nied by an increased level of alumina. 

M2 and M3 are both oxidized AZS 
materials made without intentionally 
added B203, but containing similar levels 
of Fe203 and TO2. M3 contains slightly 
more open porosity than M2. Exudation 

.. 

volumes are very similar. 
M4 and M5 are both the normal 

Monofrax CS3 composition, as previously 
discussed. M5 was intentionally pro- 
duced in the reduced state in order to 
compare exudation behavior with that 
from the normal oxidized product. Note 
that M4 and M5 glass phase composi- 
tions are essentially identical, but can be 
differentiated from M2 and M3 due to 
their B203 content, Feni ratios and gen- 
erally lower CaO content. The oxidized 
material (M4) yields a similar volume of 
exudate as M2 and M3, but the reduced 
material (M5) gives considerably more 
exudation in the same test. 

M6 is a special oxidized composition, 
produced with -3 times more soda in the 
batch than normal CS3 AZS. This mater- 
ial also exhibited a large range in open 
porosity as a function of depth. The 
impurity oxides have been diluted to low. 
levels, due to the large volume of glassy 
phase generated in the presence of this 
unusually high alkali content. Despite the 
large Na20 content and consequential 
increased volume of glass, this material 
produces a low exudation volume when 
submitted to the ASTM test. Note again 
that the high Na20 concentration in this 
glass is accompanied by an enhanced 
presence of dissolved A1203. 

It is currently believed by certain parts 
of the glass industry, and some refractory 
manufacturers, that alkali content of AZS 
materials is an important parameter in 
determining exudation volume. However, 
the data presented here demonstrate 
clearly that addition of extra Na20 to the 
AZS batch does not lead to increased 
exudation in the ASTM test. This behav- 
ior is easily understood by considering 
both the driving force for exudation and 
also considering the structural network 
theory of glass formationm. 

Within the range of normally applied 
compositions, addition of extra Na20 to 
the AZS batch does not change the 
redox state of the final product block - 
and therefore does not affect the driving 
force for exudation. In the extreme 
example of M6, a high volume of open 

a 
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Figure 8. AZS In-Situ Glass Phase Chemistry Microanalysis N O ~ .  93. 

Data from Table 1 plotted in projection on 
figure 501 from Phase Diagrams for 
CeramistsPl. Note that all glass composi- 
tions lie at a similar temperature on the 
liquidus and form a line parallel to SiO, - 
Na@.A& Any addition of Na20 to the 
AZS batch must reside in the glassy 
matrix of the final product, increasing the 
solubility limit for alumina. Associated 
Na@.A@ units complete a structural 
role similar to that of SO2 tetrahedra in 

the glass network. Thus, charge balance, 
together with degree of "internal coher- 
ence" of the glass network structure, is 
automatically compensated for by the . 
increased presence of alumina -which 
always attains saturation concentration. 
This maintains a relatively constant set of 
glass phase properties, despite variation 
in chemistry, so that viscosity and Tg do 
not vary substantially from one AZS 
composition to moth& 
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porosity in some segments may even 
serve to moderate the driving force for 
exudation by relieving gas pressure. 

Addition of extra Na20 to the AZS 
batch results in higher concentration of 
Na20 in the glassy matrix phase of the 
product refractory. However, the extra 
alkali does not enter the glass structure 
alone as a single modifying cation, but 
allows an increased solubility for alumina 
which accompanies it into the network 
structure in 1 :1 molar ratio. This 
Na20.AI2O3 interaction does not cause 
an increase in non-bridging oxygen that 

' would occur due to addition of Na20 in 
the absence of A1203. Thus, the degree 
of 'internal coherence' of the glassy net- 
work is maintained and properties are vir- 
tually unaffected. This means that specu- 
lation of low viscostty AZS glassy phases, 
rich in Na20, is incorrect. This can be 
proven by assuming Stevels modelm to 
calculate the average number of bridging 
oxygen per tetrahedra in the glass struc- 
ture, which is essentially unchanged for 
the range of glass compositions exhibited 
by M1 through M6. 

Only refractory M5 was intentionally 
produced in the reduced state, and all 
other materials were oxidized within the 
limits of production capability. However, 
the high punty M1 material produced 
considerably less exudation than the 
other materials. This may be seen as evi- 
dence that polyvalent redox reactions do 
contribute to first push exudation, but 
more work is required to prove this 
beyond reasonable doubt. 

Logic developed from the data and 
discussion presented in Sections 2.4. 
and 2.5. leads us to a governing principle 
employed in manufacturing Monofrax 
AZS to produce low first push exudation 
volumes: 
The size of driving force due to oxidation 
reaction(s) is determinant and other fac- 
tors (Porositv, etc.) may serve to aaust 
the volume of exudation experienced. 
NapO content of CS3 AZS in-situ glass 
phase has no effect on exudation volume 
within reasonable limits. The objective in 
manufacturing optimized material should 

then be to remove the driving force for 
exudation, by production of oxidized 
material. 

While very high punty raw materials 
(Ml) may further optimize exudation per- 
formance, the current market for fused- 
cast refractories seems unwilling to pay . 
the cost of manufacture of such premium 
product. Upon exposure to corrosive 
atmosphere in glass melting service, even 
high punty AZS may produce defects due 
to liquid drips and runoff - but this is not 
due to exudation, as will be discussed in 
the next section. 

3. AZS VAPOR PHASE CORROSION 
IN GLASS MELTING SERVICE 
During service in glass melting furnaces, 
AZS refractory is subjected to attack by 
components of the glass melt, either by 
direct contact with the liquid melt or 
through vapor phase transport of volatile 
species. Corrosion of AZS via the liquid 
phase has been extensively treated in the 
. literature [4lo[8lJ91 and will be only briefly 
reviewed here. Corrosion of AZS and 
other refractories via the vapor phase has 
previously been given less attention, but 
with the introduction of oxyfuel combus- 
tion technology this topic has now become 
a major concern for glass producers and 
refractory manufacturers. Monofrax 
Refractories is currently pursuing an 
extensive study of refractory vapor phase 
corrosion under oxyfuel and airfuel 
combustion atmospheres. Regardless 
of the path that corrosive species take, 
via liquid or vapor phase, the presence 
of any open porosity or open flaws in 
the AZS will only enhance,their rate of 
introduction. 

At and below the melt line, attack via 
the liquid phase leads to corrosion of 
AZS by drffusive transport of species 
across the interface. Components of the 
glass melt, usually alkali and alkaline 
earth species, rapidly diffuse into the AZS 
surface through the glassy matrix and any 
flaws. The presence of these structural 
modifiers tends to cause dissolution of 
the AZS alumina phase, which then dif- 

. 
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fuses out into the infinite sink of the glass 
melt. The AZS zirconia phase, being less 
soluble in the liquid at the interfacial tran- 
sition zone, tends to remain undissolved 
and can eventually be washed into the 
glass melt by local currents to cause 
defects. Thus, the corrosive interface 
progresses into the AZS block, at a faster 
rate where currents due to convection 
and glass - pull are highest. 

Above the melt line, alkali and other 
cations. can be taken from the surface of 
the glass melt into the vapor phase, by 
formation of volatile hydroxide and other 
species - such as NaOH, KOH, BOH, 
PbO, SbO, Na2S04, etc. In certain parts 
of the furnace there is also opportunity for 
direct contact of gas-borne batch dust 
with the refractory. These corrosive 
species again diffuse into the AZS sur- 
face decreasing the liquidus temperature 
and liberating alumina into the AZS matrix. 
However, in this case, there is no sink in 
direct contact with the alumina so it remains 
on the AZS surface concentrated in solu- 
tion in the large liquid pool containing 
large amounts of zirconia crystals, created 
due to vapor phase corrosion. Eventually, 
enough liquid can be created to cause 
drips and runoff which may become 
defects in the glass melt. Some glass 
compositions are more easily able to 
digest these defects than others, and 
longer residence times can aid in this 
digestion. 

Given the different conditions of cor- 
rosive genesis of defects created above 
and below the glass melt line, it is often 
possible to distinguish the source of 
these defects by using microanalysis to 
compare their AZO3 and Zr02 contents. 
Since corrosion is an ongoing process 
throughout the life of a furnace, the glass 
producer prefers the most corrosion 
resistant refractory in order to extend fur- 
nace life and decrease defect generation. 

AZS subjected to service above the 
melt line in glass melting furnaces may 
therefore generate liquid phase drips and 
runoff due to vapor phase corrosion by 
interaction with volatiles from the glass 
melt. This long term liquid source of 

defects has been mistaken for exudation 
in some instances. However, its origin is 
very different and its occurrence cannot 
be forecast from the results of exudation 
trials such as the ASTM test. On cooling 
to room temperature, a sample of this liq- 
uid phase corrosion product will usually 
become opaque or white in color, due to 
the presence of crystalline phases 
throughout its volume. However, once 
the liquid drips into glass melt, it can lose 
alumina and exchange other species by 
dtffusion, so that the defect generated in 
this manner may remain completely 
glassy upon cooling. 

True exudation, as defined by ASTM 
type testing, occurs in the absence of 
corrosive species and creates a transpar- 
ent glassy surface layer on the AZS when 
cooled to room temperature. This effect 
is usually experienced as a short term. 
phenomenon, it cannot continue as a 
defect source over months or years in an 
isothermal environment, since its driving 
force must be exhausted with time. It 
has been shown that exudation due to 
temperature cycling of AZS containing 
polyvalent species may continue for 
longer timed21 than exudation under 
isothermal conditions. However, under 
real glass melting conditions this effect 
must also be combined with vapor phase 
corrosion as a source of defects. 

4. CONCLUSIONS ., 
First push exudation is predominantly 
caused by oxidation of the AZS at high 
temperatures. Gas pressure, generated 
during this oxidation, pushes a proportion 
of the AZS glassy matrix phase onto the 
refractory surface. Oxidized AZS exudes 
less than reduced U S ,  and the presence 
of open porosrty may serve to moderate 
the degree of exudation experienced. 
Exudation volume is independent of the 
Na20 content in the AZS compositions 
studied. 

First push exudation causes defect 
generation during first heating of AZS 
refractories placed in sewice in a glass 
melting furnace. However, this exudation 

08829& 
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is a short term phenomenon under 
isothermal conditions, and any further liq- 
uid generation on the AZS surface is due 
to corrosive interaction with the glass 
melt. Above the glass melt. long term liq- 
uid generation on AZS surfaces due to 
vapor phase corrosion may lead to con- 
tinuing production of defects. Increased 
presence of open porosity in the AZS is 
expected to exacerbate the degree of 
corrosion and thereby increase liquid for- 
mation. 

The ASTM exudation test C-1223-92’ 
may be used to qualitatively compare first 
push exudation volumes from refractories 
subjected to the same test. It does not 
take into account the corrosive environ- 
ment of a glass melting furnace and can- 
not be used to compare propensity for 
long term liquid generation. 

The cumnt manufacturing process 
at Monofrax Refractories is adjusted to . 
produce oxidized AZS, by introduction 
of molecular oxygen to the melt during 
the fusion process. The product there- 
fore exhibits the low exudation volumes 
represented in the third set of baa in 
Figures ?(a) and (b). This AZS refractory 
is as close to the ideal fully oxidized fully 
dense material as current production 
technology will allow. 

In furnaces subjected to temperature 
oscillations as low as 50°C121, polyvalent 
ion redox exchange may extend exuda- 
tion for longer time periods. However, a 
corrosion component must also be pre- 
sent in generating liquid on the AZS sur- 

‘ . face. Polpalent ion redox exchange may 
contribute to first push exudation, even 
from oxidized U S ,  but further work is 
necessary to prove this. High punty AZS, 
with low polyvalent ion content, g ive the 
lowest exudation volumes but is not eco- 
nomical to produce. 
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‘EXCDATION’ AYD CORROSION BEHAVIOR 
REFRACTORIES 

OF FUSION CAST . U S  

SM Winder and KR Selkregg (Carborundum Technology Center). 
A Gupta and D Walrod (Carborundum, Monofrax Refractories Division). 

ABSTRACT 

Fused cast Alumina - Zirconia - Silica (AZS) refractories are used in the 
construction of glass melting furnaces, but are associated with defects in the glass 
due to exudation and corrosion phenomena. Exudation of a viscous liquid phase 
onto the refractory surface is predominantly caused by oxidation of the AZS at 
high temperatures. Oxidized AZS exudes less than reduced AZS, and the 
presence of open porosity may serve to moderate the degree of exudation 
experienced. Exudation volume is independent of the N40 content of the AZS. . 

First push exudation causes defect generation during first heating of AZS 
refractories in a newly installed glass melting furnace. However, this exudation is 
a short term phenomenon under isothermal conditions, and any further liquid 
generation on the AZS surface is due to corrosion by the glass melt or vapor. The 
ASTM exudation test C-1223-92 may be used to qualitatively compare first push 
exudation volumes from refractories subjected to the same test. It does not take 
into account the corrosive environment of a glass melting furnace and cannot be 
used to compare propensity for long term defect generation. 

The current manufacturing process at Monofrax Refractories Division 
produces oxidized AZS, by introduction of molecular oxygen to the melt 
during fusion. This product is as close to ideal fully oxidized fully dense 
material as current production technology will allow, and exhibits low 
exudation volumes. 

1. INTRODUCTION 

Fused cast Alumina - Zirconia - Silica (Azs) refractories are used in glass contact 
as well as superstructure application in a wide variety of glass melting furnaces. 
The fusion casting process involves electric arc melting of the A Z S  raw materials 
at -184OoC, pouring the molten liquid into a sand mold, and then cooling the 
casting slowly over a period of 1-2 weeks. 
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Figure 1. Typical AZS Microstructure 

Monofrax CS3 (15828-15-1 1) bar = 50 micrometers . 

Zirconia dendrites (bright contrasting phase) 
Alumina plates (with co-precipitated Zirconia rodr) 

Glassy mamx ( -20wt8 )  

’ 

During cooling, the A Z S  refractory develops a unique microstructure consisting 
primarily of three phases, as shown in Figure 1. Zirconia (the bright phase) 
exists as primary dendrites and alumina (the light gray phase) exists as hexagonal 
plates - usually containing small rods of co-precipitated zirconia. These crystals 
are surrounded by a soclium-aluminosilicate giassy matrix, which accounts for 
-35 vol% of the refractory and provides structural integrity. The distribution and 
size of these different phases present in A Z S  varies significantly throughout the 
volume of a cast block, as a natural consequence of the solidification process. 

When AZS blocks are placed in service in glass melting furnaces, fust exposure 
to heat and ambient atmosphere occurs during initial heat up of the furnace. At 
high temperatures a phenomenon referred to as ‘exudation’ occurs, when a 
portion of the glass phase in A Z S  refractory exudes out onto the surface of the 
casting. This fmt push exudation phenomenon has been generally associated 
with various types of defects in the host glass, such as stones, cords or knots. 
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Further exudation is then assumed to maintain defect generation - even over . 

months or years of continuous isothermal furnace operation. This assumed link 
between exudation and long-term defect generation is often made on the strength 
of chemical analysis, which shows that both the AZS glass phase and defects in 
the host glass are found to contain alumina and zirconia. 

To the extent that A Z S  exudation may be responsible for generation of defects, 
the glass industry prefers an A Z S  refractory with low exudation performance in 
an exudation test. High exudation volme has been correlated with partially 
reduced refractory material, although some glass producers have also incorrectly 
speculated an association between high exudation volume and higher N%O 
concentration in the AZS glass phase. 

This paper will focus on the driving forces for first push exudation as experienced 
in isothermal application of AZS. The relationship between chemistry of A Z S  
glassy phase and exudation will also be discussed, and a distinction between 
exudation and corrosion phenomena will address long-term generation of alumina 
and zirconia rich defects in glass. Consideration will also be given to the method 
of determining exudation volume. 

2. THE FIRST PUSH EXUDATION PHENOMENON 

A Z S  glassy phase exudation has been previously reviewed [''n*, including 
discussion of sustained isothermal heat treatment and temperature cycling. In this 
section, the current ASTM test to simulate exudation will be reviewed and new 
experimental data will be presented to allow discussion of the driving force for 
first push exudation. 

2.1. Driving Forces:- A range of driving forces for AZS exudation phenomena 
have previously been considered"':- 
Internal gas pressure derived from:- Oxidation of reduced species 

Redox of polyvalent impurities (Fe, Ti, Cr) 
'Reboil' of dissolved gases in the glass 
Zro, phase transformation 
Other stresses in the A Z S  casting 

'Vitrostatic pressure' due to:- 

Of the phases present in AZS, both the glassy matrix and the crystalline zirconia 
can exist in partially reduced form. In addition, any unmolten nitrate or 
carbonate batch entrained in the pourstream and any carbon contamination from 
the graphite electrodes used in arc melting, can all  contribute to a list of possibly 
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present reduced species. Reaction with the A Z S  melt in the mold and the 
presence of convection enhance dispersion of these species throughout the 
volume of the A Z S  block prior to solidifkation. After solidification and removal 
of such a partially reduced solid AZS block from its mold and insulating bed, any 
subsequent exposure to heat and oxygen causes generation of internal gas 
pressure due to oxidation reaction. This gas pressure is potentially a major 
driving force for first push exudation, but must eventually be depleted when the 
bldck achieves a fully oxidized state. 

Other studies'2" have shown that temperature oscillations as low as 50°C or 100°C 
around-the ASTM test temperature can cause an increase in exudation volume. 
This effect has been ascribed to redox reactions of polyvalent impurities (Fe, Ti, 
Cr) present in the AZS glassy phase. The polyvalent species release oxygen upon 
heating and accept oxygen upon cooling"o1 so that each temperature cycle causes 
exchange of oxygen between the environment and the AZS. This cyclical 
pumping of oxygen then causes exudation during heating, due to generation of 
gas pressure within the MS. This investigation concentrated on results from 
'isothermal' exudation testing, thus temperature cycling is not considered in this 
paper. However, it is possible that redox exchange between any polyvalent glass 
ions and the environment could contribute a component offirst push exudation 
during first exposure of the A23 to heat and ambient oxygen. 

'Reboil' is a term usually associated with foaming of silicate glass melts due to 
evolution of SO,. This occurs upon changing redox state of the melt and SO, 
solubility in the melt is decreased"". Such reboil of dissolved gases in the AZS in 
situ glass phase may be possible during heating, as the redox state changes upon 
exposure to ambient oxygen, and could contribute to exu&tion. Since this effect 
is dependent upon oxidation reaction, it may be considered another form of 
'oxidation of reduced species'. 

Upon heating through the temperature range -750°C - 900"C, zirconia undergoes 
a phase transformation, from monoclinic to tetragonal form, which is 
accompanied by a net volume contraction of -3 - 5%. This transformation is 
reversible, with hysteresis, upon cooling - so that a net volume expansion occurs 
in the temperature range -1 175°C - lOOO"C'". Considering Monofrax CS3 A Z S ,  
with -33% zirconia which is all above the critical size for transformation, heating 
through the critical range is expected to cause -1.3% volume shrinkage. This 
effect may lead to cavitation phenomena andjlow of glassy phase, but it is not 
expected to conm'bute to first push exudation during heating of AZT to isothermal 
service temperatures. However, during cooling from the ASTM exudation test 
(see Section 2.2.), the reverse zirconia phase transformation and associated 

Reference 9-5 



5 

volume expansion may be considered to cause exudation that would not have 
been experienced in isothermal service. 

Other stresses are expected to exist within any A Z S  block due to thermal 
expansion mismatch between the various phases present. However, the glassy 
phase accommodates considerable stress relief, by viscous flow, above its glass 
transition .temperature (TI -6 10°C). Any stresses developed below the Tc must be 
balanced within the block volume and easily relieved upon re-heating. In 
contrast, any test core removed from the block may represent an unbalanced 
volume element under net stress. Annealing of this stress upon heating may cause 
some viscous flow of the glassy phase, as further discussed in Section 2.4.2. 

2.2. The ASTM Exudation Test:- The ASTM test method, C-1223-92" is 
available to the glass and refractory industries to simulate exudation performance 
of fusion cast AZS refractories, and is generally considered useful as a basis for 
selection of these materials. In the test, a set of 4 inch (102mm) long 1 inch 
diameter AZS cores is seated in platinum foil cups and heated in 12 hours, under 
air in an electrically powered furnace, to a temperature of 1510°C (2750°F). 

In order to simulate exudation at constant temperature, the cores are then soaked 
at 1510°C for 4 hours until the furnace power is cut and the specimens cool to 
room temperature. It is commonly accepted that over 90% of the glassy 
exudation volume generated during this test has occurred during heat up on the 
first push - before the samples reach isothermal equilibrium. This has been 
determined by heating cores to maximum test temperature and then immediately 
cooling them (without subjecting them to the isothermal soak), and measuring 
exudation volume. This test has been criticised, since it is uncertain whether the 
entirety of the measured exudation volume was all present on the AZS surface 
immediately prior to cooling. A component of that volume may have been 
contributed during cooling, eg. driven by volume expansion at the zirconia phase 
transformation. This argument is attended to in Section 2.4.1. 

A variation of this test includes cooling to room temperature and re-heating the 
A Z S  samples in two more cycles. The second cycle usually generates a similar 
volume of exudation as the first cycle, but the third cycle causes a smaller 
increase in exudation. From experience, 5 or 6 cycles are usually required to 
yield a total exudation volume of 3 times that generated on the first cycle. 

These tests may be used to compare performance of Merent materials tested 
together in the same furnace, but particular care must be taken in selection of 
samples, due to the gross inhomogeneity that is natural in fusion cast AZS 
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refractories. Differences in crystal size and phase distribution occur as a function 
of position within any cast AZS block, as a function of depth below the cast skin. 
This is due to different cooling rates experienced at the solidification front. and 
also gravity separation of the primary zirconia dendrites - which crystallize in free 
liquid ahead of the co-precipitated alumina-zirconia crystalline network. Useful 
criteria to aid in correct sample selection are provided in the ASTM document. 

Subsequent to either of the isothermal or temperature cycle tests, optical light 
microscopy allows observation of a sigflicant amount of newly generated 
porosity within the volume of the refractory core. In fact, the amount of new 
porosity has been observed to be directly proportional to the exudation volume"'. 
The formation of this new porosity is commonly accepted as evidence that 
exudation is driven by gas pressure generated inside the casting due to reaction 
during the test.. Figure 2 is a schematic model of the exudation phenomenon as 
obtained in the ASTM test. 

. 

6 0 7  
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2.3.3leasurement Of Exudation Volume: - The commonly followed procedure 
for assessing volume of glassy exudate generated during an ASTM test utilizes 
water immersion technique to allow comparison of total sample volume before 
and after testing. However, A Z S  in the as-produced state is highly permeable, 
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and ‘open porosity’, including any cracks or other flaws, is easily penetrated by 
boiling water when following the normal practice of this method. This fact is 
easily demonstrated by immersion of an AZS core in ink at room temperature, the 
ink completely penetrates the entire core in a few hours. A very different result is 
obtained upon repeating the ink experiment after an exudation trial, when very 
little penetration of the sample is observed. The act of heat treatment apparently 
se@s most of the open porosity, preventing infiltration. 

This effect leads to an overestimation of exudation volume when using water 
immersion technique, since the water does not penetrate the samples’ open 
porosity following exudation. The exudation volume is expressed as the total 
sample volume after the exudation test minus the total sample volume before the 
exudation test. Thus the error is equal to the difference in volume of open 
porosity penetrated during the first and second assessments, and this can be a 
large proportion of the totally expressed volume change including exudation! 

A preferred method of assessing total sample volume change is by immersion of 
the AZS core in a non-wetting liquid, such as mercury. When properly 
performed, this test allows correct determination of exudation volume - even for 
relatively porous samples. 

2.4. Experimental Investigation Of First Push Exudation Driving Force:- 

Results from the Monofrax exudation test program are presented and discussed in 
this section. 

. 2.4.1. Effect O f  Ambient Oxygen On Exudation Volume:- In order to test the 
concept of oxidation d o n  as a driving force for first push exudation, A Z S  
samples were heat treated under Air (ASTM procedure) and also under ‘inert’ 
atmosphere in a sealed tube furnace. Two experimental A Z S  blocks were 
selected for comparison, M5 was a partially reduced material of gray color, while 
M4 was a more oxidized material of buff color. The degree of oxidation 
displayed by the AZS product may be controlled during the fusion process by 
changing arc length from the electrodes to the melt surface, and / or by reacting 
molecular oxygen with the A Z S  melt. Glass phase composition was obtained 
from both A Z S  materials, by microanalysis, and found to be indistinguishable 
with respect to cation content (see Table 1.). 

‘Inert’. atmosphere tests were performed under Nitrogen resulting in about one 
third of the exudation measured in air, see Figure 3. A test on M4 under Argon 
resulted in only 0.05% exudation which corresponds to -7% of the volume 
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exuded under air. In addition, mercury immersion was used to assess air and 
nitrogen treated samples, whereas the argon treated sample was assessed using 
water immersion. Thus, even the small exudation volume recorded for the argon 
treated sample could be ascribed to an artifact of the water technique. This 
Occurrence of very low (or zero) exudation due to testing under argon implies that 
('vitrostatic') stress relaxation is not a major driving force for exudation in M4. 
Thus, the widely held belief (considered in Section 2.2.1, that -90% of total 
exudation occurs during heating to maximum temperature, is probably acceptable. 

Figure 3. Exudation From Experimental CS3 AZS 
Under Different Atmospheres 
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This data demonstrates that the reaction to produce gas pressure in AZS is 
significantly decreased under nitrogen atmosphere (minor oxygen impurity 
present) and almost completely halted under argon atmosphere (very low 
oxygen). This is prime evidence that a major component of the exudation driving 
force is a consequence of oxidation reaction within the AZS sample, even in buff 
coiored 'oxidized' AZS samples like M4. The M5 (gray reduced) sample gave 
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significantly more exudation voiume than M4. This is in agreement with usual 
observation from testing AZS refractories which exhibit a wide range of 
oxidation state. as further discussed in Section 2.3.4. 

2.1.2. Exudation As A Function Of Thermal History And Sample Location:- 
Fused-cast A Z S  is naturally inhomogeneous in structure / chemistry and density / 
porosity as a function of position within a given block. In order to test the effects 
of pre-oxidation treatment, and sample location on first push exudation 
volume, results were compared from pre-treated and standard sampies. 

Four cores were drilled from different parts of a flat cast CS3 AZS block 
(M1822) that had been rejected due to the presence of porous zones. This block 
was intently chosen in order to obtain samples with a wide range of structure and 
porosity. Each cylindrical core (25mm diameter. 90mm length) was sliced 
longitudinally through its axis to provide two comparable halves with similar 
gradients in structure / chemistry and density / porosity as a function of length 
(depth below block surface). Each half was further diced into 3 segments 
representing the U S  structure at different depths (0-30mm. 30-60mm and 60- 
90mm) below the block surface. See Figure 4. 

Segments from one half of each core were used as"standard' untreated 
benchmark samples and segments from the second half were heat treated at 
1055"C/138hr. This (low temperature) pre-treatment was performed in order to 
allow oxidation of the core segments without causing exudation. Following the 
heat treatment, the core segments were inspected visually and no evidence of 
exudation was observed. 

Pre-treated and standard'samples were subjected to the ASTM time / temperature 
profde for assessment of first push exudation. Exudation volume was assessed 
using mercury immersion, and results are presented as Figure 5. Note that for 
each core the relationship between exudation volume and depth is different. This 
is not surprising, considering the macro-scale inhomogeneity within AZS blocks, 
as previously discussed. However, the form of this relationship is generally 
mirrored by standard samples and pre-treated samples from a given core. lending 
validity to the data. 

In every case, the core segments subjected to the pre-treatment gave significantly 
more exudation volume than the corresponding standard sample. This is opposite 
to the instinctively expected trend, since pre-oxidation of the AZS during this 
heat treatment might have been expected to lower the driving force for exudation 
in a subsequently performed test. 
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Figure 4. Typical ZrO, Profiies in Flat Cast CS3 AZS 
Core sampling d e k l  for pre oxidation study 
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Figure 5. Exudation as a Function of Depth and Thermal Histoe 
in Cores A. B. C and D 
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Open porosity volumes of each standard and pre-treated segment were calculated 
by comparing data from water immersion density measurements (water intrudes 
through open porosity) to data from mercury immersion density measurements . 
(non-wetting). Figure 6. is a plot of the relationship between open porosity in the 
samples prior to exudation and the amount of exuded glassy phase. Shaded 
circles represent data for standard untreated core segments and open circles 
represent data for core segments subjected to pre-treatment. Note that all of the 
open circles are in the portion of the plot representing lower volumes of open 
porosity and higher volumes of exudation. It seems that annealing of the glass 
phase during the long-term pre-treatment caused sealing of a large portion of the 
usually open porosity. 

Figure 6. Exudation vs Open Porosity 
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This effect is easily understood by considering the A Z S  core as a volume element 
removed from the constraint of a cast block. Every A Z S  block includes low level 
long-range residual stresses which set in below the glass transition temperature 
during the cooling process. Generation of any high level stress at higher 
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temperatures, eg. at the zirconia phase transformation, is defeated by viscous flow 
of the glassy phase in the block. When the unconstrained core is re-heated to or 
above the glass transition temperature for long times, relief of the now 
unbalanced stress field in the free core is expected to be accommodated by slow 
viscous flow of the glassy phase. This flow can seal off pores and flaws that were 
previously open to the environment. 

From Figure 6, it can be seen that decreasing the volume of open porosity lower 
than - 1.5% leads to increasingly unacceptable volumes of exudation from 
samples of the M1822 flat cast AZS block. Thus, the presence of more than 
-1.5% open porosity (as determined by the described method) acts to decrease 
fust push exudation volumes in this refractory. It is likely that this open porosity 
allows venting of gas pressure from the AZS during heating towards maximum 
temperature, and this action serves to decrease the driving force for exudation. 

From the foregoing discussion, some conclusions can be drawn regarding 
behavior of A Z  samples during the ASTM exudation test:- 

Firstly, if more than 90% of the first push exudation occurs in the temperature 
range 1055°C to 15lO"C, any open porosity surviving through the short time 
interval spent in that temperature range must be important in allowing gas 
pressure relief, and thereby moderating the driving force for exudation. 

Q 

Secondly, the actions of annealing and exudation eventually serve to almost 
completely seal the open porosity, so that a lower driving force would be 
necessary to exude a similar quantity of glass on subsequent heating cycles. 
However, the experimental observation of decreasing exudation volumes'''2' with 
increasing cycle count or time at constant temperature, imply that the driving 
force is being exhausted with each ensuing temperature cycle and time. 

Thirdly, this action in sealing off open porosity would also be expected to 
decrease the in-diffusion rate of oxygen from the environment, thereby limiting 
the rate of reaction for continuing production. of gas pressure and exudation.. 

Fourthly, since the ASTM test core is 4 inches (102mm) long, different amounts 
of fmt push exudation are expected to be produced from different zones along the 
core length. The exudation volume obtained in this test is therefore a composite 
average of exudation from zones between 0 and 4 inches into the block. In 
service, not all of these zones would necessarily be exposed to oxidation on first 
heat up of an AZS block, and oxygen access may initially be contained to a 
limited depth below the block surface. 
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A glass producer may therefore experience a different amount of first push 
exudation than expected from ASTM test results, particularly if the furnace 
follows a first heat schedule different to that used in the ASTM test. The test is 
therefore not expected to represent a quantitative prediction of first push ' 

exudation as experienced in a real furnace heat up schedule. In the absence of 
any other effects, the test may be expected to allow reasonable prediction of long 
term exudation behavior from a given block. However, absence of other effects 
is an' unrealistic assumption - as demonstrated in Section 3 of this paper. Despite 
these arguments, it is still considered that the ASTM test may allow a qualitative 
comparison of exudation behavior exhibited by different A Z S  refractories in the 
same test - so long as extreme care is taken in sample selection, and uniformity of 
furnace hot zone temperature is assured during the test. 

2.4.3. Effect Of AZS Oxidation State On Exudation Volume:- The data 
presented above confirms that a major component of frrst push exudation is a 
consequence of oxidation reaction in the A Z S  - there is no oxidation reaction or 
significant exudation under argon atmosphere. Any open porosity serves to . 

moderate the degree of exudation caused by the product gas pressure. However, 
even a fully dense sample would not exude signifcantly in the complete absence 
of this driving force, so that the ideal A Z S  material would be fully oxidized and 
could be fully dense. 

A reduced AZS material is expected to exude more than an oxidized AZS 
material, assuming other factors (porosity, sample location, etc.) to be constant. 
This is the usual experience observed from the ASTM test as discussed above. In 
order to further test this proposition, a series of six reduced CS3 A Z S  blocks and 
six oxidized CS3 A Z S  blocks were prepared in the production facility at 
Falconer, by varying process conditions during fusion. Three core samples were 
carefully drilled, from equivalent locations in each block, for exudation testing 
using the ASTM (isothermal) technique. 

Prior to exudation testing, pre-test open porosity volumes of reduced and oxidized 
cores were measured by difference between water and mercury immersion, as 
described previously. Data are presented as Figure 7(a), as the second and third 
set of bar charts respectively. Each consecutive bar represents a result obtained 
from one of the three cores taketl from each of the six reduced and six oxidized 
cores, so that there are 18 bars in each set. Exudation data obtained from the 
Same cores by water immersion (to allow comparison with other studies) are 
similarly presented as Figure 7(b). The data presented as the first set of bars in 
each chart are discussed in Section 2.5. 

Reference 9-15 



5.00 - 

4.50 - 

4.00 - 

Figure 7(a). Open Porosity in AZS 
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By comparing data in the second and third set of bars in Figure 7(a), it may be 
deduced that both reduced and oxidized cores display a similar range of open pore 
volumes. Total porosity was also found to be at similar levels in each series of 
cores. In addition, microstructures were observed to be similar in cores of each 
type, and microanalysis of the glass phases gave similar results to those described 
previously for M5 and M4 (see also Table 1.). The only observable difference 
between the cores was color, with oxidized cores appearing uniformly buff and 
reduced material exhibiting a variable degree of gray tinge. 

Despite the physical and chemical similarities between the reduced and oxidized 
cores, a striking difference can be Seen in their exudation behavior - see Figure 
7(b). Oxidized material yields lower exudation volume, with much less scatter 
around the mean, than reduced material. The current manufacturing process at 
Monofrax Refractories Division is adjusted to produce oxidized A Z S ,  by 
introduction of molecular oxygen to the melt during the fusion process. The 
product therefore exhibits the low exudation volumes represented in the third set 
of bars in Figures 7(a) and (b). This AZS refractory is as close to the ideal fully 
oxidized fully dense material as current production technology will allow. 

2.5. AZS Glass Phase Chemistry And Exudation:- A number of A Z S  
refractories were produckd in the laboratory scale arc furnace at Monofrax. A 
series of six materials, M1 through M6, with varying composition and oxidation 
state was selected for study. All compositions were comparable to Monofrax CS3 
in terns of their zirconia and alumina contents, but the composition or redox state 
of the glassy matrix phase in each material varied. Glass phase compositions 
were determined for each material by microanalysis and are presented in Table 1. 
The glass compositions are also plotted in projection on the N@-40,-SiO2 
phase diagramtq, presented as Figure 8, to facilitate comparison. 

Three cores were taken from each experimental block, as previously described for 
the comparison of reduced and oxidized A Z S  refractories manufactured in the 
production facility. Open porosity and exudation volumes (water immersion) 
were obtained and are presented in Figures 7(a) and (b), in the first set of bars. 
Mean exudation data (of 3 cores) for each refractory is also presented in Table 1. 

M1 is a high purity oxidized A Z S  composition with extremely low concentration 
of polyvalent ions in the glass phase, This refractory is snow white in color and 
exhibits the lowest exudation volume when exposed to the ASTM test. The N%O 
content of the glass phase is relatively high in comparison to most of the other 
compositions, and this is accompanied by an increased level of alumina. 
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Figure 8. AZS In-Situ Glass Phase Chemistry 
Microanalysis Nov. 93. 
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Data from Table I. plotted in projection on Figure SO1 from Phase Diagrams for 
Ceramists‘’. Note that all glass compositions lie at a similar temperature on the 
liquidus and form a line parallel to SiO, - Na20.A120, Any addition of Na20 to 
the AZS batch must reside in the glassy matrix of the j5uz.l product, increasing the 
solubility limit for alumina Associated Na20.A120, units complete a structural 
role similar to that of SiO, tetrahedra in the glass network Thus, charge 
balance, together with degree of ‘internal coherence ’ of the glass network 
structure, is automutically compensated for by the increased presence of alumina 
-which always attains saturation concentranon. This maintains a relatively 
constant set of glass phase properties, despite variation in chemistry, so that 
viscosity and TI do not vary substantially from one‘AZS composition to another.. 
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M 2  and M3 are both oxidized AZS materials made without intentionally added 
Bz03, but containing similar levels of Fe,O, and TiO,. M3 contains slightly more 
open porosity than M2. Exudation volumes are very similar. 

M4 and M5 are both the normal Monofrax CS3 composition, as previously 
discussed. M5 was intentionally produced in the reduced state in order to 
compare exudation behavior with that from the normal oxidized product. Note 
that M4 and M5 glass phase compositions are essentially identical, but can be 
differentiated from M2 and M3 due to their B,O, content, Fe/Ti ratios and 
generally lower CaO content. The oxidized material (M4) yields a similar 
volume of exudate as M2 and M3, but the reduced material (M5) gives 
considerably more exudation in the same test. 

M6 is a special oxidized composition, produced with -3 times more soda in the 
batch than normal CS3 AZS. This material also exhibited a large range in open 
porosity as a function of depth. The impurity oxides have been diluted to low 
levels, due to the large volume of glassy phase generated in the presence of this 
unusually high alkali content. Despite the large N%O content and consequential 
increased volume of glass, this material produces a low exudation volume when 
submitted to the ASTM test. Note again that the high N%O concentration in this 
glass is accompanied by an enhanced presence of dissolved w03. 
It is currently believed by certain parts of the glass industry, and some refractory 
manufacturers, that alkali content of A Z S  materials is an important parameter in 
determining exudation volume. However, the data presented here demonstrate 
clearly that addition of extra N%O to the A Z S  batch does not lead to increased 
exudation in the ASTM test. This behavior is easily understood by considering 
both the driving force for exudation and also considering the structural network 
theory of glass formation". 

Within the range of normally applied compositions, addition of extra NqO to the 
A Z S  batch does not change the redox state of the final product block - and 
therefore does not affect the driving force for exudation. In the extreme example 
of M6, a high volume of open porosity in some segments may even serve to 
moderate the driving force for exudation by relieving gas pressure. 

Addition of extra NqO to the A Z S  batch results in higher concentration of N40 
in the glassy matrix phase of the product refractory. However, the extra alkali 
does not enter the glass struc&re alone as a single modifying cation, but allows an 
increased solubility for alumina which accompanies it into the network structure 
in 1: 1 molar ratio. This N%0.A403 interaction does not cause an increase in non- 
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bridging oxygen that would occur due to addition of NqO in the absence of 
AZO3. Thus, the degree of ‘internal coherence’ of the glassy network is 
maintained and properties are virtually unaffected. This means that speculation 
of low viscosity AZS glassy phases, rich in N%O, is incorrect. This can be 
proven by assuming Stevels’ model Irl to calculate the average number of bridging 
oxygen per tetrahedra in the glass structure, which is essentially unchanged for 
the range of glass compositions exhibited by M1 through M6. 

Only refractory M5 was intentionally produced in the reduced state, and a l l  other 
materials were oxidized within the limits of production capability. However, the 
high purity M1 material produced considerably less exudation than the other 
materials. This may be Seen as evidence that polyvalent redox reactions do 
contribute to fmt push exudation, but more work is required to prove this beyond 
reasonable doubt. 

* 

Logic developed from the data and discussion presented in Sections 2.4. and 2.5. 
leads us to a governing principle employed in manufacturing Monofrax AZS to 
produce low fmt push exudation volumes:- 
The size of driving force due to oxidation reaction(s) is determinurat and other 
factors (porosity, etc.) may sene to adjust the volume of exudation experienced 
Na,O content bf CS3 AZT in-situ g h s  phase has no eflect on exuddion volume 
within reasonable limits. The objective in manufacturing optimized material 
should then be to remove the driving force for exadztion, by production of 
oxidized material. 

. 

While very high purity raw materials (Ml)  may further optimize exudation 
.performance, the current market for fued-cast refractories seems unwilling to 

corrosive atmosphere in glass melting service, even high purity A Z S  may produce 
defects due to liquid drips and runoff - but.this is not due to exudation, as will be 
discussed in the next section. 

. pay the cost of manufacture of such premium product. Upon exposure to 

3. AZS VAPOR PHASE CORROSION IN GLASS MELTING SERVICE 

During service in glass melting furnaces, AZS refractory is subjected to attack by 
components of the glass melt, either by direct contact with the liquid melt or 
through vapor phase transport of volatile species. Corrosion of A Z S  via the 
liquid phase has been extensively treated in the literature Irwu9’ and will be only 
briefly reviewed here. Corrosion of AZS and other refractories via the vapor 
phase has previously been given less attention, but with the introduction of 
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oxyfuel combustion technology this topic has now become a major concern for 
glass producers and refractory manufacturers. Monofrax Refractories Division is 
currently pursuing an extensive study of refractory vapor phase corrosion under 
oxyfuel and airfuel combustion atmospheres. Regardless of the path that 
corrosive species take, via liquid or vapor phase, the presence of any open 
porosity or open flaws in the AZS will only enhance their rate of introduction. 

At and below the melt line, attack via the liquid phase leads to corrosion of A Z S  
by diffusive transport of species across the interface. Components of the glass 
melt, usually alkali and alkaline earth species, rapidly diffuse into the AZS 
surface through the glassy matrix and any flaws. The presence of these structural 
modifiers tends to cause dissolution of the A Z S  alumina phase, which then 
diffuses out into the infinite sink of the glass melt. The A Z S  zirconia phase, 
being less soluble in the liquid at the interfacial transition zone, tends to remain 
undissolved and can eventually be washed into the glass melt by local currents to 
cause defects. Thus, the corrosive interface progresses into the AZS block, at a 
faster rate where currents due to convection and glass - pull are highest. 

Above the melt line, alkali and other.cations. can be taken from the surface of the 
glass melt into the vapor phase, by formation of volatile hydroxide and other 
species - such as NaOH, KOH, BOH, PbO, SbO, Na$O,, ex. In certain parts of 
the furnace there is also opportunity for direct contact of gas - borne batch dust 
with the refractory. These corrosive species again diffuse into the AZS surface 
decreasing the liquidus temperature and liberating alumina into the AZS matrix. 
However, in this case, there is no directly contacting sink for the alumina so it 
remains on the A Z S  surface concentrated in solution in the large liquid pool 
containing large amounts of zirconia crystals, created due to vapor phase 
corrosion. Eventually, enough liquid can be created to cause drips and runoff 
which may become defects in the glass melt. Some glass compositions are more 
easily able to digest these defects than others, and longer residence times can aid 
in this digestion. 

Given the different conditions of corrosive genesis of defects created above and 
below the glass melt line, it is often possible to distinguish the source of these 
defects by using microanalysis to compare their 40, and Zro, contents. Since 
corrosion is an ongoing process throughout the life of a furnace, the glass 
producer prefers the most corrosion resistant refractory in order to extend furnace 
life and decrease defect generation. 

A Z S  subjected to service above the melt line in glass melting furnaces may 
therefore generate liquid phase drips and runoff due to vapor phase corrosion by 

, 
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interaction with volatiles from the glass melt. This long term liquid source of 
defects has been mistaken for exudation in some instances. However, its origin is 
very different and its occurrence cannot be forecast from the results of exudation 
trials such as the ASTM test. On cooling to room temperature, a sample of this 

’ liquid phase corrosion product will usually become opaque or white in color, due 
to the presence of crystalline phases throughout its volume. However, once the 
liquid drips into glass melt, it can lose alumina and exchange other species by 
diffusion, so that the defect generated in this manner may remain completely 
glassy upon ,cooling. 

. 

True exudation, as defined by ASTM type testing, occurs in the absence of 
corrosive species and creates a transparent glassy surface layer on the A Z S  when 
cooled to room temperature. This effect is usually experienced as a short term 
phenomenon, it cannot continue as a defect source over months or years in an 
isothermal environment, since its driving force must be exhausted with time. It 
has been shown that exudation due to temperature cycling of A Z S  containing 
polyvalent species may continue for longer times” than exudation under 
isothermal conditions. However, under real glass melting conditions this effect 
must also be combined with vapor phase corrosion as a source of defects. 

4. CONCLUSIONS 

First push exudation is predominantly caused by oxidation of the A Z S  at high 
temperatures. Gas pressure, generated during this oxidation, pushes a proportion 
of the A Z S  glassy matrix phase onto the refractory surface. Oxidized A Z S  
exudes less than reduced A Z S ,  and the presence of open porosity may serve to 
moderate the degree of exudation experienced. Exudation volume is independent 
of the N%O content in the A Z S  compositions studied. 

First push exudation causes defect generation during frrst heating of A Z S  
refractories placed in service in a glass melting furnace. However, this exudation 
is a short term phenomenon under isothermal conditions, and any further. liquid 
generation on the AZS surface is due to corrosive interaction with the glass melt. 
Above the glass melt, long term liquid generation on AZS surfaces due to vapor 
phase corrosion may lead to continuing production of defects. Increased presence 
of open porosity in the A Z S  is expected to exacerbate the degree of corrosion and 
thereby increase liquid formation. 

The ASTM exudation test C-1223-92 may be used to qualitatively compare first 
push exudation volumes from refractories subjeced to the same test. It does not 
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take into account the corrosive environment of a glass melting furnace and cannot 
be used to compare propensity for long term liquid generation. 

The current manufacturing process at Monofrax Refractories Division is 
adjusted to produce oxidized AZS, by introduction of molecular oxygen to ’ 

the melt during the fusion process. The product therefore exhibits the low 
exudation volumes represented in the third set of bars in Figures 7(a) and 
(b). This AZS refractory is as close to the ideal fully oxidized fully dense 
material as current production technology will ailow. 

In furnaces subjected to temperature oscillations as low as 5OoCr2’, polyvalent ion 
redox exchange may extend exudation for longer time periods. However, a 
corrosion component must also be present in generating liquid on the AZS 
surface. Polyvalent ion redox exchange may contribue to fust push exudation, 
even from oxidized AZS, but further work is necessary to prove this. High purity 
AZS, with low polyvalent ion content, gives the lowest exudation volumes but is 
not economical to produce. 
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Glass Furnace 
Refractories 

The Carborundum Company manufac- 
tures Monofrax" fused cast refractories 
which improve glass quality and extend 
tank life. Each, by virtue of strength 
and structure. plays a specific role in 
withstanding the varied and harsh con- 
ditions present in modern glass tanks. 
No single refractory has the properties 
to meet all the varying conditions in a 
glass furnace. 

world's broadest, includes: 
-Types A, M, and. H Monofrax 
aluminas which offer high purity, and 
low seed, cord, and stone evolution. 
-Conditioned S-3. 54, and S-5 
Monofrax alumina-zirconia-silica (US) 
mixes which are exceptionally erosion 
and corrosion resistant at high 
temperatures. 

* -Types E, K-3 and E Monofrax 
chrome-bearing refractories resist the 
most severe erosion and corrosion in 
throats, hot spots, sidewalls, and other 
problem areas in fiberglass furnaces. 
These products may cause glass 

The Monfrax product line, the 

, 

- coloration. 
We recommend specific Monofrax 

refractories, based on their unique 
properties for glass furnace melters, 
refiners, and superstructures. With the 
appropriate choice of Monofrax com- 
position and casting technique coupled 
with proper insulation, these refrac- 
tories extend tank campaigns, improve 
pack percentage and lower fuel and 
maintenance costs. 

Other Products and Services 
The Carborundum Company also pro- 
vides solutions to other glass plant 
operating problems. For example: 
-Fiberfax3 ceramic fiber products 
insulate glass tanks and protect refrac- 
tories from thermal shock during hot 
repairs. 

refractory designs and eliminate costly 
and unnecessary deviations from rec- 
tangular blocks. 

Our engineers can frequently simplify 

a 



Petrology 6 @ 7  

To apply fused cast refractories 
intelligently. an understanding of their 
microstructure is important. 

Corrosion resistant zirconia is the 
prime ingredient in AZS mixes. Zirconia 
crystals, set in alumina and a silica 
glass. are as important to the perform- 
ance of AZS refractories as diamonds. 
set in metal. are to the service life of 
diamond saws. The glass phase is the 
key in AZS products because it softens 
in service to accommodate the erratic 
thermal expansion and contraction 
behavior of crystalline zirconia, which is 
33% to 40% of AZS fusions. In normal 
glass furnace thermal cycling, zirconia’s 
behavior stresses a glass-free structure. 
However. AZS’ glass phase is the 
weakest part of the refractory’s struc- 
ture in furnace service. It dissolves first. 
followed by alumina and finally zirconia. 

Type S-3 3So/o Zirconia (5OX) 
A micro section of Monofrax CS-3 
refractory. photographed with 
reflected light, shows laths of 
corundum (A1,03) mottled with 
included zirconia crystallites (white) in 
a field of darker gray representing the 
siliceous glass matrix. White chains 
locate the intersection of branching 
zirconia dendrites with the plane of the 
section. The non-crystalline siliceous 
phase makes up thelremainder of the 
refractory. 

Type S 4  36V0 Zirconia (SOX) 
A micro section of Monofrax CS-4 
refractory, photographed with 
reflected light, shows alumina 
crystalized in elongated, generally 
oriented forms with fine, well 
dispersed included crystallites (white) 
of zirconia. Larger, white rounded 
granules of zirconia are scattered 
through the microstructure. Alumina 
and zirconia are crystallized in a 
glassy matrix. represented as the 
darker gray areas. 

Type S 4  40% Zirconia (50X) 
A micro section of Monofrax CS-5 
refractory, photographed with 
reflected4ght. shows a composite 
crystal development of alumina 
(AI,O,) with included zirconia (Zr02). 
The light gray regular forms mottled 
with fine zirconia crystallites (white) 
represent this composite phase in the 
photo. The section also shows a high 
concentration of zirconia as white 

scattered through the body. These 
crystalline phases. solidified from the 
melt, are fixed in a siliceous non- 
crystalline matrix (dark gray areas). 

rounded granules generously - 
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Alumina and chrome bearing 
refractories are essentially glass-free. 
totally crystalline materials. The lath- 
like beta alumina crystals in type M 
interlock with the chunky alpha alumina 
crystals in a dense structure. Sodium 
beta alumina, most stable in alkali 
atmospheres, slowly reverts to alpha 
alumina in contact with molten batch 
carryover. In K-3. extremely corrosion 
resistant chromic oxide is uniformly 
distributed in both the R203 and spinel 
phases. Type E. with typically 78Y0 
chromia. provides excellent corrosion 
resistance to insulating fiberglasses. 
Type 8, with higher chromia and lower 
accessory oxide contents. is excellent 
with glasses having high alkaline or 
high alkalinelearth oxides. 

Type H-Beta Alumina (SOX) 
Beta alumina, crystallized from an 
electric furnace melt of soda and 
alumina, forms 100% of this unique 
glass-free fusion. alumina (Na201 1AI2O3). 

Type M Alpha-Beta Alumina (SOX) 
Essentially glass-free, this fusion is a 
structural intergrowth of &%alpha 
alumina (A1,O-J and 55% lath-like beta 

Type E-78% Chromb (SOX) 
Major crystalline phase (Mg, Fe) 
(Cr, AI. Fe)Oa comprises approxi- 
mately 50% of the microstructure. It 
envelopes 45% R203 phase (Cr, AI. 
Fe)2O3 and 5% glassy matrix. 

Type K-3 Chrome-Alumina (SOX) 
Solid solution crystals of chrome- 
alumina comprise 60 to 65% of this 
refractory, glass 3% to 4%. and a 
complex magnesia-chrome-alumina 
spinel the remainder. 

Type 8433% Chromia (SOX) 
Major crystalline phase is typically 
75% (Cr. A1)20J solid solution, 20% (Cr. 
Al)Oo phase and 3% interstitial glass. 

080328 
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Typlcal Chemical Cornpodtlon (YO) Typical Phydcal Pmpades 
Alkali and 

M 94.5 - - 0.8 4.7 212 (3.40) 20 
H 93.3 - - 0.3 6.4 195 (3.12) 4.0 
K-3 50.6 - 27.1 1.6 127 239 (3.83) 4.0 
E 6.5 - 77.7 1.7 14.1 260 (4.17) 5.0 
B 13.7 - 822 0.8 3.3 285 (4.56) 5.0 

(14.421 lm: 
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A 'Casting Techniques 

As regular fused cast refractories 
solidify in molds. they develop shrink- 

Regular Cart 
. 

age cavities. In most furnace appli- 
cations these 9 1  1% voids seldom 
present problems. However. we have 
spent years of intensive work to dis- 
place. reduce, and eliminate them. As a 
result, Monofrax refractories can be 
produced as required in tilt, reduced 
void, end cast, or end poured, inhibited 
civity (EPIC) castings. 
Tilt Cast 
Blocks are poured and annealed in a 
way that locates the casting void at the 
high end of the block. comparable to 
the bubble in a spirit level. In a glass 
furnace sidewall, the void is placed 
away from the maximum erosion zone. 
Blocks are appropriately stenciled to 
avoid misuse. 
Reduced Void Cast 
Through repour techniques, up to 80% 
of the normal void is filled before block 
annealing occurs, and the amount of 
useful refractory is increased because . 
of the improved, fine-grain crystalline 
structure. Reduced void refractories are 
widely used for throat, doghouse, and 
electrode blocks, and in maximum 
erosion zones of sidewalls and 
bridgewalls. 

This technique provides economical 
sidewall castings. The upper portion of 
the blocks are extremely dense and 
essentially free of porosity. This 
zirconia-rich zone provides very high 
corrosion resistance, equivalent to 
EPIC-3 quality, and ideal protection 
against the classic metal line cut. 
EPICi3 Cast 
The EPIC-3 casting technique is an 
end-cast process utilizing carefully 
timed. multiple pourings into oversized 
headers. When the refractory is cool, 
the header is removed with a diamond 
saw. The EPIC-3 technique produces 
void-free castings with unsurpassed 
crystalline uniformity. EPIC-3 castings 
are recommended for the most critical 
throat and doghouse blocks, port floors. 
electric furnace sidewalls, and electrode 
bubbler blocks. EPIC-3 has replaced 
the diamond cut lug (DCL) process. 
except for paving tiles. 

End -St 
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Melter 

Because of their high temperature 
corrosion resistance in the melter end, 
Monofrax S refractory mixes should be 
used for sidewalls, pavers, bubblers, 
doghouses, electrode blocks and 
bridgewall tank throats. Corrosion 
resistance increases as zirconia content 
becomes higher from Conditioned 5 3  
to S5; S-4 and S 5  are respectively 25% 
and 35% more resistant to soda lime 
glass corrosion than S3. 

Monofrax $4 refractories, with an 
intermediate 36% zirconia content, have 
the highest thermal shock resistance of 
all AZS materials. This is extremely sig- 
nificant in electrode and doghouse 
assembly selection. 

corrosion resistance, K-3 refractories 
are widely used in oil, gas, and electric 
furnaces which melt fiberglass insula- 
tion. They are also used in metal line hot 
spots in flat glass tanks. 
OtherMdtWRdWEtOfb 
Monofrax A alpha alumina blocks are 
generally used only for special glasses, 
e.g.. nucleated glasses where zirconia is 
an unacceptable contaminant. Mono- 
frax E chrome-spinel refractories, avail- 
able only in void-free EPIC-3 blocks, are 

Because of their exceptional 

Crltedie for 
Refractory Selection 
The profile charts compare Monofrax 
compositions and show how they relate 
to the key facto3 of tank life and glass 
quality in the melter, refiner, and . 

superstructure. Each refractory is 
critically compared against traditional 
industry norms for various furnace 
areas. It is critical to know and use these 
composition characteristics to choose 
the ideal refractory, because an all- 
purpose refractory does not exist. 

used in throats of fiberglass insulation 
(wool) tanks to equal the exceptional 
service life provided in sidewalls by 
Monofrax K-3 EPIC-3 blocks. 

In melter pavings, large DCL tiles 
reduce glass and tramp metal attacks 
on joints. Conditioned S-3 DCL tiles are 
the usual choice. 
Laying Cement 
Upward drilling under pavers is sharply 
reduced when Monofrax S tirconia- 
alumina laying cement is used as 
bedding and vertical joint momr. 
K-3 chrome-alumina cement provides a 
safety barrier between subcourses of 
zircon and clay in insulated melter 
bottoms. In paving studies, Monofrax K 
cement effectively blocks penetration of 
soda-lime glass and metal. 
K chrome-alumina cement and K-3 

RAM with its chrome-aluminafused 
cast grog are used in wool fiberglass 
melter pavings. They provide the 
greatest resistance to glass penetration 
and tramp metal when their chrome 
coloration potential can be tolerated. 
Thlwtm 
Conditioned S-5 EPIC-3 cover blocks 
provide extended, trouble-free throat 
service. EPIC-3 void-free blocks have 

m n g  

Tank Ufe 
Feeton 

'1 
! 

exceptional service life because of their 
greater crystalline uniformrty. f ins  
grained structure and absence of 
casting Surface shell top than regular 
cast blocks. 

exceptional glass corrosion resistance. 
They are used effectively in throats, 
melting opal. amber, and green glasses 
where limited amounts of this 27% 
chromic oxide refractory esgure mini- 
mal risk of glass color contamination. 

Monofrax E 78% chromic oxide and 
Monofrax B 82% chromic oxide have 
the highest corrosion resistances of any 
fused cast refractory. Because it 
increases throat life, Monofrax E 
extends electric furnace campaigns 
many months. 
Rsmlum Blocks 
Reduced void, tilt cast, end cast or end 
cast void-free EPtG3 &st blocks 
should be used in throats, doghouse 
comers. electrode blocks, bubbler 
blocks and severe wear amas. Selective 
use of these special structures assures 
longer, more uniform lining wear 
throughout the melter. maximizing 
return on investment with longer 
campaigns. 

K-3 chrome-alumina refractories have 

. 

- 

~baurlity 
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Refiner a $3 Conditioned AZS S 4  Conditioned AZS $5 Conditioned AZS 

7 

Refractory Selection: 
Glass quality and improved percentage 
of pack dictate the refractory choice for 
refiner applications. Any reduction in 
seed. cord, and stone evolution trans- 
lates directly into significant irnprove- 
ment in acceptable ware. Even a slight 
improvement in glass yield significantly 
increases the profitability of the tank 
campaign. 

factors which affect glass quality. The 
glass phase content of the 5 3  AZS 
material is 18% by weight. Because of 
lower specific gravity the glass phase is 
25% by volume. In corrosive conditions, 
the glass phase is attacked first and has 
the most harmful effect on glassquality. 

Generally, Monofrax M refractory is 
best for glass contact applications in 
soda-lime refining ends. It equals the 
refiner corrosion resistance of AZS 
products at 25000 F (1 3700 C). and is 
better at lower refining end tempra- 
tures commonly found in float glass 
canal assemblies and TV glass chan- 
nels. Conditioned S AZS refractories 
am suitable for the special operating 
conditions encountered with born 
silicate and some lead glasses. 
Soda-Umearwl Teiwisbn o(u# 
Crystalline Monofrax M alpha-beta 
alumina, without zirconia and glass 

The profile chart compares the major 

. 

- 6 E Chrome Spinel K-3 Chrome-Alumina M Alpha-Beta 

phase, has the lowest seed and blister 
potential of all glass contact refrac- 
tories. Thus, it is used internationally in 
soda-lime refiners and channels. It is 
-also used almost universally in feeder 
channels for television glass. as refiner 
paving in flat glass tanks, and as canal 
sections for float glass. 

Monofrax M blocks surpass AZS 
materials in resistance to horizontal 
joint attack in refiners. 

Conditioned S-4 and S 3  provides 
greater performance balance when 
glass contact temperatures in the riser 
sections exceed 25000 F (1 3700 C) and, 
typically, in the first few hot end 
channels of electric tanks. Low carbon 
and metallic impurities in Conditioned 
AZS refractories lower the defect 
potential in refining areas. 

Type M is widely used for refiner 
grounding electrode blocks. Condi- 
tioned S-4 and S-5, with higher elec- 
trical resistivity and low seeding and 
glass exudation potential, are ideal for 
powered refiner electrode blocks. 

Monofrax M refractories for feeder 
entrances and channels are supplied 
with diamond-trued mating ends at no 
extra cost Joint corrosion potential in 
forehearths is greatty minimized. With 
diamonbground joints between feeder 
entrances and support blocks. upward 

' 

The higher corrosion resistance of 

drilling at horizon!al joints is reduced. If 
the feeder entrance block is slightly 
recessed from the support block. 
upward drilling is further minimized. 
Borosilicate Glasses 
Because of their higher operating 
temperatures. Conditioned S refrac- 
tories are recommended in borosilicate 
refiner feeder channels. 

Feeder entrances of Conditioned S-5 
give added resistance to upward drilling 
because the glass phase is only 13% 
versus 18% for common AZS materials. 
Conditioned S-4 is generally used in 
feeder bowls. 

Type K-3 and E chrome fused cast 
refractories are widely used for glass 
contact in wool fiberglass forehearths 
because their corrosion resistances are 
several times greater than AZS fused 
cast. Type E chrome-spinei is much 
superior to bonded chrome refractories 
in thermal shock resistance while equi- 
valent or better in corrosion resistance. 

Monofrax HMS laying cement is 
recommended as a bedding and vertical 
joint mortar for type M refiner pavings. 
For added senrice. it is common to clean . 
and pack worn joints in type M sidewalls 
with HMS cement. This high alumina, 
airset cement is exceptionally pure and 
highly resistant to glass corrosion. 

Llylngce-t . 
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Doghouse End 
Combinations of Conditioned S 3 ,  S 4 .  
and $5 AZS mixes protect against 
batch carryover, flame erosion, and 
entrained dust impingement. These 
refractories have the required abrasion, 
alkali vapor, thermal shock, and batch 
carryover resistances. Conditioned S 
refractories also have low glass 
exudation at high temperatures. 

EPIC-3 blocks provide maximum 
service life in critical port entrance 
areas. 
Port Necka 
Conditioned S-4 and type H beta 
alumina materials deliver the best 
refractory balance in port necks where 
very high thermal shock resistance and 
dryness are most important. Low glass 
phase exudation is also important in 
port necks because clean, non-dripping 
materials minimize buildup of batch 
dust and condensing alkalis. A dry 
refractory is even more desirable when 
insulation is used. Insulation lowers 
thermal gradients and raises the 
temperature in glaw-phasecontaining 
refractories: this accelerates flow of 
glass to the surface. High alkali resist- 
ance is also desirable. 

Type S4. a 36% zirconia product. 
contains only 14% siliceous glass 
phase. It provides the greatest thermal 
shock resistance of any AZS composi- 
tion and is recommended where batch 
carryover is excessive. 

the highest tolerance against thermal 
shock of any fused cast refractory, and 
is superior to many bonded refractories. 
It is soda-saturated alumina, and is 
remarkably dry and stable in hot alkali 
temperatures. Because of its 10096 
crystalline composition, Type H can be 
easily insulated without runout. 

Conditioned S-4 and S 5  void-free 

Glass-free Monofrax H refractory has 

Refiner End 
In the refiner end, alkali vapor and 
condensate attack accelerate rundown 
and drip; stones and cords can be 
formed. All-crystalline. zirconia-free M 
and H aluminas supply the high temper- 
ature inertness required in this section 
of a glass tank superstructure. Heavily 
insulated type M and H aluminas 
protect against glass phase exudation 
and drip generated by AZS refractories. 
Zirconia stones and cords encountered 
with AZS fused cast and bonded refrac- 
tories are avoided. Heavily insulated 
AZS products allow more glassy phase, 
up to 25% by volume, to become liquid 
and mobile. 

Monofrax M and H refractories 
remain dry at high temperatures and in 
concentrated alkali vapors. This is an 
important consideration in frontwalls of 
glass tubing tanks, flat glass canal 
entrance arches, and feeder entrance 
lintels of television glass furnaces and 
container glass furnaces. 

H refractories frequently last for two 
campaigns. 

Monofrax M alpha-beta alumina 
blocks are-superior to type H in solid 
and block bridgewall superstructures of 
end-fired tanks because of their batch 
carryover, abrasion and alkali resis- 
tance, and almost total absence of glass 
phase. 

In superstructure locations, Monofrax 

Tank Life 
-On 
I 

Laylng Cement 
Zirconia-free Monofrax HMS airset 
laying cement, ideal for superstructure 
applications. has been used worldwide 
for more than 20 years. This high 
alumina mortar is made from high 
quality raw materials. 

is recommended for rammed port 
bottoms where batch carryover is 
minimal. It has lower fired shrinkage 
than type HMS. 
OP niing 
Superstructure performance is affected 
by the use of fuel oils, especially those 
high in sulphur and vanadium. A study' 
of vanadium pentoxide attack on 
superstructures suggests new alter- 
native uses for Monofrax M versus AZS 
types to solve this problem. 

Rugged, glass-free and zirconia-free 
type M alpha-beta alumina has lower 
thermal shock resistance than AZS 
products. However, this can be offset by 
appropriate insulation which lowers 
thermal gradients through the Monofrax 
M blocks. In addition, chunky block 
design of Monofrax M refractory 
minimizes thermal sttess. 

Types M and H will withstand sub- 
structure temperatures to - F 
(1760%) and can be heavily insulated 
without subsidence under load. 

High alumina Monofrax RAM cement 

'Roy W. Brown and Karl H. Sandmsyer, "Sodium Bach Abraston ThUlnOl Alkali Absenceof Effeaiveness 
Vanadate's Effect of Superstnrcture Refractories". Carryover Resistance Shock Rssista- 
The Glass rndurrry Magazine. (November 1978) Reaistance 2-F R0SiStanW Exudation 
p. 16. (December 1978) p. 15. lsso0C 



Flat'Glass Furnace 
Soda-Lime Glass 

S-3 Conditioned AZS ~4 Conditioned AZS $5 Conditioned u s  - - 
0 H Beta Alumina 

E Chrome Spinel 

M Alpha-Beta Alumina 

MonOfW B 

K-3 Chrome-Alumina 

Funlaw RemmmendedMonotrax Recommended 
kea  Refractory Type Casting Technique 

Melter @ Doghouse Conditioned S-4 Tilt Cast or EPIC-3 . 
@ DoghouseComers Conditioned S-5 EPIC-3 
@ Sidewalls up to Hot Spot 
@ Pavers Conditioned S-3 DCL Tile 
@ Side Electrode Blocks Conditioned S-4 EPIC-3 
@ HotSpot Conditioned S-4 or S-5 End Cast 

Hot Spot Alternative K-3 EPIC-3 
@ Sidewalls beyond Hot Spot Conditioned 5-3. Regular Cast 

EPIC-3 @ Bubblers Conditioned S-5 
Refiner @) Sidewalls M Regular Cast 

@ Pavers M DCL Tile or Regular Cast 
@ Float Canals M Ground EPIC-3 

Drawbacks, Shutoff# M Regular Cast 
superstructure @ Backwall M Regular Cast 
up to Hot Spot Backwall Alternative Conditioned S-3 Regular Cast 

@ OoghoweArch Conditioned S-4 Regular Cast 
@ Bmastwalls M Regular Cast 

Bre&3twallsAltematiw Conditioned S-4 Regular Cast 

@ PortArches/Jaf~~bs Conditioned S-4 or S-5 Reduced Void 
@ Port Necks (1st and 2nd) Conditioned S-4 Regular Cast 

@ Regenerator Entrances H Regular Cast 
SuDerStructure @ Port Floors Conditioned S-3. H Regular Cast 

Conditioned S-3. S 4  Regular Cast 

.- 

@ Burners Conditioned S-4 VIG3 

@ Plate Blocks, Port floors Conditioned S-4 or S-5 €PIG3 

beyond Hot Spot - ~ 

@ PortArches H Regular Cast 
@ PortNecks H Regular Cast 
@ Breastwalls H Regular Cast 
@ Front Wall Arch, Veneer H Regular Cast 

'Not pictured 

lldainlbrmetion r e J p m m m T h e ~ m  
cornpay's m w  -(a- 
tay sebction. mcaum os vaytng and unlque 
c o n d w o n s ~ r s t r a c t o r l e s m a Y k , -  
SUM to apdicconditk~ c0nSu)tmth ow -- . forother- 

QUO334 
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Side Fired Furnace 
Soda-Lime Glass 

. Melter 

.C' 

. ?.- 

Furnace Recommended Monofrax Recommended 
Area Refracton TYW Cartine Techniaue 

@ Doghouse Sidewalls Conditioned S-4 , ReducedVoid, End Cast or 
i .  EPIC-3 -_ .- - 

@ Doghouse Comers ConditionedS-5 EPIC-3 
@ Side Electrode Blocks . Conditioned S-4 WIG3 
@ Bottom Electrode Blocks Conditioned S-5 EPIC-3 
@ Sidewalls up to Hot Spot Conditioned S-3 End Cast, l i l t  Cast or 

Regular Cast 
@ Hot Spot Conditioned S-3 End Cast, Tilt Castor 

Regular Cast 
0 Sidewalls b o n d  Hot Soot Conditioned S 3  End Cast or Reaular Cast 

~ ~ 

@ Pavers Conditioned 5 3  DCL Tile 
@ mroatAssemMy Conditioned $5. S-4 WIG3 

mroat ~ltemathre K-3 EPIC-3 
Bridgewall' Conditioned 5 3  Regular Cast 

Refiner Sidewalls/Bridqewall . M Reaular Cast 

@ P a m  M DCL Tile or Regular Cast 
@ FeederEntrances M Regular Cast 
@ Skimmers M Regular Cast 
@ FeederChannds M Regular Cast 
@FeederB0wlS Conditioned S 4  Regular Cast 

Supemructure @ DoghouseArch Conditioned S-3 Regular Cast 
m FeederBlocks Conditioned S-4 Reduced Void up to Hot Spot 

e 

@ DoghoweComers Conditioned S-5 ReducedVoid 
@ Tuck Stones Conditioned S-4 Regular Cast 
@ RearGableWall M Regular Cast 

Rear Wall Alternative Conditioned 5-3 Regular Cast 
6) Resenerator Entrances H Regular Cast 
@ PortNecks Conditioned S 4  Regular Cast 
@ PortArches/Jambs Conditioned S4, S-3 Reduced Void 
@PoltNeckpavers Conditioned S3 DCL Tile 

@ Bridge Covers/Shadow walls H. M 
@ port Sills Conditioned S-4 or S-5 EPIC-3 

@FeederEntranceCovem ' H - 1  Regular Cast 
Regular Cast ' superstructure 

beyond Hot Spot 

Regular Cast( - t' H [m Other Areas 
'Not pictured 

Rnfornnpn 1 n-11 



End Fired 
Soda-Lime Glass 

Furtiace os3 Conditioned AZS s-4 Conditioned AZS S S  Conditioned 

H Beta Alumina 

E Chrome Spinel 

M Alpha-Beta Alumina K-3 Chrome-Alumina 

Monofrax B 

Funlace RocornmmdedMkfrru Recommended 
Area R.tnctoryfyp. C88Ung Technique 

Melter A DoahouseCorners Conditioned S-5 EPIC-3 
@ Doghouse Sidewalls ' Conditioned S-4 Reduced Void 
@ pavers Conditioned S-3 DCL Tile 
@ Sidewalls/Backwall Conditioned S-3 End Cast, Regular Cast or 

Tilt Cast 
Side Electrode Blocks Conditioned S-4 EPIC3 8 Bubblers . ConditionedS-5 EPIC3 0 ThroatAssembly Conditioned S-5. S-4 EPIC3 
Throat Alternative K-3 EPIC3 

@ Bridgewall Conditioned S-3 Tilt Cast or End Cast 
Refiner @ SidewaWBridgewall M Regular Cast 

@ ~eeder~ntrances M Regular Cast 
@ Skimmers M Regular Cast 
@ Feedelchannels M Regular Cast 
0 Feeder&& Conditioned S-4 Regular Cast 

superstructure @ P o r t N d ~ ~  H Regular Cast 
@ PortArcheslJambs Conditioned S-4 Regular Cast 
@ PortNedcPavers Conditioned 5-3 DCL Tile 

@ TuckStones Conditioned S-4. S-3 Regular Cast 
@ Bmastwalk Conditioned S-3. M Regular Cast 
@ Solid Shadow Walls M Regular Cast 
@ Refiner Superstructure H Regular Cast 
@ ~eeder~ntrancecovers H Regular Cast 

Bridge Covers' M Regular Cast 

- @ Portsills Conditioned S-5 or S 4  EPIC-3 

'Nat -red 

. .  . 
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Electric Furnace 
Wool Fiberglass Tank 

6 0 1  

Furnace RecommendedMonofmx Reconmended 
- A l m a  n-ory TYPe CIItlng Technique 

Melter 0 Sidewalls K-3 EPIC3 

@ Bottom Electrode Blocks Conditioned S-5 WIG3 
Sidewalls Alternative E EPIC4 

@ Side Electrode Blocks K-3 EPIC-3 
Side Electrode Blocks E EPIC3 
Alternative 

@ ThroatAssembly K-3 EPIC4 0 Throataver E EPIC-3 
@ CapCoUrse Conditioned S-3 DCL Tile 

Riser (Refiner) Peving Conditioned 5 3  DCL Tile 
@ SidewalldBridgewall Conditioned S-3, S-5 Tilt Cast. EPIC-3, End Cest 
@ Forehearth K-3 Regular Cast or EPIC-3 

Because of increasingly stringent resistance with these glas'ses. Chromic 
furnace emmission standards, more and oxide coloration is a minimal considera- 
more insulating fiberglasses are being tion here. 
melted electrically. There has also been Type K-3 is generally supplied in 
a significant switch from AZS retrac- EPIC-3 void-free castings. €PIG3 
tones to K-3 chrome-alumina because castings, with their uniform crystalline 
of its dramatically increased corrosion structure, are easier to properly insulate 

and have improved thermal shock 
resistance. Rugged Type E chrome 
spinel, with its 78% Cr2@ content, is the 
recommended fused cast refractory for 
throats and especially corrosive 
fiberglasses. 

c 

Electric Furnace 
I 

Fumaw ReeornmmdedMonotrax R e c o m m M  
Ama R-ryTm -nST-me 

Melter 0 Sidewalls Conditioned S-5 EPIC-3 
@ Side Electrode Blocks Conditioned S-5 EPIC-3 
@ Pavers Conditioned S-3 DCL Tile 
@ Bottom Electrode Blocks Conditioned S-4 EPIC3 

Electrode Alternative Conditioned S-5 EPIC3 0 Throat Assembly Conditioned S-5. S 4  EPI C3 
Refiner @ Sidewalls/Bridgewall Conditioned S-4 Regular Cast 

Gl Feeder - Socia Lime Conditioned S-3. M Reaular Cast " _- - .' P. 8 M e r  - Borosilicate Conditioned S-3 RegularCast 3d 2 
Reference 10-13 



Borosilicate Glass S-3 Conditioned AZS 0 s-4 Conditioned S-5 Conditioned AZS - - 
H Beta Alumina 

E Chrome Spinel 

6 M Alpha-Beta Alumina K-3 ChromeAlumina 

Monofrax B 

@pavers Conditioned S-3 Regular Cast 
@ Feedermtrances Conditioned 5-4 Regular Cast 
@ Skimmen Conditioned 5-3 Regular Cast 
@ FwderChann- Conditioned S-3 Regular Cast 

- (7) FeederBowls Conditioned s-4 Regular Cast 
superstructure @ Breastwalk H Regular Cast 

m shadowwaus M Regular Cast 

Borosilicate glasses are mually melted 
at higher temperatures than aoda-lime 
and other glasses. Melter refractory 
selection is generally the same as with 
other glasses. However, the higher 
zirconia contents of Conventional sb 
and S-4 AZS compositions provide . 

additional ruggedness and life in 
exceptionally corrosive sidewall areas. 
SubstiWtion of reduced void or tilt cast 
blocks for regular cast blocks also 
requires careful analysis. 

Conditioned AZS compositions are 
recommended throughout the refining 
end. These materials have less tend- 

Regular Cast 
Regular Cast 

mcy to exude glassy phase. Seeds, 
blisters, and zirconia cords are mini- 
mized. Type M alpha-beta alumina, the 
world refractoryatandard for most 
refiners, is not recommended at the 
higher refiner temperatures associated 
with borosilicate glasses. 

Reference 10-14 
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H Beta Alumina 0 . M  Alpha-Beta Alumina O K - 3  Chrome-Alumma 

Monofrax B-Textile 
Fiberglass Tank - 6 E Chrome Spinel @Monofax 8' 

Furnace Recommended Monofrax Recommended 
Area Refractory Type Carting Technique 

Melter 0 Sidewalls B EPIC-3 
@ Doghouse Sidewalls B EPIC-3 
@ Bubblers B EPIC-3 
@ Paving . B  EPI C-3 
@ Distributor Blocks B EPIC-3 

Fusion cast Monofrax B high purity 
chrome was developed for lining 
furnaces that melt highly corrosive 
glasses and slags where the coloration 
potential from chrome oxide in the 
refractory is of no concern. The low 
porosity and impermeability of this very 
dense refractory gives Monofrax 8 
refractories much higher corrosion 

resistance to textile fiberglass at and 
below the melt line when compared to 
other chrome bearing refractories. 

With the capability of manufacturing 
Monofrax 6 refractories in much larger 
sizes, virtually all horizontal joints which 
have been necessary with the use of tra- 
ditional slip cast chrome products can 
be eliminated. 

The combination of higher corrosion 
resistance, increased block sizing along 
with improved resistance to thermal 
shock and sublimation makes Monofrax 
6 refractories an excellent choice for 
textile fiberglass refractory 
requirements. 

a 

, 
This infomratmn represents The Carborundum 
Company's inltd recommendabons for refrac- 
tory selection. Because of varying and unque- 
condltlons atternatwe refractones may be better 
sulted to speahc condltions Consult mlh our 
refractory reprasematwe for other alternatives 0 00 3 3 9 
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Recommended 
Block Sizes 

Maximum Recommended Sizes 
for Monofrax Refractory Blocks 
(inches') 

Monofrax fused cast refractories are 
manufactured within preferred 
dimensional guidelines. Maximum 
recommended dimensions are listed by 
thickness for each refractory type. 
Refractories can be produced in other- 
than-preferred dimensions, but at a 
price premium. 

s-3, s-4 S-5 
Block s-3 EPIC-3 EPIC-3 K-3 E 
Thickness s4 DCL Tile DCL Tile M H A K-3 EPIC-3 EPIC-3 

- - - - - - - - - 2 Length 18 
Width 9 

3 Length 18 24 18 - - - - 18 18 
12 - - - - 12 12 Width 12 18. 

4 Length 24 24 24 18 18 18 18 18 24 
Width 12 18 15 12 12 9 12 14 14 

5 Length 30 30 30 20 24 18 20 24 28 
Width 15 18 15 15 15 12 12 14 14 

6 Length 36 36 36 30 36 24 24 24 30 
Width 18 18 15 18 18 15 15 15 14 

- - - - - - - 

7 Length 42 42 36 36 42 30 28 28 30 
Width 18 18 16 2 0 2 0  15 15 15 15 

8 Length 48 42 42 42 48 30 30 30 30 
Width 20 20 18 24 24 16 16 16 15 

9 Length 54 48 48 45 54 36 36 36 30 
Width 21 22 18 24 24 16 18 18 16 

10 Length 66 62' 62 48 60 36 42 42 36 
Width 22 24 20 24 26 18 18 18 16 

Width 22 24 21 28 30 18 18 18 18" 
12 Length 72 66' 66' 6 0 6 0 4 2 4 8  54 48" 

'Maximurn length of EPIC blocks: Min. (1WOmm) 
"Maximum volume of Monofrax E refractories: 6.5 ft3 (0.184mJ). 

NOTE Any casting over 12 in. (300mm) in thickness or 9 (0.25m3 in volume should be checked with production control. 

Reference 10-16 



Other Products 6 0 7  
for Glass Furnaces 

Monofraxg Cements and Ramming 
Mortars 
To complement the large and varied , 

selection of Monofrax fused cast refrac- 
tory compositions, we provide compat- 
ible laying cements and ramming 
mortars. These furnace construction 
materials seal refractory block joints 
against “flame stingout”/escape of 
furnace atmospheres and penetration of 
molten glasses and provide Monofrax 
linings with backup monolithic layers to 
stop hot glass and metal attack into 
subsequent refractofy or insulation 
course of lower corrosion resistance. 

These materials range from a high- 
purity, high alumina laying cement, 
typified by Monofrax HMS cement for 
use where glass purity is of prime . , 

importance, to a chrome-alumina fused 
cast grain monolithic ramming material 
such as Monofrax K-3 RAM. With 
exceptionally high glass resistance 
where chrome coloration potential can 
be tolerated, it is widely usel! as fused 
cast refractory paving backup layer in 
wool fiberglass melters and to back up 
fused cast refractory sidewallsbefore 
applying heavy insulation. 

HMS Air set 
-High alumina superstructure joint 

HMS Heat set 
-High alumina refiner and melter 

’ 

t .  

C L I X .  

a .-CY- 

,.. .) 

.>,I . 

laying cement 
. , : v :  

paving cement 
,. . RAM 

-Air set 
-Coarse high alumina port floor 

‘ S  
ramming mortar 

-Heat set 
-Zircon alumina melter paving laying 

cement 
K 
-Air or heat set 
-Chrome alumina block laying cement 

for wool fiberglass tanks 
K-3 RAM 
-Heat set 
-Chrome alumina coarse fused cast 

grain . 
-Sub coarse paving monolith for wool 

fiberglass melters 
ZA-RAM 
-Air set 
-AZS coarse fused cast grain 
-Monolithic layer under AZS melter 

paving 

Fiberfrax@ Ceramic Fiber Insulation 
Fiberffax insulation is a strong, fluffy. 
lightweight alumina-silica ceramic 
fiber. It can be used continuously at 
temperatures as high as 2800” F 
(1538°C). It will not melt below 3200°F 
(176OOC). Fiberfrax ceramic fiber 
insulation is available in more than 50 
product forms including fibers, yam, 
tape, cloth, board, roving, tubing, 
blanket. castable, vacuum-formed 
shapes, and new modules. 

Board products are widely used as 
insulation for breastwalls. portnecks 
and melter and refiner sidewalls. High 
temperature board insulation is also 
available for 28000 F continuous use 
temperature. 

Fiberfrax airsetting coating cements 
can be dipped, sprayed, brushed, and 
trowelled. 

Fiberfrax insulation materials are 
immune to thermal shock, contain no 
asbestos and can be attached in a 
variety of ways. Density, varying with 
form, ranges from 4 to 30 lbm5 (64 to . 
481 kg/m3). 

The thermal conductivity of Fiber- 
fiax insulation materials is a small 
fraction of that of insulating firebrick. 

Fibgrfrax products reduce heat loss 
by as much as 40%. Significant 
savings in fuel and installation costs, 
tespecially in labor and material, are 
realized by applying Fiberfrax 
insulation in many other glass tank 
areas such as forehearth assemblies, 
regenerator crowns, port necks and 
caps, and melter and refiner crowns. 
Superstructure expansion joints can 
be blocked off with Fiberfrax 
insulation during furnace heat-ups. - 
Port neck regenerator connections 
and expansion joints between 
sidewalls and tuckstones can also be 
packed with Fiberfrax products. 

Annealing lehrs and tempering 
furnaces are economically and 
efficiently faced or insulated with 
Fiberfrax products. Moist-Pack” D 
blanket on hot faces withknds gas 
velocities of 200ft/sec (61 mlsec). 

Fiberfrax insulation protects refrac- 
tories against thermal shock. Paper 
and blanket products, cemented over 
burner blocks and tuckstones. mini- 
mizes the effect of thermal cycling. 
Fiberfrax paper placed around shapes 
simplifies repairs to fused cast refrac- 

tories in the superstructure area. 
Reheating and carefully “inching” the 
replacement refractory into position 
are not required. Other applications 
‘include gasket seals for orifice rings, 
exit atmosphere curtains for float 
glass tin baths, and shielding for 
personnel during regenerator hot 
repairs. Fiberfrax insulation can also 
be used when batch feeders are 
positioned following tank heat-ups. 

Blan ket Applications 
-between water cooled feeder sills 

-for worker protection when feeders 
and doghouse blocks 

are installed after heat-up and 
during hot repairs 

-for port neck’caps and regenerator 
crowns 

-around hot repair blocks to prevent 
thermal shock 

-over silica crowns with aluminum or 
stainlesisteel covers 

-as the topcover for crown insulation 
-as a facing in lehr linings 

Bulk fiber Applications 
-in expansion joints 
-around feeder bowls 
-in tin bath back-up 00034% 
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Rope Applications 
-in expansion joints between 

sidewalls and tuckstones and plate 
blocks 

-around burner blocks for easy 
change and improved thermal 
shock resistance 

rings 
-as gaskets between bowl and orifice 

Textile Applications 
-as cloth curtains in annealing lehrs 
-as atmosphere curtains in the tin 

-as sleeving on iV annealing racks 
-for personnel protection during hot 

repairs 
-as tape on pusher bars, star wheels 

and pushouts replacing asbestos 
-as tape for runner covers in tubing 

lehn to replace asbestos 

bath exit 

Board Applications 
-for melter walls 
-around burner blocks for easy 

change and improved thermal 
shock resistance 

-against port neck sidewalls 
-against steel , 

-behind melter and refiner 
breastwalls, backwalls and 
frontwalls . 

-as feeder channel back-up 
insulation for better heat balance 

-for refiner wa!ls 
-between tank bottom refractory. 

and steel 

Paper Applications 
-glued to tuckstone bottoms 
-around burner blocks for easy 

change and improved thermal 
shock resistance 

-against steel 
-around hot repair blocks to prevent 

-for gaskets between bowl and 

-between electrode coolers and 
. refractory blocks 

thermal shock 

orifice rings 

Glob@ Three-phase Heating Elements ' 

electric heating elements is temperatur a The most important glass industry 
application for Globare silicon carbide 

control of float glass tin bath sections. 
Corrosion resistant, three-phase CR Ill 
elements are a significant improvement 
over conventional three-phase units. 
CR 111 has a more stable hot zone with 
superior crystallization, a finer-grained. 
denser structure than the heating zones 
of a conventional three-phase element. 
Hot-to-cold ratio is a minimum of 15-to- 
1 and no heat is generated in the 
crossbar. 

In one major float tank, CR Ill showed 
only one-third of the electrical resist- 
ance increase of conventional elements 
over three years. Element life is sub- . . 
stantially greater than in conventional 
pieces, minimizing unplanned 
shutdowns. 

The premium CR Ill element was 
developed for the corrosive tin bath 
entrance and reheat zones which have 
large power demand. Our experience 
with this premium element shows a 
cost-versus-service performance which 
allows float tank operators to set new 
standards for an entire tin bath heating 
zone. 

17 
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A Monofrax refractory system, tailored 
to specific tank operating conditions, 
may mean appreciably longer campaigns. 
lower fuel and repair cos&, and a higher a 

percentage of acceptable ware. We will 
eend a refractory expert to discuss and 
study your problems. Write or call: 

The Carborundum Company 
Refractories Division 
Fused Cast Plant 
501 New York Avenue 
Falconer. New York 14733 
Telephone: 716-483-7200 
Telex: 91-6403 
Telecaav: 716-665-2478 

CARBORUNDUM @ International Offices . .  

Australia 
Carborundum Resistant Materials 
326 Settlement Road 
Thomastown, Victoria 
Australia 3074 
Telephone: 03 463 0211 
Telex: AA 38327 

Belgium 
Carborundum Belgium S.A./N.V. 
Rue de I’HopitallGasthuisstraat 31, 
lo00 BruxelleslBrussel, Belgium 
Telephone: (02) 51231.78177 
Telex: 22774 

Brazil 
Carborundum, S.A. 
Rua Santos Dumant 111 
13280 Vinhedo. S.P.. Brazil 
Telephone: 192-76-3300 
Telex: 391-191383 

Canada 
The Carborundum Company 
Box 1113 
St. Catharines. Ontario 
Canada L2R ?A4 
Telephone: 416-684-3013 

England 
Carborundum Resistant Materials, 
Ltd. 
Mill Lane, Rainford. 
St. Helens. Merseyside 
England WA11 8LP 
Telephone: 074488-2941 
Telex: 627336 

France 
Carborundum Resistant Materials 
10 rue Lionel Terray 
92500 Rueil Malmaison, France 
Telephone: (1) 47 08 92 51 
Telex: 203619 

Germany 
Carborundum Resistant Materials 

GmbH 
Postfach 160260 
4000 Dusseldorf 13, Germany 
Telephone: 74 84 20 
Telex: 858 4047 

Italy 
The Carborundum Company 

Italy S.r.L. 
Via G. Borsi 11 
Saronno Varese. Italy 
Telephone: (2) 96083W64 

Japan 
Toshiba Monofrax Company, Ltd. 
PO. Box 3014 Shinjuku 
Normura Building 
Tokyo, 160 Japan 
Telephone: 03345 0251 
Telex: 2324405 
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ONGOING INVESTIGATION OF OXY-FUEL FIRING 
IMPACT ON CORROSION OF NON-GLASS CONTACT - 

’ a: REFRACTORIES (PART 2) 
A Gupta. SM Winder (Monofrax Refractories) 

ABSTRACT 

* 

The use of Oxy-fuel combustion in place 
of Air-fuel has led the glass industry to 
search for more corrosion resistant 
refractories for glass melting furnace 
crown application. A laboratory test facilrty 
was developed to compare performance 
of refractories, in corrosive atmospheres 
generated by glass melts under Air-fuel 
and Oxy-fuel combustion. Generic glass 
compositions, considered representative 
of Container, Fiber and TV glasses, were 
selected for study. 

A range of fused cast and bonded 
refractories were subjected to vapor 
phase corrosion under Oxy-fuel and Air- 
fuel atmospheres in the test facility. 
Micro-analysis was used in order to 
determine diffusion depths and corrosion, 
mechanisms in selected refractories and 
results were compared with data from 
thermodynamic modeling and phase 
diagrams. 

Thermodynamic calculations and 
.laboratory corrosion testing indicate that . 
pressed and fired Silica and Mullite 
refractories are susceptible to enhanced 
corrosion under Oxy-fuel combustion 
environments. Fused cast alumina 
refractories showed excellent resistance 
to vapor corrosion in Soda-time 
Container glass. fused cast alpha-beta 
Alumina is recommended as a candidate 
for crown refractory application. 

The ‘acceleration’ of corrosion, in a 
conventional crucible vapor corrosion test 
can lead to incorrect material selection. 

i o  INTRO~UCTIO~J 
The benefits of conversion from an Air- 
fuel combustion system to an Oxy-fuel 
system have been well documented in 
numerous articles. Depending on the 
driving force for conversion, these bene- 
fits include reduced NOx and SOX emis- 
sions and particulate carryover, as well as 

an .improvement in glass quality and 
higher throughput. 

To date, over 60 major (>20 tons/day) 
furnaces have been converted to Oxy-fuel 
combustion technology. While most of 
the conversions have previously taken 
place in the Specialty glass and Fiber 
glass segments, Container Glass conver- 
sions are currently increasing(l1. 

Silica refractory has historically been 
the most widely applied material in furnace 
crown construction, under Air-fuel com- 
bustion conditions. Preliminary reports 
from Oxy-fuel conversions cite increased 
occurrence of problematic phenomena, 
including ratholing and liquid phase 
rundown. The effect of this exacerbated 
corrosion under Oxy-fuel combustion has 
led to increased maintenance activity 
and, in some cases, downtime. Although 
many glass companies have selected 
other refractories for crown application, 
including Mullite, Zircon, and fused cast 
AZS and Alumina, the selection criteria in 
general has lacked a scientific basis. . 

Obviously, as Oxy-fuel glass melting is 
gaining momentum, the selection of 
refractories for crown and superstructure 
has become an increasingly important 
issue. Monofrax Refractories and Air- 
Products and Chemicals, Inc. have initiated 
a joint refractories research program to 
address the refractory selection issue. 
It is intended to examine the corrosion 
mechanisms of a wide variety of fused 
cast and bonded refractories under 
Air-fuel and Oxy-fuel firing conditions. 
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2. MONO- REFRACTORIES- AIR 

The scope of the program is to consider 
interaction of vapor phase components 
generated over glasses from 3 glass 
industry segments (currently active in 
converting to Oxy-fuel), with a range of 
refractories. This program h a s  3 major 
components: 

PRODUCTS OXY-FUEL PROGRAM 

Thermodynamic modeling and 
application of phase diagrams. 

m Refractories corrosion testing in a 
laboratory furnace. 
Refractories corrosion testing in ‘field’ 
Oxy-fuel glass manufacturing furnaces. 

_ .  . Thermodynamic modeling has .been 
applied to simulate the ideal equilibrium 
conditions that exist under Air-fuel and 
Oxy-fuel combustion. A s  well as stoi- 
chiometric combustion, the effect of 
excess Oxygen and addition of Air (usually 
by leakage and cooling) were considered. 
Output was expressed in terms of the 
concentration ratios of the predominant 
vapor species under Oxy-fuel and Air-fuel 
conditions. This approach has proven 
useful in understanding the differences 
between these environments, in terms of 
chemistry and concentration of vapor 
phase species. In order to allow a quali- 
tative performance comparison and 
relative ranking of the refractories under 
these environments, phase diagrams 
were applied in determining expected 
interactions with the predominant vapor 
species. 

investigate corrosion of a range of 
Pressed and Fired and Fused Cast 
refractories by vapor species generated 
above the following glass compositions: 

Soda-Lime-Silica Container glass, 
Borosilicate Fiber glass, 

’ . ’  0 

Laboratory testing has been utilized to 

Lead-Silicate ‘Crystal-Glassware’ and 
. lV funnel glasses. 

Refractory compositions tested to date 
include Silica, Mullite, Alumina, &con, 
and AZS. In addition, testing of Chrome- 
based refractories under Borosilicate 
glass vapors will be the subject of further 
investigation. Data collected during this 
laboratory testing represents refractory 
corrosion occurring (at a natural rate) on 
a timescale of a few days. 

Longer-term data, from natural rate 
testing over weeks and months, is currently 
being collected from refractory samples 
placed in field customers glass produc- 
tion furnaces. This data collected from 
the real world, non-ideal environment - 
typical of glass melting - will be used as 
a validation check on the laboratory 
generated data. 

3. EXPERIMENTAL PROCEDURE 
.Natural rate vapor phase corrosion from 
glass industry cullet was investigated 
under Oxy-fuel and Air-fuel environments 
in the laboratory facility. Alkali enriched 
glass compositions, as applied by the 
glass industry to ‘accelerate’ corrosion, 
were also studied in separate trials. 

3.1 Oxy-fuel / Air-fuel Laboratory Facility 
A schematic of the facility is shown in Fig. 
1. Stoichiometric Oxy-fuel combustion of 
Methane gas is achieved via the reaction:- 

Air-fuel combustion conditions are 
obtained by addition of the correct fraction 
of N2 gas to this reaction. A stoichiometric 
flame (Oxy-fuel or Air-fuel) is thus 
obtained in the combustion chamber by 
mass flow control of Methane, Oxygen 
and Nitrogen gases. The C02 and H20 
combustion products pass into a refrac- 
tory reaction vessel via a ceramic tube. 
This vessel houses a glass bath over 
which the refractory test samples are 
placed. Combustion gases react with the 
molten glass bath surface and generate 
vapor phase products which then interact 

CH4 + 2 0 2  + COS + 2 H 2 0  
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with the refractory samples. , Vessel pres- 
sure is maintained at approximately 
ambient pressure by exit of the gases 
through a flue. 

As well as hosting either Oxy-fuel or 
Air-fuel modes of combustion, the facility 
is also capable of simulating various 
environmental parameters, as considered 
typical for different types of glass compo- 
sitions and fumace designs. Typical values 
of parameters such as glass to refractory 
surface area ratio, combustion volume to 
glass surface area ratio, gas flow rates, 
and melting temperature were provided 
by the glass melting industry and used in 
laboratory trials. 

Corrosion Experiments 
A Soda-time-Silica glass composition 
considered typical of the Flint Container . 
industry was used in corrosion experiments. 
The experiments were performed at 
151 0°C for durations of 50h and 1 OOh 
under both Oxy-fuel and Air-fuel combus- 
tion atmospheres. 

A Lead ‘Crystal’ Glassware compo- 
sition and a TV Funnel glass composition 
were subjected to Oxyfuel combustion at 
1450°C and 151 0°C respectivelyl for 50h. 

Following reaction, all samples were 
photographed and subsequently pre- 
pared for micro-analyticai investigation. 
The results are discussed in Section 4. 

3.2 Alkali Enriched Vapor Corrosion 
Experiments 
The glass industry generally utilizes the 
ASTM ‘crucible test’ in order to assess 
vapor phase corrosion of refractories. 
‘Accelerated corrosion’ is achieved in this 
test by use of batch components that are 
known to be volatile, without addition of 
the non-volatile components. Some 
glass producers prefer to ‘accelerate 
corrosion’ by addition of (-2.5X) excess 
volatile components to normal glass cutlet. 
In such tests, the test refractory sample is 
placed above the crucible, as shown in 
Fig. 2. This test is usually performed in 

an electrically heated furnace under 
ambient atmosphere in the absence of 
gaseous combustion products. 

The glass industry has recently 
applied such ‘accelerated’ tests, in the 
absence of controlled H20 vapor content, 
to the selection of refractories for Oxy-fuel 
furnace crown application. This has 
correctly resulted in the selection of 
fused-cast Alumina refractory. However, 
the optimum choice between an 0rP- 
Alumina (Monofrax‘ M) or P-Alumina 
(Monofrax’ H) depends upon the glass 
melt composition and application temper- 
ature. In particular, alkali content of the 
glass is a deciding factor. Under Oxy-fuel .. 

combustion (high PH~o), the major species 
present are NaOH over Soda-Lime melts, 
PbO over Lead-Silicate melts, and HBO 
over Borosilicate melts. An ‘accelerated’ . . 

Oxy-fuel test actively increases the con- 
centration of these species, shifting up 
phase stability fields. An ‘accelerated’ 
ASTM type test (uncontrolled PH~o) would 
lead to uncontrolled formation of a range 
of different volatile alkali species, at unde- 
fined concentrations. This may prevent 
correctly optimized selection between 
a-Alumina and apAlumina products. 

* In order to demonstrate this effect, a 
corrosion experiment was performed on 

’ both types of fused cast Alumina refrac- 
tories. Cullet of the typical flint container 
composition previously studied, was 
enriched with Na2C03 to produce a 
series of 6 glasses. Glass frits containing 
equivalent soda ratios of 1 .O, 1.3, 1.6, 
1.8, 2.0, and 2.W that of the base glass 
were prepared and pre-melted. Use of 
this homogeneous pre-melted glass 
product avoided any frothing associated 
with decomposition of carbonates, during 
the subsequent corrosion test. 

A rWactory muffle was especially built 
to provide six separate compartments to 
hold the six different glasses in R cru- 
cibles, see Fig. 3 .  Samples of Monofrax 
M and H refractories were placed above 
each crucible. The test was conducted 
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under Oxy-fuel conditions at 1470°C for 
a short duration of 2h. Samples were 

studied in the SEM to ascertain the stable 
(a or p) Alumina phase nucleating new 
growth on the exposed surfaces. 

Thermodynamic calculations suggest 
that Alumina refractories should be pre- 
sent in the phase when exposed to 
Container glass and modified glass with 
soda ratios to -2 (-26wt% Na20). At 
ratios above -2 the preferred phase is p. 

4. RESULTS AND DISCUSSION 
The results of both natural corrosion rate 
testing under both Air-fuel and Oxy-fuel 
conditions, and ‘accelerated’ corrosion 
rate testing under Oxy-fuel conditions, are 
presented and discussed in this section. 

4.1 Thermodynamic Modeling and . 
Application Of Phase Diagrams 
Phase equilibria studies for interaction of 
various refractories with vapors generated 
above the different glass melts are con- 
sidered : 

Flint Container Glass 
Output from the thermodynamic modeling 
may be summarized as follows: 

NaOH is the predominant vapor phase 
species for both Air-fuel and Oxy-fuel. 

rn The Oxy-fuel : Air-fuel NaOH 
concentration ratio is -2. 

rn NaOH concentration increases with 
increasing temperature. 

Since creation of H 2 0  during both Air-fuel 
and Oxy-fuel combustion leads to NaOH 
formation, any testing procedure that 
does not control H,O concentration in the 
environment will not relate to testing 
under true combustion conditions. 

Increased NaOH levels under Oxy-fuel 
combustion may be expected to enhance 
corrosion of refractories. In particular, 
Silica - or any refractory containing a 
Silica rich phase (Mullite, AZS etc.) - are 
expected to corrode at an enhanced rate. 

The in-flux of Na- and OH- to these 
refractories actually alters their structure, 
with increased formation of lower viscoslty 
liquids. Thus, simple analysis based . 

upon Ficks Law (assuming constant 
diffusion coefficients to describe behavior) 
is no longer possible. 

In the presence of a temperature 
gradient through the refractory crown 
thickness, condensation of NaOH in open 
joints is expected to occur. Melting at 
151 0°C under equilibrium saturation con- 
ditions, -1 00°C temperature drop should 
cause -50% of the vapor phase to 
condense onto a refractory joint surface. 
The absolute amount of reactive conden- 
sation is approximately doubled under 
Oxy-fuel conditions. This behavior is a 
basic mechanism that leads to ‘ratholing’ 
type of joint corrosion, which should 
therefore be exacerbated under Oxy-fuel 
conditions. 

tory, and liquid phase with concurrent 
Alumina precipitation in Mullite refractory, 
are predicted from the phase diagrams. 
Thermodynamic calculations suggest that 
Alumina is stable in the Flint Container 
Oxy-fuel environment. 
Thus, thermodynamically, Alumina refrac- 
tories are expected to outperform Silica 
and Mullite in a corrosive Flint Container 
Oxy-fuel furnace. 

Liquid phase formation in Silica refrac- 

Alkali Borosilicate Wool Fiber Glass 
In this type of glass one might expect to 
find Na and B species in the vapor 
phase. However, thermodynamic model- 
ing predicts HBO to be by far the pre- 
dominant species. Furthermore, the 
equilibrium concentration of HBO under 
Oxy-foe1 was found to be approximately 
3.4 times its concentration under Air-fuel. 
This ratio is almost equal to the ideal ratio 
of gas volumes under Oxy-fuel and Air- 
fuel combustion (3.5). suggesting that 
there is a direct concentration effect on 
this vapor phase species under Oxy-fuel. 

._ . . 000349 
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Consultation of the phase diagram 

suggests that Mullite should exhibit 
superior corrosion resistance to 
Borosilicate glass vapors compared with 
Silica. However, Alumina refractories 
again demonsttate improved intrinsic 
thermodynamic stability. 

Tv Funnel Glass 
Thermodynamic modeling of 24% PbO 
TV funnel glass predicts PbO to be the 
predominant vapor phase species, 
followed by KOH, Pb and NaOH in order 
of decreasing concentration. These 
'modeling results are in accord with 
observations from the lV funnel glass 
industry and the laboratory test facility, 
regarding formation of metallic lead and 
diffusion of K+ into refractories. 

The modeling also predicts PbO 
vapor concentration to be approximately 
2 . 5 ~  higher in Oxy-fuel than its concen- 
tration in Air-fuel conditions. The predict- 
ed concentration of PbO increases with 
increasing temperature. 

In addition to modeling under 
stoichiometric conditions, modeling was 
also performed under simulated excess 
Oxygen and excess Air atmosphere. 
Essentially, the concentration of PbO was 
found to increase slightly with total 
excess Oxygen levels up to -1 %. The 
increase in PbO occurs by oxidation of 
metallic Pb whose concentration is there- 

. fore reduced in the environment. The 
rate of increase in PbO concentration 
was found to decrease above -1 % 
excess Oxygen. 

N Panel Glass 
Behavior of a Lead-free TV Panel glass 
composition was modeled. KOH vapor 
concentrations were found to exceed 
NaOH, and amounts of both species 
increased with temperature: The amount 
of KOH under Oxy-fuel conditions was 
found to be -2X the concentration in Air- 
fuel. 

4.2 Micro-Analytical Investigation. 
Pressed & Fired Silica ana Mullite, and 
fused cast CS3 AZS (34?;O ZrO?), 
Monofrax M (uP-Al2O3) and Monofrax H 
(PA1203) refractories were selected for 
micro-analytical investigation. Fig. 4 and 
Fig. 5 are photographs of samples tested 
for 50h and 100h respectively. A consid- 
erable amount of corrosion can be seen 
on the Silica sample under Oxy-fuel 
conditions. 

Silica 
The microstructure of virgin Silica refractory 
contains a distribution of large polycrys- 
talline Silica grain agglomerates, surrounded 
by fine grained Silica. A Silicate boundary 
phase containing CaO, A1203, and Fe203, 
is also present, along with -24% porosity. 
Exposure of this refractory surface to 
NaOH from the glass melting environment 
results in dissolution of fine grained Silica 
particles. The resulting low viscosity 
Sodium Silicate liquid is then absorbed 
within the porous regions in the refractory 
due to capillary forces. This preferential 
dissolution of fine grained silica particles 
leaves behind the more slowly dissolving 
coarse agglomerates on the surface, - 
well known in the glass melting industry 
as 'frosting'. 

This sodium silicate liquid was 
observed to depths of - 15mm after only 
1 OOh of exposure, using SEMIEDS. 
However, grain boundary analysis. using . 

SlMS proved that in-diffusion of Na+ 
had occurred to considerably greater 
distances. Furthermore, the Na,O 
concentration at refractory grain 
boundaries was found to be - 1 . s  higher 
under Oxy-fuel than under air-fuel condi- 
tions. At longer exposure times, the 
refractory is expected to saturate with 
liquid, causing ,run down into the host 
glass. 

refractorv'is subjected to significantly 
It is clear from the results that Silica 

acceleraied corrosion under Oxy-fuel 
QQdO3ZO 
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conditions in the laboratory furnace. Both 
exacerbated ratholing and accelerated 
corrosion at the hot face are expected in 
application. This leads to the conclusion 
that Silica material does not represent the 
optimum choice for extended refractory 
service life. 

Mullite 
The microstructure of virgin Mullite refrac- 
tory consists of a distribution of large 
polycrystalline Mullite agglomerates 
surrounded by fine grained Mullite bond, 
with -1 5% apparent porosity. Exposure 
of this refractory surface to NaOH from 
the glass melting environment results in 
liquid formation due to dissolution of fine 
grained Mullite particles. The resulting 
Sodium Aluminosilicate liquid also con- 
tains precipitated Alumina laths. This 
refractory represents an improvement . 
over Silica, due to the lower volume of 
more viscous liquid formed, and the 
decreased kinetics of formation dictated 
by its lower porosity. Although Mullite 
appears to perform slightly better than 
Silica in short term corrosion tests, it is 
thermodynamically unstable against. 
NaOH, KOH etc. in Oxy-fuel environments, 
and also does not represent the optimum 
choice for extended refractory service life. 

Fused Cast AZS (34% ZrO2) 
The microstructure of Fused cast AZS 
consists of three phases: 

Primary ZrOp dendrites, 
AI,O, plates containing 
co - p reci pitat ed Zr02, 

m Sodium aluminosilicate glass phase, 

Apparent porosrty, - 1 %. 
-2Owt% (-35VOl%). 

Under Air-fuel and Oxy-fuel corrosion 
conditions, AZS refractory shows evidence 
of concurrent exudation (of the in-situ 
glass phase) and corrosion, in the short 
term. The presence of alkali vapor 
species leads to dissolution of the 
Alumina phase at exposure temperatures. a 

This phase exceeds saturation concen- 
tration in the liquid, and is crystallized 
upon subsequent cooling - leading to 
formation of an opaque glassy surface 
deposit. In contrast, exudation of AZS 
refractories, performed under ASTM 
specified procedure (absence of corrod- 
ing species), results in a clear, transparent 
glass on the surface of the specimen. 

AZS samples exposed to Oxy-fuel 
glass melting atmospheres exhibit more 
corrosion than material exposed to Air- 
fuel. Interference due to the occurrence 
of short-term exudation requires that 
longer term corrosion in the "field" will be 
necessary to quanttfy the difference. This 
product is considerably less affected than 
the. porous Silica and Mullite refractories. 

Fused Cast Alumina Refractories 
Two types of refractory are currently com- 
mercially available, and are recommended 
for use in areas where batch carryover, 
and subsequent contamination by silicate, 
is not an issue: 

Monofrax M (ap Alumina) 
The microstructure of Monofrax M 
consists of -45% a Alumina and -55% 
p Alumina phases, distributed randomly. 
Boundary phases containing Si, Na, Ca, 
and AI are also present at -1 %. There is 
-2% apparent porosity in this refractory. 

Micro-analytical investigation showed 
presence of a layer of ( Alumina at the 
surface, after exposure to Oxy-fuel and 
Air-fuel glass melting. The a layer seen at 
the surface of corroded samples was 
observed to contain finely dispersed 
porosity. This occurs during formation of 
the a layer, due to the loss of NaOH from 
the ( alumina grains, and is accompanied 
by -1 7% volume reduction resulting in 
formation of the porosity. 

Monofrax H (p Alumina) 
This refractory consists essentially of 
large p alumina grains with negligible 
grain boundary phase and -4% apparent 

00035% 
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porosity. As for Monofrax M. exposure of 
this refractory to Air-fuel or Oxy-fuel glass 
melting also caused generation of an a 
Alumina surface layer and associated 
porosity. 

Monofrax M vs Mono- H Comparison 
The surfaces of both Alumina refractories 
were converted to an a alumina layer. 
The thickness of this layer was found to 
increase linearly with short exposure 
times (up to 1 OOh). Considerable experi- 
ence in application of these refractories in 
glass melting furnaces suggests that this 
effect passivates over the long term. 
This layer represents a stable phase in 
application and as such is not considered 
to be a problem. However, since the ap 
Alumina refractory undergoes less trans- 
formation creating less new porosity, this 
is considered the optimum choice for 
above-glass application in most (low alkali) 
glass melting environments. Longer term 
field testing under Oxyfuel conditions is 
currently being performed. 

4.3 Alkali Enriched Vapor Corrosion 
Experiments 
Monofrax M and H samples from each of 
the six crucibles (described in Section 
3.2) were analyzed using SEM/EDS to 
determine the relative stability of a and p 
alumjna phases. Analytical observations ’ 
are summarized as follows: 
I CY Alumina is the stable phase when 

Monofrax M and H are exposed. to 
glass melts containing up to - 24- 
26wt% N+0 (temperature dependent). 
I p Alumina is the stable phase when 

Monofrax M and H are exposed to . 
glass melts containing more than 
-26wt% Na20. 

These empirical results are in good 
agreement with thermodynamic calcula- 
tions. Furthermore, it is clear that use of 
.an ‘accelerated’ test which increases 
alkali vapor species above normal levels 
may lead to a shift in the equilibrium 
Alumina phase present during testing. 

. .  

. 

In other words, Alumina may be artificially 
stabilized during ‘accelerated’ testing, 
when under normal operating conditions 
(at lower alkali levels) the phase is’ stable. 
Fused cast Alumina refractory selection 
should be based on the amount of 
volatile alkali in the melting environment, 
and this is directly dependent on the 
glass alkali content and the expected 
melting temperature. 

5. CONCLUSIONS 
w Thermodynamic calculations and 
results of laboratory testing indicate that 
Oxy-fuel combustion causes an increased 
concentration of volatile corrosive species 
above glass melts. This leads to 
enhanced corrosion of refractories, 
compared to Air-fuel combustion. 

w Silica refractories, and other materials 
with a major Silica component, are espe- 
cially vulnerable to exacerbated corrosive 
attack, due to liquid phase formation. 
Alumina based refractories are more 
thermodynamically stable, exhibiting 
innocuous transformation from p to a 
phase under most glass metling conditions. 
Monofrax M ap Alumina is considered the 
preferred material for most glass melting 
environments. 

Pressed and fired refractories exhibit 
rapid reaction due to their high porosity 
content. Dense fused cast materials 
show superior corrosion resistance. 

H ‘Accelerated’ vapor corrosion testing 
for refractory selection can lead to 
incorrect material sektion. 
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Figure 4(a). 

Silica, Monofrax M. CS3 
AZS, and Monofrax H 
samples after 50h test in 
Flint Container Glass 
under Oxy-fuel and 
Air-fuel conditions. 

Figure 4@). 

Close up of Silica 
Sample after 50h test 
flint Container Glass 
under Oxy-fuel and 
Air-fuel. 
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Figure 5(a). e 
Silica, Monofrax M, CS3 
U S ,  and Monofrax H 
samples after 1 OOh test 
in Flint Container Glass 
under Oxy-fuel and 
Atr-fuel conditions. 

Figure 5(b). 

Close up of Silica 
Sample after 100h test 
flint Container Glass 
under Oxy-fuel and 
Air-fuel. 
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~ E R M C ~  
Restoration Management Corporation P. 0. BOX 538704 Cincinnati, Ohio 45253-8704 (51 3) 648-3000 

September 12, 1996 

Fernald Environmental Management Project 
Letter No. C:WMTSP(SPI:96-0010 

Mr. Emory Toomey 
GTS Duratek 
8955 Guilford Road, Suite 200 
Columbia, MD 21046 

Dear Mr. Toomey: 

DURAMELTER 1000 HT, ACCEPTANCE ISSUES 

References: 1 ) Letter 'No. C:P:(FRVP):96-0080, Dennis Nixon to Emory Toomey, 
'Duramelter 1000 HT, Additional Acceptance Issues," dated August 9. 
1996. 

2) Letter No. C:P:(FRVP):96-0067, Dennis Nixon to Emory Toomey, 
'Duramelter 1000HT; Acceptance Issues," dated July 5, 1996. 

3) letter No. C:P:(FRVP):96-0063, Dennis A. Nixon to Emory Toomey, 
'Duramelter 1 OOOHT, Side Chamber Feeder,' dated June 1 1, 1996. . 

In addition to the three referenced letters regarding issues related to  the acceptability and/or 
operability of the Durarnelter 1000 HT, FERMCO has identified a number of issues prior to and 
during the 36-hour Acceptance Test. 

These issues have been discussed in depth during field activities and are now being formally 
documented as follows: 

0 Discharge Chamber - The refractory, as previously documented, is cracked and 
the problem has become worse during high temperature testing (1 35OOC). This 
has not allowed FERMCO to perform the 8-hour Gem Machine Acceptance Test 
as prescribed in the Campaign t 2  Pilot Plant System Operability Test (SOT) 
Procedure . FERMCO is awaiting further guidance on repair/replacement of this 

' component. 

0 Melter Feed Pump - The Moyno feed pump has failed causing material spills and 
damaged pump components. The pump has been rebuilt and/or replaced on a 
number of occasions. FERMCO questions the application of this pump for the 
required services. 

08463GO 
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0 

0 

0 

0 

,Lid Heaters - The melter lid heaters are becoming a maintenance issue with 
multiple failures (4). FERMCO is concerned that this may become a continued 
problem for melter operation. Please advise as to potential improvements for 
extended heater life. 

Air Bubbler - The Number 1 air bubbler in the bottom of the melter has receded 
into the refractory and is no longer functional. The air bubblers provide critical 
agitation to,the melt pool. FERMCO requests a recommended repair for this 
component. 

Bottom Drains : As previously identified, the bottom drains have failed and have 
been subsequently replaced. While replacing the drains, the inner tubing and 
standoff were removed. The 304SS tubing displayed rust and magnetic field 
attraction which are inconsistent with 304SS. A Nonconformance Report has 
been prepared (Attachment 1 1 requiring GTS-Duratek explanation and proposed 
disposition. This finding provides further concern as to the quality of 
workmanship utilized on the failed bottom drain assemblies. 

Electrode Chamber Foaming - On September 10, 1996, the FERMCO 
Operations and technical staff observed foaming in the west electrode chamber 
of the melter. This is a serious concern in regard to the integrity of the "E- 
Wall.' Analysis of the electrode chamber glass is currently being performed to 
provide further insight into the concern. 

The 36-Hour Acceptance Test was complete on September 7,1996 in accordance with the 
Pilot Plant Systems Operability Test Procedure, Glass Campaign 2. However, contractual 
acceptance is contingent upon GTS-Durate k adequately addressing the exceptions identified 
in this letter as well as the referenced correspondence. Please find attached a copy of the 
SOT for Campaign #2,36-hour Accentance Test (Attachment 2). 

As before, please respond on these items with a path forward no later -than September 18, 
1996, in order to  expedite closure of the melter acceptance. 

If you have any questions, please contact me at (51 3) 648-4800. 

Sincerely, - 
Dennis A. Nixon 
Deputy Pilot Plant Project Manager 
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Side l'of 2 Nonconformance Report Rcririoa: n 

9. NONCONFORMANCE: tFully &ynh QC m a r d - ~  a a rrbm ni Q -re- tuu plpptarnvl- aa 

The bottom drain tubing identified as 304 SS on the cubing and the standoff weld t o  the tubing are displaying 

nmc, tube blockage and magnetic field attraction. 

DnCnranrn  17-6 
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1 .o PURPOSE 

This document defines and comprises the System Operability (SO) test procedure 
for Campaign 2 of Melter operations. Campaign 2 is the testing of Acceptance 
Glass and Series D glass which is the surrogate for a vitrified product of waste 
(70% K-65 material and 30% Silo 3 material) and requisite additives. This SO 
testing covers: 

- The displacement of benign glass from the Melter. 

- The 36 hour Acceptance Testing of the Melter for final acceptance by FERMCO. 

- The 8 Hour Gem Machine Performance Test 

- The preparation of Series 0 glass slurry. 

- The operation of the Melter and the Gem Machine at 1 MT/D to satisfy the 
. procurement specification. 

- The adjustment of Melter temperature to correspond to Series 0 glass 
formulation. 

This testing will demonstrate continuous operations with Acceptance Glass and 
Series 0 surrogate under the conditions specified in the Melter and Gem Machine 
specification. 

Specifically, Campaign 2 consists of 2 runs with the following objectives: 

Run 1 

w 

. '.. 

This run will feed the Acceptance Glass fotmula with the Melter main 
chamber glass temperature maintained, at 1350oC. fhe goal of Run 1 
is to  perform the 36 hour acceptance test of the Melter and the 8 
hour acceptance test of the Gem Machine at a minimum rate of one 
metric ton per day. 

This run will feed the Series D surrogate glass formula with the 
Melter main chamber glass temperature maintained at 1250oC. The 
goal of Run 2 is to verify the ability of the Melter and support 
systems to produce acceptable glass for this feed formulation. 

. . .  

Reference 12-9 0 BB 0 3 G.8 



VITRIFICATION PlLOT PLANT STARTUP 

SYSTEMS OPERABILITY TEST 
PROCEDURES 
GLASS CAMPAIGN 2 

PROGRAM - PHASE I - PILOT PLANT 

2.0 SCOPE 

TEST PROCEDURE NO. 2504-SU-0035 

Effective: August 1996 
Revision No: 0 

Page 4 of 23 

This procedure applies to  all personnel involved in the execution or supervision of 
Campaign 2 of the VITPP Melter. 

Campaign 2 involves slurry feeding the Melter with Acceptance Glass and Series D 
surrogate waste, i.e., lead and barium will be used. The feed slurries will be mixed 
directly in the Slurry Tanks. The.Thickener will not be used for this operation. 

3.0 REFERENCES 

3.1 Process Flow Oiaarams 

'Tit1 
94X-5900-F-278 HYDRAeULlC WASTE RETRIEVAL AND DEWATERING 0 
94X-5900-F-279 FEED PREPARATION AND VITRIFICATION 
94X-5900-F-280 OFF-GAS TREATMENT 
94X-5900-F-55 1 PROCESS COOLING WATER 
94X-5900-F-795 
94X-5900-F-85 1 

RADON REMOVAL AND EMERGENCY OFF-GAS 
FURNACE AND GEM MACHINE 

3.2 Pioina and Instrumentation Diaarami 

!l!L 
94X-5900-N-270 
94X-5900-N-27 1 
94X-5900-N-272 
94X-5900-N-273 
94X-5 900-N-274 
94X-5900-N-3 14 
9 4 x 4  900-N-3 1 5 
9 4 x 4  900-N-5 29 
94X-5900-N-530 
94X-5900-N-8 20 
94X-5900-N-89 1 
CRU4-X-1-002 
CRU4-X-1-004 
CRU4-X-1-005 

Title 
FEED PREPARATION SHEET 1 OF 2 
FEED PREPARATION SHEET 2 OF 2 
FURNACE AND GEM MACHINE 
OFF-GAS TREATMENT 
WASTEWATER TREATMENT 
PROCESS COOLING WATER 
OFF-GAS AIR 
ADOITWE TRANSFER 
SILO 3 MATERIAL TRANSFER 
EMERGENCY OFF-GAS SYSTEM 
ELECTRODE HOLDERS COOLING SYSTEM 
MELTER 
UTILITY AIR 
COOLING WATER 

Q803G9 
f 

Reference 12-10 
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b 

3.3 FERMCO Procedures 

In addition to all of the applicable FERMCO Operations Procedures, and 
' Health and Safety procedures, the following VITPP Procedures also apply 
specifically to this SOT: 

No. 
1 1 -A402 

1 1 -C-263 
1 1 -C-266 
1 1 -C-267 
1 1 -C-269 
1 1 -C-270 
1 1 -C-27 1 
1 1 -C-272 
1 1 -C-274 
11-C-276 
1 1 -C-278 
1 1 -C-279 
1 1 4-00 1 

VIT- 1 000 

Oescriation 
VITPP Melter Control Panel Alarms and Gem Machine Control 
Panel Alarms 
VITPP Recycle Water System 
VITPP Off-Gas Treatment System 
VITPP Feed Preparation Phase I 
VITPP Melter Operation 
VITPP Process Cooling Water System 
VITPP Electrode Holders Cooling System Operation 
VITPP Gem Machine Operation 
VITPP Treated Water (TW) System 
VITPP Phase I Process Sampling Procedure 
VITPP Roller Conveyor Operations 
VITPP Utility Air System 
VITPP Emergency Operating Procedure, Loss of Electrical 
Power 
VITPP Carcinogen Control Plan. Phase I Bag Dump Activities 

3.4 S Duratek Procedures 

No. Oescriotion 
OP-CRU4-05 Temperature and Power Control Procedure 
OP-CRU4-07 Maintenance Procedures for the Melter 

fl-CRU4-04 GTS Duratek OuraMelter'" 1000-HT 36 Hour Test Plan 

* Pi-CRU4-06 GTS Owatek Gem Making Machine Test Plan 

000378 
Reference 12-11 
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Phase I Work Plan, WP-25-0007 
Instrument index, VITPP PO 85 & 92 
VITPP Technical Specifications 
Equipment Standard Operating Procedures 
Vendor Operating Manuals, all. 
FERMCO Lockoutflagout Procedure. OP-0004. 
Material Safety Data Sheets for VlTPP Substances. 
Startup Plan, 18-SU-0001 
SO Test Plan, 18-SU-0002 
Phase I Test Plan, 18-SU-0003 
Safety Performance Requirement Manual, RM-0021 
Phase I Operational Safety Guide, VIT-OSG- 1007.2 
Project Specific Plan, Phase I Process Sampling, 2504-SU-0011 . 

\ 

0Qo-J';k 

Reference 12-12 



6-0  I 

VITRIFICATION PILOT PUNT STARTUP 
PROGRAM - PHASE I - PILOT PLANT 
SYSTEMS OPERABILITY TEST 
PROCEDURES 
GLASS CAMPAIGN 2 

TEST PROCEDURE NO. 2504-SU-0035 

Effective: August 1996 
Revision No; 0 

Page 7 of 23 

. 4.0 PREREQUISITES 

This section lists required conditions that must be verified by the Test Coordinator 
prior to SO testing. 

- NOTE: Not all situations are known or foreseeable. Unusual conditions or 
circumstances could change the steps in this procedure or add steps. 

4.1 

4.2 

4.3 

4.4 

to be tested. 

Test Coordinator Date 

The fa-cility Owner has been notified of intention to start test. 

8 * 2 3 - ? L  
Date 

Required equipment maintenance and pre-start service has been 

Test Coordinator \ Date 

Process Water (treated water from FEMP site), local Cooling Tower 
water, and fire protection water from the FEMP site are available to 
support testing. 

@'96 
Test Coordinator Date 

4.5 Instrument Air from the VlTPP air compressor and Uninterruptable 
(bottled) Air is available. 

@i/* 
Test Coordinator Date 

0 0 6) 3.72 
Reference 12-13 
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4.6, Electrical power is available to the VITPP to the extent necessary to 
s u p p o ~  the specific electrical line-up attachment for the applicable 

f l ~ & i  
Test Coordinator Date 

- 4.7 The Off-Gas System and Emergency Off-Gas System are operating in 
accordance with Procedure 1 1 -C-266, “VITPP Off-Gas Treatment 
System. a f 

y5&k 
Test Coordinator Date 

4.0 Drums are in the Startup, Emergency, and Gern.positions. 

& -230% 
Date 

&L 
Test Coordinator 

Operators and persons involved with Campaign 2 have read or been 
briefed on the appropriate section(s1 of this procedure and have 

& s,w signed the Signature Record Log (Attachment 1)  prior to 
e.L commencing their assigned task. 

4.9 A 
$.a42 

Test Coordina Date 

A sufficient supply of slurry/sunogate chemicals (as specified in 
4*10 A Attachments 2, 3, 8 and 9) is available to support this SOT. 

4.1 1 A sufficient supply of 55 gal’drurns (minimum of 201 are available to  

Test Coordinator Date 

800373 
Reference 12-14 
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4.1 2 A sufficient supply of side-chamber frit (minimum of 2000 Ib) is 
readily available to support this SOT. 

dk& 
Date 

&&4&&/ 
Test Coordinator 

4.1 3 The Scrubber has been charged with caustic per SOP 11-C-266, 
VT O f y a b T r w e m .  42dq c. 
Test Coordinator Date 

f l a b )  # 

4.14 

4.15 

The Startup diverter is positioned over the (east) Startup drum and 
Startup gate is OPEN. ; 

Test Coordinator Date 

A sufficient supply of sampling equipment and supplies are available 
to support this SOT. 

Test Coordinator/ ' Date 
g-2'3 -96 

4.16 The Analytical Lab has been notified that slurry feed operations are 
commencing. 

4.1 7 Notify VlTPP QA prior to initiating Section 7.0. 

QB08374 
Reference 12-15 
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4.18 . The following Operator Aids have been reviewed and updated: 

Utility Rack settings, Melter Control Panel Setpoints, SCR Control 
Panel Setpoints, Gem Machine Control Panel Setpoints, and Control 

Test Coordinator Date 

’ 4.19 sal of slurry batches containing lead or 

I 
1 I 

I 
&S-% 

l e s t  Coordinator / Date 

A sulfur dioxide (SO,) monitor shall be installed and operable in the 
Melter room with an alarm set point of 2.5 ppm. 

i 4.20 

g2s.m 
Test Coordinator / Date 

1 4.22 Exceptions to above prerequisites shall be noted in the Test Log. 

@-P; 
Date 

Reference 12-16 
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Special system or equipment operating conditions which could be dangerous (e.g. 
close proximity of personnel to rotating or moving equipment or equipment that is 
thermally hot) will be labelled andlor barricaded and the proper safe method of 
operation will be identified. 

Specific operating parameters (e.g. design limits for temperature, pressure, 01 flow), 
which if exceeded could cause personal injury or equipment damage, will be 
identified -and limitations specified. 

Equipment or systems that must be started or stopped in a certain sequence are 
identified in Standard Operating Procedures. Notifications should be made to the 
Shift Supervisor in the VITPP of the starting and stopping of systems or equipment 
(motors, blowers, fans, pumps, etc.). 

Required notifications or approvals necessary to prevent problem conditions should 
be brought to the attention of the Test Coordinator. through test briefings. 

6.1 All personnel performing steps within this procedure shall familiarize 
themselves with this procedure to the degree their test function 
dictates and indicate such by placing their printed name, signature, 
initials, and badge number on the Signature Record Log (Attachment 
1 I. 

6.2 

6.3 

The FERMCO Lockout/Tagout (Hazardous Energy and Material 
Control) Procedure, OP-0004, will be administered, and only trained 
and authorized personnel will conduct the lockout/tagout sequence. 

Sectionskteps in this procedure may be performed out of sequence 
or concurrently as determined necessary by the Test Coordinator with 
authorization from the Shift Manager. Special care and review by the 
Test Coordinator should be given in the event sections/steps are 
performed out of sequence. The exceptions shall be documented 
according to project procedures and logged in the Test Log. 

Reference 12-17 
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6.4  If this test is being performed to demonstrate the operability of select 
components, any steps not applicable to the component(s1 being 
tested may be noted N/A, as determined by the Test Coordinator. 

6.6 

6.5 In the event that conditions require components to be disabled, 
jumpered, or re-aligned to support unanticipated test conditions. the 
Test Coordinator, Shift Manager, and System Engineer must approve. 
Explanations and justification and sign-off by the Test Coordinator 
and Shift Manager for all changes in configuration must be entered 
into the Test Log. 

This campaign uses lead oxide. nickel oxide. crystalline silica and 
vanadium pentoxide which are either highly toxic or carcinogenic 
chemicals. Strict.adherence to Radiological Work Permit (RWP),and 
the VITPP Carcinogen Control Plan-Phase 1 Bag Dump Aditivities 
WIT-1 000) shall be maintained, especially with respect to  
engineering, administrative and .PPE controls. Any situation which 
could result in the inhalation, ingestion, or absorption of a hazardous 
material shall immediately be reported to a Supervisor or to the 
Assistant Emergency Duty Officer (AEDO), who will immediately 
report the cjrcurnstances to Medical and Industrial Hygiene. The 
involved personnel shall be directed by the Supervisor or AEDO as to 
when and where to report for medical evaluation, completion of an 
Incident Investigation RepoR (IIR) (Form No. FS-F-1458). and 
submitting bioassay samples (e.g. blood, urine). Employees are 
responsible for complying with any additional requirements as 
specified by OS&H. 

- .  - -. 

a 

6.7 The Shift Manager shall have responsibility for all testing activities. 

6.8 The Test Coordinator shall have responsibility for coordinating all 
testing and data gathering activities, including gathering data 
specifically requested by the GTS Ouratek technical support person. 

6.9 The Shift Supervisor shall have responsibility for execution of all 
equipment operation adjustments and energy isolation to suppon 
testing activities. 

a 6.100 The System Engineer shall be responsible for on-shift engineering 
support and ensuring that systems are available and operational to 
support the testing activities. 

8BBo377 
Reference 12-18 



6 0 7  

y VITRIFICATION PILOT PLANT STARTUP ' TEST PROCEDURE NO. 2504-SU-0035 
PROGRAM - PHASE I - PILOT PLANT 

, SYSTEMS OPERABILITY TEST Effective: August 1996 
PROCEDURES Revision No: 0 

Page 13 of 23 GLASS CAMPAIGN 2 

a -  

6.1 1 All conductive items in contact with the molten glass pool have the 
potential to be electrically energized. Never attempt to defeat or 
remove any protective covers, cages, or barriers unless the electrodes 
are de-energized and appropriate supervisory permission has been 
explicitly received. 

6.12 All exterior surfaces of the Melter, in contact with the molten glass 
discharge stream, off-gas piping ducts, and glass receptacles can 
become extremely hot. Never attempt to handle components or 
newly formed glass without appropriate heat-resistant clothing. The 
minimum required PPE includes heat-resistant leather gioves, heat 
resistant apron, and heat-resistant leather sleeves or comparable. 

6.13 Failure to follow the requirements of this procedure may result in 
severe personnel injury and/or damage to equipment and components. 

6.14 The air bubblers (FI-001 through FI-004) and air trickle flow (F1-006) 
must be energized AT ALL TIMES. 

6.1 5 Contact Industrial Hygiene for a heat stress survey when the ambient 
air temperature in the melter room exceeds 8OOF. 

If the Melter is idled for greater than 3 days, then consideration 
should be given to turning over the glass composition to the startup 
com posi ti on. 

6.16 

6.1 7 The bottom drains, electrodes, center chamber feed tube, center 
chamber hopper, side drain and side feed hoppers must have Melter 
cooling water flowing through them AT ALL TIMES. 

$00378 
Reference 12-19 
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7 .O DETAILED TEST PROCEDURE 

Steps that record data will require the Test Coordinator to note instrument readings, 
initials, and date in the attachments provided, or record in the Test Log. Other 
operating data that are routinely recorded by the operators will be recorded on 
operator Round Sheets and the DCS log. Additionally, DCS operating data is stored 
in the VPPS database. 

This Test Procedure consists of the step-by-step performance of testing activities. 
Appropriate areas will include a place for action step sign-off and/or verification 
(and a place for recording data). Testing is accomplished by implementation of this 
document along with the performance of other equipment Standard Operating 
Procedures (SOPS), and Long Term Orders as required. .Other items included may 
be warnings, cautions, notes; hold, or witness points. and system restoration. 
Pending review of the results from the performance of this procedure, certain step 
may be changed (through proper change control methods) to obtain a specific 
result. 

e 
7.1 TEST: Transition Glass in Center Chamber.and Heat-Up Melter to 135OOC 

NOTE: Operators shall complete Attachments 7A and 78 ever.y 30 minutes 
when the Melter system is stable during batch feeding. 

Test Coordinator shqll complete Attachment 6 for each batch. 

Ramp up Melter temperature to 125OOC ( + I -  2OoC) per SOP 
1 1 -C-269, "VITPP Melter Operation". 

Prepare a batch of glass slurry according to the formula on the 
Campaign Transition Glass Batch Sheet (see Attachment 8). 

Collect sample per PSP (Project Specific Plan, 2504-SU-0011) 
from the Slurry Tank approximately 30 minutes after chemical 
addition is completed. 

Submit the sample for analysis per the PSP and Test 
Coordinator. 

7.1.1 

@,ddtJ 7.1.2 

?b/?hhJ 7.1.3 

19 *% * 1.; 7.1.4 CQ /,i 

A\' 7.1.5 Review analytical results. 

4 ,? /# ID  7.1.6 A Verify batch is acceptable. 800379 

, Reference 12-20 
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Discharge glass to  Startup or Emergency drum until 
approximately 10 percent of the center chamber is drained. 
(Approximately 400 pounds). 

enter chamber is drained. 
flow freely 

increase the Melter temperature to 135 

Segin feeding slurry to the Melter. Increase feed rate at 25 
rpm/min towards target feed rate to establish a feed rate that 
creates a stable and desirable cold cap, (approximately 100 - 
300 rpm). 

e4 
e-& 

Continue to feed' Melter until the slurry tank weight that the 
Melter is being feed from decreases by one sixth, then stop 
feeding the Melter. 

Continue to feed Melter until the slurry tank weight that the 
Melter is being feed from decreases by one sixth - 
Discharge glass to  Startup or Emergency drum until 
approximately 10 percent of the center chamber is drained. 
(Approximately 400 pounds). If the glass does not flow freely 
through the discharge chamber (due to high viscosity), then 
increase the Melter temperature to 1350OC (+/- 20°C), i f  not 
already done. 

Reference 12-21 
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I 

I 

I . .  

Continue to feed Melter until the slurry tank weight that the 
Melter is being feed from decreases by one sixth h w s t o p  

. I  

7.1.17 

7.1.18 

7.1.19 

7.1.20 

7.1.21 

7.1.22 

Startup or Emergency drum until 
ercent of the center chamber is drained. 

pounds). If the glass does not flow freely 
e chamber (due t o  high viscosity), then 
emperature to 135OOC (+ I -  2OoC), if not 

y to the Melter. Increase feed rate at 25 
et feed rate to establish a feed rate that 
esirable cold cap, (approximately 100 - 

Y%, 300 rpm). 

Continue to  feed Me 
Melter is being feed 

til the slurry tank weight that the 
ecreases by one sixth 

Discharge glass to 
approximately 10 percent 
(Approximately 400 pounds). 
through the discharge chambe 
increase the Melter temperature 
already done. 

Resume feeding slur 
rpm/min towards ta 
creates a stable an 
300rpm). . 

Continue to  feed Melter until the slurry tank wei 
Melter is being fed from decreases by one sixth 

ter chamber is drained. 
does not flow freely 

O C  (+I- 2OoC), if no 

f-. 

Q()Q28l 
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I 7.1.23 up or Emergency drum until 

he  glass does not flow free1 

increase. the Melter temp 
already done. 

I 7.1.24 Resume feeding slurry to the Melter. 

O°C (+/- 2OoC1, if n 

rpm/min towards target feed rate to establi 
creates a stable and desirable cold cap, (approxim 
300 rpm). 

Continue to feed Melter until the slurry tank that the Melter is 
being feed from is empty, then stop feeding the Melter. 

If not already done,  increase Melter temperature to 135OOC 
(+/ -  20°C) per SOP 11-C-269, “VITPP Melter Operation“, and 
hold for a minimum of two hours. 

p p  ,” - 1 :,0 -. 7.1.25 

FrJI I q,/4/ljd 7.1.26 

k4 lg27/% 7.1.27 

fis-/.% 7.1.28 s is acceptable. 

Collect sample of center chamber glass by discharging and 
submit it to be analyzed for total metals. 

- S48-9b - 
data Teyting Manfger Date 

r’s consent to continue. 

9-37t4 
TTl “ I q b  7.1.29 

Date 

. .  . . . .  
“l ’ .  

Reference 12-23 
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I 

Initials/DatQ 

TEST: Prepare Acceptance Glass Slurry Batch 

7.2.1 

7.2.2 

\ 
v. 

Make a slurry batch of Acceptance Glass in a Slurry Tank 
using the batch formula listed in Attachment W n d  recirculate 
the slurry through the Melter feed loop or the Melter bypass 
loop (as specified by the Shift Manager) as described in SOP 
11-C-267, VITPP Feed Preparation Phase 1. 

Sample the surrogate batch in accordance with the PSP 
(Project Specific Plan, 2504-SU-0011 I, and per SOT 1 1-C- 
276, VITPP Phase 1 Process Sampling Procedure. 

rc e 
-9t 

q 3 u  (r c 

7.2.3 Submit the sample for analysis per the PSP and Test 
Coordinator. 

7.2.4 Review analytical results. 

7.2.5 If analytical results are not acceptable, adjust slurry batch 
formula as necessary. 

7.2.6 Make another slurry batch of Acceptance Glass surrogate in 

feed loop or the Melter bypass loop (as specified by the Shift 

the other Slurry Tank using the surrogate batch formula listed 
%hC A q A t t a c h m e n t  2, and recirculate the slurry through the Melter 
rev;* 

-4r rc9 
‘00 -1‘ Preparation Phase 1. 

7.2.7 

Manager) as described in SOP 11-C-267, VlTPP Feed 

Sample the surrogate batch in the second tank in accordance 
with the PSP, Project Specific Plan, 2504-SU-0011, and per 
SOT 1 1 -C-276, VlTPP Phase 1 Process Sampling Procedure. 

7.2.8 Submit the sample for‘analysis per the PSP and Test 
Coordinator. 

7.2.9 Review analytical results. 

Reference 12-24 
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NOTE: Prepare additional batches of Acceptance Glass surrogate as 
needed. Sample each slurry batch in accordance with the 
PSP, Project Specific Plan, 2504-SU-0011, SOT 1 14-276, 
VlTPP Phase 1 Process Sampling Procedure, and as directed 
by the Test Coordinator. 

7.3 TEST: Run 36 Hour Melter Performance Test 

NOTE: Operators shall complete Attachments 7A and 78  regularly 
every 30 minutes when the Melter system is stable during 

Test Coordinator shall complete Attachment 6 for each batch. 

, batch feed. 

NOTE: 

, NOTE: Attachments 4 and 5 are to be used to determine the Melter 
Feed Pump rpm to achieve one metric ton per day. 

NOTE: Attachment 10.1 shall be completed at the begining every.2 
hrs during the 36 hr Melter Performance Test. 

I ni t i als/Da t e 

&/ ?e/'& 7.3.1 Begin the 36 hr performance test of the Melter. The test shall 
be continuous at a minimum rate of one metric ton per day of 
glass produced for 36 hours. 

Duiaiek Field Rep. DateKir ne 

NOTE: The Gem Machine performance test (Section 7.4) shall be run 
concurrently with the Melter performance test after Melter 
feed is increased to a minimum of 1 MT/D glass rate. 

NOTE: The 36 hours refers to total run time while feedino the Melter. 
Reasonable downtime for maintenance unrelated to the Melter 
and Gem Machine is allowable. Additionally, the feed rate can 
be adjusted to control the cold cap as approved by GTS 
Ourateck Technical Representative. 000384 

Reference 12-25 
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7- 
i' 7.3.2 
\. 

0 .  

7.3.3 

. . .- -- 
. .  - . -  c- 

I 

'3' 

Continue Melter feed to  maintain steady state operation and 
hold with concurrence from the GTS Duratek technical support 
person. 

Operators shall complete Attachment 10.1 , Duramelter 
Acceptance Testing Table. 

Commence discharging the Melter into a drum as advised by 
the GTS Duratek technical support person. ' 

Continue to  operate Melter at a steady state with concurrence 
from. GTS Duratek Technical Support person. 

ComDleted 3.6 hr AcceDtance Test: 

&i: 4 i ? / c i L  \ .' 
A L R L [  ?+ 1 \ k  

./ 

Dbrateck Field. Representative Datemime e -  - .- . -.-.- .,- , . .  - .. . .  . -  - _._. . . _. ?' :  - -- - c+-  - . * -  - 
c . .; = : .. - .,; .. 

VITPP Manager approval of completion of the 36 hour 
Acceptance lest :  c\ 

Lower Melter temperature to 1250° C (+/- 20° C) after 
completion of 36 hour test. 

Reference 12-26 
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NOTE: The 8 hours refers to total run time of the Gem Machine while 
producing gems when feedina the Melter. Reasonable 
downtime for maintenance unrelated to  the Melter and Gem 
Machine is allowable. The goal is to run the Gem Machine 
continuously for at least t w o  hours. 

A 

NOTE: Operators shall complete Attachments 7A and 78 initially 
every 30 min when the Melter system is stable during slurry 

' feed. 
- -  - 

NOTE: 

NOTE: 

Test Coordinator shall complete Attachment 6 for each batch. 

Weigh Gem drums prior to  the start of this section. 

NOTE: Attachment . lo2  shall be completed every 2 hrs during the 8 
hr Gem Machine Performance Test. 

Initials/Oate 

I#,! / 7 a t  . 7.4.1 
y - .  

With Melter being fed slurry at a steady state operating rate, 
(target rate of approximately 95 pounds per hour glass 
production rate), begin Gem Machine 8 hour performance test 
with concurrence from the GTS Duratek technical support 
person. 

- 

c .y - -/.---; L I * # / 
' 1  f J /  ,k 1 , kd' - 

Shift Managei-' Oatenime 

Duratek Field Rep. Oatellime 

Ensure that the Gem Machine has operated during the 8 hrs 
and has produced a minimum of 730 Ib gems (113 MT or a 55 
gal drum about 80% full). 

-- 
a/ 

7.4.2 
'. - T= t -  

I 7.4.3 Operators shall complete Attachment 10.2, Gem Machine 
Acceptance Testing Table. 

00838ti 
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Duratek Field Rep. Datemime 

NOTE: 

7.5 TEST: Run Melter at 1250'C 

.. NOTE: 

NOTE: 

Initials/Date 

I 7.5.5 

Do not proceed to the next step until a GTS Duratek €echnicaJ. 
support person and VITPP Manager concurs that the 36 hour 
performance test is complete. 

. 

Operators shall complete Attachments 7A and 76  regularly 
every 30 min when the Melter system is stable during slurry 
feed. 

Test Coordinator shall complete Attachment 6 for each batch. 

Increase Melter temperature to 13OOOC or that temperature 
required for glass to  flow freely through the discharge 
chamber . 
Make batch using formulation listed in Attachment 9k, -2 si+ 

Start feeding Melter with Series 0 surrogate and additives 
slurry to achieve a stable cold cap. 

iiT,cp ic'.' 
I L  i;: 

While feeding Series 0 glass, slowly lower temperature to 
125OOC. 

Run as continuously as possible at an 
for a minimum of 2 batches or as directed by the 

Daily Orders. 

feed rate, bubbler rate, urea 
size, etc. to help establish operating envelop 

Reference 12-28 
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- I  7.5.6 Feed the last slurry batch (leaving both Slurry Tanks with a 
minimal heel) and stop feed to Melter. 

I 7.5.7 Hold Melter at standby at  a temperature to 125O'C or other 
temperature as directed by the Operations Manager. 

(Boo388 
Reference 12-29 
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TEST EXCEPTION LOG 

OESCRiPtlON 
INCLUDE TP STEP # 

. COMPLETION/ I APPROVAL(0Am 
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TE I TD/Doc I. Originator/Date/Phono Soction/Stop # 
1 2 504-su-003 s 
Exception/Dlscrepancy . 
Attempts to perform the Gem Machine 6-hour test were unsucceeeful due to 

the double glaes stream flowing from the discharge orifice. 
, 

Resolution/Correction 

Remarks/Continuation 
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heat f low in w aut of the glass. the g l u t  
temocrature becomes uniform by internal 
radiation. 

4nothcr rtcent development IS the UK of 
utofy paneb which c o n m  embeddad 

.ins clcmenu. These clectnc blocks are 
used over the top of forehunhs which are 
tempcraturc controlld by means of im- 
merwd elmroda. along the s t d e  and bot- 
tom of lorehearth channels and in the bowl. 
to mad the IOU of h u t  from the glass to 
achrevc more nearly uniform temperature 
conditions in the forehunh. 

Elccincd heating of pathenng chambers 
by means of radmnt clements and immersed 
datroda makes more comfortable working 
condtuoar due io abscnct of flame amg-out 
Surface cords due to errponmn of a g k ~  
corutiiusnt are d u e d  baausc the 
phcrc in the chunk is prnly saturami with 
the vapor and IS qu-t. 

a 

rids used in dearit melting molybdenum. p o r n  input will be some defmite amount at 
platinum. molybdenum dbilitidC* and time zero. If that power is apprairbly more 
graphite. lislod in the order of increasing tbrn the furnace requires to balance t k  h a t  
contact l o s s  and melting load. the temperature of 

Molybdenum serves the purpose well.. tk bath will rise and the current will in= 
and u used in most applirrtionr MolyMta- 
urn has a high mdting point low contact 
misancc to Slu r .  id iu oxide h non- 

loring. It has thc d b d v a n u g c  of'poor 
and a rttcr jacket is 

:red w h m  the elcnrode goa through 
.mace dl. 

.dolyMmum disilicide is not used utm- 
M y .  but is being conridmd because it has 
resume to oxidation. It has iu own diud- 
vantages of being more CCIdin to oxidized 
g l w  than pure molybdenum. and not as 
adaptable to joining on an uteosion u b 
euuomary with molybdenum to compensate 
for w a r .  

Platinum miss oxidrtion but sincc it 
has a somewhat higher cooud resistam to 
plur. the current density must k kept low 
or the frcquaIcy high to 8roid sputter@ the 
r n c u l i n t o t h e ~  WbenthistakaplrcC 
the glass k c o m ~ r  foggy. Pluinum b.r tbc 
dimdvrmyea of higb capital cost, rad a 
r i g n i f i i t  maintcnraat cost k.rlw of 
failuredue to ratystdlituioa. 

Grrphite and arbon arc not wetted very 
wdl by glur. a d  hence b e  a bid coauc~ 
mistance. A p i a  t k  arrent dc&y must 
k kept low. or the fq- high to prcrcnt 
incipient arciq which dpco &a to rili. 
toll in finely d i s p c r d  form. It b rbo at- 
tacked by oxidired gltua. Aaothcr dbd- 
vantage of graphite is that there are signift 
cant her1 loua in the cooling of the $ha& 
which utatds to the outside of !he furnace. 

riduion a 

type of power i n p a  CoatroL since the 

lure rim. and vice versa. For eumplc. if Qc 
transformer is kept at a rued voltage, the 

110 

.W O f  the f& U the rCm- 

clcuc due to the dccrrucd ruisumt. On 
tk otbu hrnd if the power going into 1& 
fu- is appreciably I t u  thrn tbat cc. 
q u i d  the will cool md the current 
will d s m u c  due to the increased rrriruncc. 

The foregoing is particulrrly important 
with g l w r  hrring a seep lempcnture/rc- 

si l iacc l t  is of ku imporuncc with soda- 
lime glasses. duc to the rrluivtly flat rerhti 
ance-tanperaturr CUM at melting temper- 

ckctrk furnace by obscmation of thc tun- 
p n t u r e  rudiig followed by manual dung- 
ing of the transformer taps A @ton fur- 
nace with thii control arrangement has kca 
opntiag satisfactorily for many y u n .  and 
the aced for up changes O O N ~  only a few 
timamubaur 

AII-&&C rurrirct powcr ton td  
tcms that m i  k u d  are as follows 

(I) T d o r m t t  with many tap giving 
various output voltage& s&ctcd m d l y  
or autom8cially with the power on. 

(2) Tdonncr  wltb many t a p  gi- 
output voltages, selected manually or aut+ 
nutially with the power on. This h mom 
cO(Ive0kat tlwl the first mcthd. 

(3) Transformer of fid voltage or with 
a limitcd number of wpr with buck-& 
boort *ohye @uor to obtain ialamcdi 
ate voltage, vieaed manually or automati- 
ally with the power on. nu h cqu8lly u 
good u thc raond method 

(4) T ~ O -  or rued V O I U ~ C  or with 

ruetor to control t k  povrr input s c i d  
m r n d l y  or .utomatiully. Thu method hot 
the didvantage of poor power factor. un- 
krJ cottcclcd by apaciton. 

(5) Truufonner of limited voltage or 
with a limited number of taps. with a silicon- 

GWXC CUIW. SUA u h U t - M W y  bo- 

8tUfU. It b PnCrk l  10 C O n v d  8 6&W 

8 IhitCd number Of t8pr vitb 8 rrturrbk 

conuollcd-der to control the input 

Rooster pover-control systems can k 
any of the above. but automuIc control is 
not q u i d  system No. I is uslully pnc-  
l i d .  Moa ofthe kat  is supplied by the 
b- f a  ind tbc mtnll t-peuure of 
the furarcc is controlkd by the operator 
who coatrol, the fwl input. For example if 
the lcmpcraturc in the furnace begins to rise 
due to the startup of a booster. the operalor 
of the r u m  t a k a  note or the lempr81UfC 
incrrut ind rrductr the rud r i  In thir 
way. tk booster type of installation is 
luk 

m cempntm of tbe g h  in 8n rll- 
ekevic rutnvc i~ IDY w of a 
thtrmocoupk working vitb tb8 USu8.l 
d . c o n t r o i l r r  type of instrument: 
This instmment then convolt the motor on 
the vohqc regul8tor or upcbuya. or It 
signals for thc..opntor. Tbc lbamocoupk 
may k the usual pktinum/pIatinum-rhod- 
iumtypc inarllcd put m y  t h w b  tbc bot- 
tom blocks or rn o-radiation t w  
pylornaer used with a closed cnd.mdybdcn- 
urn immerrioo tuk through the M I .  

"0- 
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ugb tbe floor 
- 8  

I 

I .  

me symbols are described in Figure 8.25 and R,  is 
defined by the relationship already given in 'ktion 
8.0.3.2 

Electrodematerials 

n e  development of dcctriC mdthg is largely linked 
u) the discomy, and d m l o p m t  of elcstrodc 

&cm& material must mcet are 
alaterial. Thc properties and criteria that an 

&ctOrieq irmpaxive of oxygen partial pns- 
sure and current density up to 17WC 

W C  

1. rrsitulncc to corrosion by molten glass and 

2 rrsistancc to oxidation in air at least up to 

3. electrical conductivity similar to that of metals 
4. adequate mahnical strength up to 17WC 
S. adequate t h d  shock ruisunce 
6. properties for mandacturr should k similar to 

7. an cconomially viable pria. 
those d metals 

The idealekcvode materiaf has not yet been found 
and probably never wil l  be, so comproahs must 

application and the technical and economic con- 
ditio- difbmnt dccaode mateiiab win k 
ZClaarA 

Durirq thc arlyderelopmcat ddccvic melting, 
deeaodaweremulr?.Of~mtaislUCbOIiron 
and aidtdotrllagroftbac,md~had t o k  
ioteruivdy oookd to provide rdcquotc mechanical 

UT of 110 imporuoa 88 dseaoQ mrtcMk today 
and 1& &Id is bd by mdybdeaum, platinum, tin 

be madt, Wbkh thu, dcpendiae OB thC 

p w  wdh 8 k W  CXc@OOr, Such 

OX&& Upto8 @W,- . 

ELECIR03E MATERIALS 

of this material until it was suitable for ux in 
molten glass has been largely responsible-for the 
wide distribution of electric glass melting. 

The physical properties of molybdenum as used 
for electrodes arc given in Table 8.3; its electrical 
resistivity at room temperatun is thrrc times that 
of copper but by lS0o"C it is thirty times that of 
copper. 

Molybdenum electrodes arc particularly suitable 
for glasses melted under reducing conditions but 
glass constituents such as lead, arsenic, antimony, 
ad, to a certain extcns SO2' have an admx dcn 
They arc in the elcarochcmid series above moly- 
bdenum and their oxide would thcnforc k reduced 
to the parent metal even if no ament were flowing 
even 1% PbO in a glass produces noticcable COKO- 
rion of molybdenum but it is claimed that special 
ekcuical networks (Figure 826) can lead to a 
ctduction in cbe attack of lead on m ~ i y W a r ~ ~ ~ ~ ~ ~ ~  
In praccia, the use of molybdenum as an dccaodc 
materia has been found to k satishxoy provided 
that. for cach 1OOOkg of sand in the batch, the 

I b t 
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Auditable Safety Record ASR 95-0006 for: Phase I Vitrification Pilot Plant Operations 
Advanced waste water treatment 
bottom drain container 
Balance of Plant 
building sump tank 
configuration management 
carbon dioxide) 
Department of Energy 
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Executive Summary 
Fluor Daniel Fernald (FDF) chartered a Safety Review Team (SRT) as part of the 
investigation of the breach of the VITPP melter on December 26,1996. The 
SRT evaluated the adequacy of implementing controls for normal operations and 
emergencies within the safety basis, and the appropriateness of the response to 
the incident. The investigation included review of safety documentation, 
operating procedures, test plan, and emergency procedures. 

' 

. 

This report presents the SRT evaluation of the response to the incident, safety 
and health impacts on- and off-site, lessons learned, and recommendations 
regarding improvements to the de ty  analysis process for VITPP operations. 

The execution of this project was in accordance with requirements established by 
the Department of Energy (DOE). Thorough scientific and engineering 
discipline was not exercised at its initiation nor throughout the duration of this 
project. Continuous attention to potential safety concerns resulting from the 
deterioration of melter components was not effectively factored into revisions of 
the safety basis documents, procedures, nor test plans. The discipline gained 
from all aspects of operational expekence and personnel training ensured that the 
incident resulted in no personnel injuries nor environmental damage. 

The Safety Review Team identified five ( 5 )  recommendations, and three (3) 
lessons learned: 

lesson I (Safety Analysis): 

The safety assessments and hazard analysis processes for the VITPP inadequately 
assessed the potential for casualties resulting fkom incompletely understood 
wastage in the Melter. (Wastage is the combined effects of corrosion, erosion 
and electrochemical reactions which results in degradation of materials.) 

Recommendation I: 

Project management must assure that periodic independent technical review and 
direction is provided during all phases of the project. This must include safety, 
design and operational considerations, and it must be available during early 
phases of the project.. 

Recommendation 2 

Because of the technical complexity of this project, project management must 
assure 'that a thorough, detailed hazard assessment is performed by an integrated 
team with adequate technical resources to establish the safety basis, and that this 
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safety basis is revised as new data and facts become available. 

Lesson 2 (Design Change control): 

The Design Change Control process existing at the time was ineffective in 
assuring that changes are adequate to maintain operations within the safety basis. 

Recommendation 3: 

Project management must ensure that management control processes are 
effectively implemented throughout the life of the project to maintain integrity of 
the safety basis. Not only must this include a consideration of the FDF design 
change control process, but also the design and safety interface between FDF and 
subcontractor scope of work 

Lesson 3 (Emergency Response): 

Good emergency response to casualty conditions requires good design, 
disciplined operations, and continuous training. 

Recommendation 4 

The discipline gained fiom all aspects of operational experience and personnel 
training ensured that the incident resulted in no personnel injuries. Project 
management must ensure that such training is a continuing requirement for a 
project of this complexity. 

Recommendation 5: 

Project management must ensure that there are appropriate designs andor 
effective administrative controls andor project procedures to mitigate and 
confine the consequences of a potential breach of the melter which could spill 
molten glass onto the floor of the melter room, as well as, the consequences 
resulting fiom emergency response. 
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Introduction 
The Safety Review Team (SRT) for the invedgation of the Vitrification Pilot 
Plant incident was chartered by Fluor Daniel Femald (FDF) to determine the 
adequacy of implementing controls for normal operations and emergencies 
within the safety basis, and to evaluate the appropriateness of the incident 
response in terms of procedures and processes used. The SRT was to include in 
its report an evaluation of the appropriateness of response to the incident, an 
evaluation of safety and health impacts on and off-site, lessons learned and 
recommendations regarding controls for safety. 

The Vitrification Pilot Plant (VITPP) is located on the west perimeter of the site 
and is the administrative responsibility of Fernald Residues Vitrification Plant 
Project. The area includes four waste storage silos, their ancillary structures and 
the surrounding soils, and the new VITPP. Silos 1 and 2, also known as the K-65 
Silos, contain radium-bearing, low-level radioactive waste. Silo 3 contains dry, 
radioactive, metal oxide waste. Silo 4 was never used and is empty except for 
rainwater seepage. The VITPP contains the vitrification furnace and systems for 
product-forming and handling, off-gas treatment, h a c e  feed preparation and 
transfer, wastewater treatment, process support auxiliaries, and a control room. 

VITPP Operations 

The VITPP was constructed to continue treatability studies on the wastes 
contained in Silos 1,2, and 3. Two phases of the pilot scale treatability study 
were to be performed to meet acceptance criteria and performance objectives. 
Phase I is the start-up of the vitrification furnace, product-forming equipment, the 
off-gas system, and furnace feed system to verify operation prior to vitrifLing 
mixed waste. Phase I operations utilized surrogate material to test the equipment 
and finalize initial "glass making recipes" for Phase II. Phase II operations were 
planned to vitrify K-65 and metal oxide radioactive waste. 

Phase I operations began with the bakequt of the furnace interior, driving off 
moisture and construction residues. Glass f i t  was charged into the furnace to 
seal construction orifices and allow power to be applied to the melter electrodes. 
After initial furnace bake out and start-up, a series of operational campaigns were 
planned to: 

0 Perform acceptance testing of the furnace fiom the vendor; 
Correlate temperature, power, current, and voltage; 

0 Determine the maximum glass production output of the furnace; 
0 Synchronize support systems with furnace and product formihg operations; 
0 Finalize initial glass formulations for Phase 11 testing; and 
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Familiarize operators with the vitrification process prior to Phase II. 

The campaigns utilize a surrogate material, consisting mostly of sand, 
BentoGrout, and water. Chemicals are added to the surrogate material in the 
slurry feed tanks. The chemicals added vary for each test campaign and mimic 
specific characteristics of the waste to be vitrified in Phase II, aid in the 
formation of an acceptable glass product, or provide tracers for evaluating the 
leachability of the product. 

' 

The vitrification furnace (or melter) is joule heated. Electric current passes 
directly through the molten glass. There are separate chambers for the 
electrodes, melting, and discharge. The furnace chamber is l i e d  with refractory 
bricks and operates in the range of 1,050 to 1,400 degrees Celsius ( "C) or 1,992 - 
2,552 degrees Fahrenheit ("F). Air bubblers agitate the molten glass. A slight 
negative pressure is maintained by venting the furnace into a forced-draft off-gas 
system. The melter is controlled by regulating the feed material. Feed is 
supplied to the furnace via a positive displacement pump. Molten material is 
transferred from the melting chamber to the discharge chamber by an air lift 
mechanism. Air bubbled from the bottom of the discharge chamber lifts the 
molttn glass above the discharge hole. Glass flows into the product forming 
machine. 

Summary of Incident 

On December 26,1996, at approximately 22:22 hours, molten glass was 
discovered leaking from the bottom of the melter. A maintenance supervisor had 
entered the melter room in response to a system engineer's request for instrument 
mechanic support. A camera had recently been adjusted by an instrument 
mechanic and the melter operator, who was located on the second floor of the 
melter room,'noticed a wisp of smoke in the vicinity of the camera. When the 
maintenance supervisor entered the melter room (on the ground floor), she 
noticed a small stream of molten glass flowing from the bottom of the VITPP 
melter. 

Prior to this discovery, the VITPP melter was in a normal idle (non-feeding) 
operating mode. The material in the melter contained some concentrations of 
barium and lead, but no wiioactive materials. The complement of shift 
personnel included 9 VITPP team members, 6 maintenance peqonnel, and 1 
radiological control technician. Occurrence Report OH-FN-FDF-FEW- 1 996- 
0075 describes the immediate actions taken and the results. (See Attachment 1). 

During the first five minutes of the melter breach, the glass pour stream had 
caught a cable on its descent thus steering the molten glass onto the epoxy . - .  

0 painted' floor, and the epoxy paint coating ignited. As-the molten glass continued 
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to flow from the melter, the hole widened to approximately 2 inches in diameter. 
Some of the flow initially fell outside of the bottom drain container (BDC). 
Approximately one cubic yard of surrogate molten glasi discharged fiom the 
melter to the BDC, and approximately 20 per cent of the molten glass discharged 
onto the floor. The quick and effective responses performed by the shift team 
and the emergency response team resulted in: 

. No injuries or fatalities, . . Minimal damage to equipment. 
No impact to the off-site or on-site environment, and 

Three incident evaluation teams were established, and the Team Leader Kick-Off 
Meeting was held on January 3,1997. There are: 

Data AnaZysis and Path Forward Team, N. Akgundiiz (DOE), D. Nixon . S u f i  Review Team, L. Bogar (FDF), R. Crawford (FDF) . IncidentAnalysis Team, R Reinhart (FDF) 

(FDF) 

The objective of the three review teams is to fully evaluate the melter incident 
and set a short-term path forward for Phase 1 operations. The goal is to have this 
accomplished by mid-February, 1997. This report presents the results of the 
Safety Review Team. 

SRT Investigation Team 
The Safety Review Team (SRT) membership was drawn from a wide variety of 
technical and operations expertise within Fluor Daniel Fernald (FDF). The SRT 
was augmented with Dave Jacoboski and Eric Harper to provide firsthand 
knowledge and information on Vitrification Pilot Plant operations, Rod Gimpel 
who provided requested information on Redox Couples in Silicate Melts, and 
Robert Frost who evaluated the environmental impact and estimated the exposure 
rate and airborne radioactivity concentration fiom a postulated failure of a VITPP 
Melter assumed to contain K-65 materials. In addition, Bob Tabor, safety 
representative for the Fernald Atomic Trades & Labor Council (FAT&LC), 
participated in some of the SRT meetings. Department of Energy (DOE) 
oversight of the work of the SRT was provided by Peter Darnell. The 
cooperation and assistance of all these persons is greatly appreciated by the 
Safety Review Team. They have contributed important information for this 
report. 

The first meeting of the SRT was convened on January 7,1997, and the Team 
decided to form three sub-teams to facilitate their investigations. The sub-teams 
are listed below: 
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Sub-Team I: Review of Safety Basis Documentation 
Raymond Crawford, Team Co-Leader 
R. Douglas Daniels, Team Member 
This team reviewed the safety basis documentation. 

Sub-Team 2: Off-Normal Scenarios and Test Corrections 
Donald Nordquist, Team Member 
Q. Eric Harper, Project Support 
This team reviewed operating and maintenance procedures, the test plan and 
casualty alarm procedures to detennine if these provided appropriate controls to 
anticipate an incident such as the one which occurred. 

Sub-Team 3: Response to Incident 
William Previiy, Team Member 
Lou Bogar, Team Co-Leader 

' Dave Jacoboski, Project Support 
This team reviewed procedures and training to determine ifthe response actions 
to the incident were appropriate. 

The SRT also had extensive discussions with Rod Gimpel to obtain detail 
information on materials performance monitoring in the Pilot Plant which could 
have affected the integrity of the VITPP melter. 

Safety Basis Documentation 

Requirements 

The preliminary hazard categorization documented in the Preliminary Safety 
Analysis Report (PSAR) for Operable Unit 4 is a Hazard Category 3 (HC-3). The 
categorization was performed in accordance with DOE 5480.23 Nuclear Safey 
Analysis Reports and following the guidelines of DRAFT DOE-STD-3005-YR, 
Evaluation Guidelines for Accident Analysis and Safety Structures, Systems, and 
Components. Construction of the VITPP was authorized by the DOE approved 
PSAR. The PSAR defines the safety basis for construction, design objectives 
and measures necessary to ensure that the facility will be constructed and 
operated in a safe manner. The PSAR also addresses the safety of existing silos 
1,2, and 3. The PSAR does not address operations with surrogate, non- 
radioactive material (Phase 1). 

The operations of the W P  during Phase I were analyzed under a Safety 
Assessment, documented in the Auditable Safey Record ASR 95-0006 for: Phase 
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I Vitr8cation Pilot Plant Operations (ASR). The hazard analysis was performed 
utilizing the guidance of DOE-STD-1027-92, Hazard Categorization and 
Accident Analysis Techniquesfor Compliance with DOE Order 5480.23, Nuclear 
Safety Analysis Reports. The ASR establishes the safety envelope for Phase I 
activities and contains the facility hazard categorization @er DOE-STD-5502- 
94), analysis of facility hazards, and description of controls. The ASR does not 
address radioactive operations (Phase rr>. 
The Final Safety Analysis Report (FSAR) provides the safety basis for the 
conduct of Phase II activities. The FSAR will be used to document the 
evaluation of all operational hazards, occupational, environmental and system 
safety, associated with the project. The report also l i  the mitigation and 
control measures necessary to address the hazards identified. The FSAR is 
currently under development. 

Chronology of Safety Basis Development 

April 19, 1994: U.S. DOE, Preliminary Safety Analysis Report (PSAR) for 
Operable Unit 4, FEW-2337, Rev 0. The PSAR is the 
Authorization Basis for design and construction of the 
VITPP. The PSAR provides fhe safety basis for continued 
silo operations. 

July 7, 1994: FERMCO, Safety Analysis (SA), Integrated Hazard 
Analysis: Preliminary Hazard Analysis Plan. The document 
is the first in a series of documents leading to the completion 
of the Final Hazard Analysis Report for VITPP operations. 

July 20,1994: FERMCO, (SA), Preliminary Integrated Hazard Analysis 
(I'M) for the CRW Pilot Plant. The first "integrated" 
identification of the h&ds associated with the construction 
and operation of the VITPP to the scope covered by the 
PSAR. The analysis is finalized by the FHAR. 

February 2,1995: FERMCO, (OU4), Request for Safety Assessment, Operable 
Unit 4, Phase 1. Operations with non radioactive surrogate 
material are not within the scope of the existing safety basis 
documentation (PSAR). 

April 5,1995: FERMCO, Fire Safety (FS), Fire Hazard Analysis. Further 
analysis required by PSAR and PHA. The analysis was . 
conducted in accordance with DOE Order 5480.7A, Fire 
Protection. Initially approved 4/5/95. Update issued 
(2/2/96). Recommendation made by FS were resolved and 
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documented in Close Out of Fire Hazard Analysis 
Recommendations M:P:(FRW):964153 (3/2 1/96). 

FERMCO, (SA), Human Factors Engineering Design 
Review. Further analysis as required by PSAR and PHA 
under Safety Assessment No. 94-0045. Additional design 
changes required an update to the report which is 
documented in Final Human Factors Evaluation SA 95- 
0045 Rev 1. (3/22/96). Recommendations made by (SA) 
were resolved and documented in Close out of Human 
Factor Review Comments, M:P:(FRW):96-0242 (5/2/96). 

. 

FERMCO, (SA), Hazard and Operability Analysis Report 
for the Operable Unit 4 Vitrification Pilot Plant, 25-HS- 
0005. Further analysis as required by PHA. The report 
presents the results and recommendations from the HAZOP 
of the vitrification furnace, gem maker, and off-gas system. 

FERMCO, (SA), Final Hazard Analysis Report for Operable 
Unit 4,25-HS-0004. This report summarizes the findings 
from the HAZOP and PHA, which provides the hazard 
analysis required by DOE 5480.23 for the facility Final 
Safety Analysis Report ( F S A R ) .  

FERMCO, (SA), Auditable Safety Record 95-0006 for: 
Phase I Vitrijication Pilot Plant Operations. 'Result of the 
request for safety assessment issued 2/2/95. Provides the 
safety and authorization basis for Phase I Operations. 
Provides the hazard categorization (per DOE-STD-5502-94) 
of the facility. The facility is categorized as an Industrial 
Facility. Revisions: Rev 0. (12/20/95); Rev 1. (4/3/96); 
page change (4/7/96); and page change (8/20/96). 

FERMCO, Occupational Safety (OS), Vitrification Pilot 
Plant Phse  I Operational Safety Guidance Document, was 
prepared to cover issues normally addressed by a Project 
Specific Health and Safety Plan. Revisions: Rev. 1 
(03/28/96, Rev. 2 (05/01/96), and Rev. 3 (12/16/96). 

Safety Basis of Phases I and II: Design and Construction 

The safety authorization for the design and construction of the facility is the 
Preliminary Safety Analysis Report (PSAR).  The PSAR was prepared in 
accordance with the requirements of DOE Order 5480.23, and initially 
establishes the hazard categorization for the facility as a Hazard Category 3 (HC- 
3). The PSAR was developed using the approved preliminary design (Title I) ' 
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information. The approval of the PSAR followed by the subsequent approval of 
the Final Safety Analysis Report (FSAR) would bring OU4 into compliance to 
operate as a Hazard Category 3 facility. 

Stated within the PSAR: 

0 "This Preliminary Safety Analysis Report (PUR) provides the safety basis 
for the construction of the Operable Unit 4 (OU4) Vitrification Pilot Plant at 
the Fernald Environmental Management Project (Pg ES-I) 

0 "This document does not evaluate the initial testing of the system with non- 
radioactive materials or subsequent storage of materials. I' (Pg ES-I) 

The PSAR lists further safety analysis to be performed to support the FSAR. The 
list includes, but is not limited to: 

0 Human Factors Analysis . 

FinalHazardsAnalysis 

Fire Hazard Analysis per DOE 5480.7A 

Development of the Final Hazards Analysis 

A Final Hazard Analysis was performed to conduct follow-up, systematic hazard 
analysis and qualitative accident analysis based on the results of the PSAR. The 
FHAR provides the hazard analysis required by DOE 5480.23 for the FSAR. 
The development of the FHAR occurred over several months due to the slow 
development of the facility and melter designs. The final report was issued in 
October, 1994. The following analyses were key in the development of the 
FHAR 

0 Preliminary Hazard Analysis Report (PHA) 
0 Hazard and Operability Analysis Report (HAZOP) 

The FHAR includes analysis of a leak or spill of molten glass fiom the melter. A 
failure of the melter was listed as "Unlikely." As a ControYMitigator, the report 
states that the design includes containment for the h a c e  melt. No other design 
detail (ie., design capacity, configuration) of the containment is presented. 

Preliminary Hazards Analysis Report 

The Integrated Hazard Analysis: Preliminary Hazard Analysis (PHA) Plan is the 
document prepared by FERMCO Safety Analysis (SA) that establishes the 
schedule and scope of activities for developing the preliminary hazards analysis. 
The PHA Team was identified in the Plan, and the first meeting was scheduled to 
convene on June 17,1994. The PHA Team consists of a designated person fiom 
each of the following organizations: 
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DOE-FN 
FERMCO Safety Analysis 
FERMCO Engineering 
FERMCO RSE (PSAR Coordinator) 
FERMCO H&S 
FERMCO RSE (Start-up/Operations) 
PARSONS Safety Analysis 
PARSONS Design (Engineering) 

“The purpose of the preliminary hazard analysis (PIL) is to provide an 
integrated identiJication of hazard associated with construction and 
operation to the scope of work covered by the Preliminary Safety Analysis 
Report. ” 

“The PHA is the first step of developing a comprehensive Integrated Final 
Hazard Analysis which will be the basis for the Final Safety Analysis Report 
(FSAR). ‘I 

Construction acceptance testing is to be performed prior to startup 
Containment is required (Bottom Drain Container) 
Project Engineer shall ensure the design includes adequate containment, 
dikes, and spill barriers 
Facility Owner shall ensure that the work area minimizes the storage of 
combustible materials in the vitrification area. 
Supervisors shall ensure successfhl completion of operator training and 
qualification for the vitrification system operation and furnace operation. 
Lessons Learned fiom the Minimum Additive Waste Stabilization (MAWS) 
Vitrification project in Plant 9 are incorporated into procedures to provide 
safe work practices during operation of the Vitrification Pilot Plant. 

The findings of the PHA team are documented in the Preliminary Integrated 
Hazard Analysis (PHA) for the CRU4 Pilot Plant. The document identifies the 
standard hazards, safety significant items, and risks requiring additional analysis. 
A leak or spill of molten glass or heavy metals fiom furnace is listed as one of 
twelve hazards found to have unmitigated frequency and consequences meeting 
the criteria for safety significance. A melter 1eaMspill is considered as an unlikely 
event (1 0 ’  per year > n 2 10 per year)’ with moderate consequence (less than 
one fatality or five serious injuries). This classification was carried forward to 
the FHAR. Listed as mitigators and corrective actions for a melter leak/spill: 

DOE-STD-3009-94, “Preparation Guide for US. Department of Energv 
Nonreactor Nuclear Facility Safety Analysis Reports, ” July 1994, describes 
“unlikely” events to be in the frequency range of 10’ 2 p 2 lo4 which is contrary 
to that stated in the PHA. 
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Additional safety analysis required by PHA: 

0 Fire Hazard Analysis is required 
0 Human Factors Analysis is required 

Hazard and Operability(HAZ0P) 

Hazard and Operabiliq Analysis Report (HAZOP) 

The report closes a commitment found in the PHA to perform a formal hazard 
and operability analysis of the furnace, gem maker, and off-gas system. A series 
of design review meetings were held with the M O P  team between October 24, 
1994 and May 17,1995. The findings from the meetings were listed as 
recommendations and were carried forward until resolved. 

The results of the first meeting are documented in Vitrification Pilot Plant 
HAZOP Number I. The document: 

0 Describes the formation of the team, 
0 Lists the initial recommendations of the team. Concerning a melter leak, 

recommendation (3) states “Consider performing the pilotplant run without 
feeding the air sparger tubes into the ficrnace. Evaluate the degree of 
erosiodcorrosion of the floor around the air sparger inlets at the end of the 
pilot plant run. The HAZOP team is concerned about the possibility of a 
tube breaking during an attempt to feed it into the ficmace, resulting in 
personnel injuries or fatalities.” 

The team is concerned that operations requiring access to the bottom of the 
melter may present an unsafe condition. The initial design requires manual 
advancement of the bubbler tubes, which the team considers to be an 
unacceptable risk. The preliminary information fiom the melter vendor 
requires the bubbler tubes to be fed manually into the melter on a fiequent 
basis due to corrosion losses. The scenario considered by the HAZOP team 
is that the fragile tube breaks while replacing, resulting in a molten glass leak 
while personnel are under the melter. These concerns are conveyed to the 
design team and the vendor. 

0 States that additional design information is necessary to continue the 
analysis. Recommends further analysis of the furnace and gem maker. 

A second meeting was scheduled and is documented in Vitrification Pilot Plant 
Process Hazard Analysis. The document: 

Defines the need for .a final report , 
Lists additional recommendations. Recommendation (5) states: “Consider 
developing a method to measure the amount of erosion of the bottom of the 
melter around the air spargerpenetrations. 
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. 

0 The team shows concern for the postulated upset from excessive corrosion of 
the bubbler tubes and the melter bottom. The previous recommendations (1) 
to development of a method to measure the amount of erosion of the bottom 
of the melter around the air sparger penetrations, and (2) to operate without 
advancing the tubes has been dropped fiom the list. 

The third and final meeting of the HAZOP team resulted in the drafting and 
submittal of the final HAZOP report. The report lists 1 1 recommendations that 
are to be considered by the WTPP design team and formally resolved. None of 
the remaining recommendations refer to bubbler tube advancement or loss due to 
the corrosive environment Closure of the previous recommendations were not 
documented. The final report states: ‘Thejndings, which are listed as 
recommendations, were carried forward until resolved.” 

No other documentation has been located with regard to and (1) the manual 
insertion of the bubbler tubes; and, (2) measurement‘ of the amount of erosion. A 
chronology of events regarding the bubbler tubes is provided in Attachment 2. 

Auditable Safety Record (ASR) 

The hazard categorization and safety envelope for Phase I operations are 
documented in the ASR Although the preliminary categorization of the facility 
is HC-3 in accordance with the PSAR, the VITPP under Phase I configuration 
and operation is categorized as an Industrial Facility in accordance with DOE- 
STD-5502-94. The hazard analysis was performed in accordance with the 
guidelines of DOE-STD-1027-92. The existing FHAR is referenced for those 
hazards applicable to Phase I including a leak/spill from the melter. 

Phase I Operational Safety Guidance Document (OSG) 

The purpose of the OSG is to provide additional detailed information relating to 
the safe operation of the VITPP facility. The document is prepared in accordance 
with the guidelines established in the Safety Performance Requirements Manual, 
RM-0021, SPR 2-1, Operating Facility Health & Safety Briefing - Visitor 
Access. The OSG is used in lieu of a Project Specific Health & Safety Plan 
(PHASP) and includes a standard Safety Requirements Matrix. VITPP 
operations do not require the use of a PHASP as described in 29 CFR 19 10.120, 
Hazardous Waste Operations and Emergency Response. . 

Design Change Control 

Requirements 

Configuration Management (CM) is required to ensure the systematic evaluation, 
coordination, disposition, documentation, implementation, and verification of all 
design changes, and their impact on safety, cost, schedule, and technical baseline. 
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The general requirements for VITPP CM and design control are described in the 
Project Execution Plan for Operable Unit 4 Vitrification Pilot Plant (PEP), 
Section 5.5. The PEP states that WTPP activities will be performed in 
accordance with the FEMP Engineering Division CM procedure, 12-5004, 
(superseded by Configuration Management, CM-0001 , April 1996) and the 
FERMCO Configuration Management Plan (PL-3035). The designer of the 
melter was responsible for the control of design changes associated with their 
design. FERMCO was responsible for the control of design changes associated 
with the Balance of Plant (BOP). The PEP also states that the performance 
grades for VITPP structures, systems, and components (SSC) have been 
established by the Pilot Plant Management Team and approved by the CM 
Technical Review Board. 

* 

' 

The project-specific requirements for CM and engineering design (ED) are listed 
in the PEP Attachment 1 Project Specific Requirements, Section 1 , 
Configuration Management, and Section 2, Engineering Design. The 
implementing procedures listed for WTPP CM are as follows: 

0 CM-0001 , Configuration Management 
0 PL3 03 5 , Configuration Management Plan 

ED-CMO 1 , Configuration Management Sitewide Implementation Plan 

The additional implementing procedures listed for ED are as follows: 

0 
0 
0 
0 
0 
0 
0 
0 
0 
0 
0 
0 

124007, Drawing Preparation 
12-40 10 , Design Verification 
12-5001, Centralized Control of Project Documents 
12-6002, Engineering Processes of As-Built Drawingsy 
12-5002, Engineering Design Change Process 
ED-124003, Design Criteria Package 
ED- 12-4004, Design Package 
ED- 12-400 1 , Functional Requirements Document 
ED-12-4005, Calculations, Preparation and Review Process 
ED- 124006, Specification Preparation and Issue 
ED-124009, Process Flow Diagram Preparation and Issue 
ED-124011, Vendor Submittal for Engineered Items 

Performance Grading 

Performance grading of SSCs is used to assure that the level of detail required for 
analysis, documentation, and application of engineering principles that comply 
with the requirements is commensurate with relative importance to safety 
(Hazard Category), complexity of the activity,,facility life cycle, or importance to 
project mission. 
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A Performance Grade of 3 (PG-3) or higher is generally given to an SSC deemed 
safety significant In, accordance with the requirements of PI.-3045, an SSC is 
considered PG-3 if: 

"The SSC is part of a "safty " system in a HC-3 HC-4 or Low Hazard (LH) 
facility and whose failure fails a preventative or mitigative finction 
necessary to ensure that there is no unacceptable risk to the project worker. " 

"The SSC's failure by itselfor in combination with one or more SSCs may 
result in loss offinction of any emergency handling, hazard recovery, fire 
suppression, emergency preparedness, commination, or emergency power 
system that may be needed to preserve the health and sa& ty of the facility 
workers, collocated workers, and visitors. 'I 

' I n  SSC whose failure fails a preventative or mitigative finetion necessary 
to ensure that regulatory imposed release limits are not exceeded." 

. An SSC that is designated as PG-1, PG12, or PG-3 requires independent design 
review during definitive (Title II) design. The Technical Review Board (TFU3) 
will evaluate and approve the PG for the SSC. The TRJ3 is a group of senior 
managers chaired by the Vice President of the Engineering Division. 
Engineering, construction, environmental safety and health, quality assurance, 
and project and information control are permanent TRB members. All design 
changes that affect PG-1, PG-2, or PG-3 will be reviewed by the TRB. 

The VITPP Project Execution Plan (PEP) lists the following SSCs as PG-3: 

Vitrification Melter 
Melter and Gem Machine Interface Panel 
Melter Bottom Drain Container 
Carbon Bed System 
Radon Monitors . 

Silo 3 Surge Bin System 
Emergency Off-gas Rupture Disk 
Emergency Off-gas Vent Valve 
Emergency Off-gas Knockout Pot Pressure Relief Valve 

Design Changes 

The procedures for engineering design changes were provided by ED-12-5002, 
Engineering Design Change Processes. In referencing potential impacts to the 
established safety basis, ED-12-5002 requires the cognizant Project Engineer: 

"To pe$orm a detailed Project Impact Assessment based on the changed 
parameters identi3ing the impact to safty documents, project baseline, 
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configuration management, and/or potentially impacted ficnctional; area 
requirements in accordance with: 

a) Ifan Unreviewed Safety Question (US@ determination needs to be 
conducted, the Project Engineer will provide screening per Site 
Procedure NS-0002 "USQD and Safety Evaluation System" of all DCNs 
against an approved SXR and/or other existing safety analysis 
documents prior to evaluation, implementation, and/or completion of the 
DCN. " 

. 

The Site procedure NS-0002 states that: 

"If a DOE approved SAR for (the) proposed activity does not exist, the 
change will not be reviewed within the USQDprocess but will be reviewed 
by the originating organization via the technical review process established 
within their department." 

The PSAR for the VITPP was developed during preliminary (Title I) design, and 
did not provide an effective comparison for design change review because of its 
lack of detailed design information. Additionally, project personnel did not 
regard the PSAR as the correct safety basis for their current project activities. 
Therefore, the USQD process was not applied. This concept was assumed to be 
acceptable because it was planned that a detailed FSAR would be submitted for 
DOE approval following completion of Title II design. At that time the USQD 
process would be invoked. Prior to FSAR submittal, however, a review process 
for design changes was established using ED-12-5002. Design changes 
involving SSCs that were defined as PG-3 were submitted to FDF SA for 
additional review against the safety basis (PSAR or ASR). After issuing the 
ASR, all prior DCNs were reviewed by FDF SA for potential impact to the safe@ 
basis. 

Melter Design Changes 

The melter design was controlled by the vendor as proprietary; design control 
and configuration management of the melter design was performed by 
DURATEK. Melter design changes were handled using DURATEK's 
Engineering Change Notice (Eo procedures. FDF requested and received 
DURATEK ECNs for informational purposes. FDF personnel did not participate 
in approval of ECNs. There was no disciplined practice which required 
distribution of ECNs to other FDF groups potentially affected by the Ems. 

Bottom Drain Container Design Control 

The VITPP design includes the use of a melter bottom drain container (BDC) to 
capture the melter contents in the event of initiating the bottom drain system and 
to provide containment from a melter leak/spill. The "footprint" of the BDC was 

. -  
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smaller than the footprint of the Melter. Prior to the event, the refractory-lined 
steel container was positioned on a roller conveyor directly below the melter 
vessel. 

As a result of the melter leak, the BDC container filled to capacity with some 
glass overflowing onto the furnace room floor. The volume of overflow is 
approximately 1 1 fl?. The volume of the BDC is about 29 ff, which results in a 
total spill volume of about 40 e, or 140 per cent of the BDC capacity. 

' Additionally, calculating the melter volume fiom design drawings yields an 
estimated melter volume of 3 1 ff ,which is beyond the capacity of the BDC. 

* 

After researching project records, the safety review team was unable to locate 
any documentation of design criteria (other than the approved drawings), that 
were used to provide the design basis of the BDC. According to correspondence 
from PARSONS to FDF dated 1/10/97 (PARSONS ID 04:085:144:0001-97): 

"The original design basis of the Bottom Drain Container (BDC) was that it 
was to receive the f i l l  contents of the VITPP melter following initiation of 
bottom drainj-om all three melter chambers. The melter volume was 
calculatedfiom DURA TEK drawings as approximately 31.2 cubic feet @). 
The original capacity of the container was conservatively designed at 48$ 
(I 54 per cent of melter capacity). This design was perjormedprior to 
confirmation of all the height dimensions in the fimace room due to lack of 
speciJc design information fiom DURATEK. Based on the relative 
simplicity of the calculation, a bottom drain container capacity calculation 
was not formally documented. I' 

Therefore it is concluded that, although the BDC is identified as containment in 
the event of a melter leak/spill (PHA, FHAR, ASR) and is identified as a PG-3 
SSC, formal design criteria (i.e minimum capacity, capture size, etc,) were not 
developed. Furthermore, the omission of a capacity specification was carried 
through three design changes, safety analysis review, and Technical Review 
Board evaluation. 

The following discussion is provided to illustrate the control process employed 
for the design of the BDC. 

Design Change Notice DCN68, Rev 0, Approved 10/11/95 

As the DURATEK design was finalized, height and size requirements in and 
around the container were also firmed up. DCN CONS\l636:068 subsequently 
requested PARSONS to revise the drain container design per FERMCO direction 
(vendor drawings). This FERMCO direction resulted in a reduction in the 
container height of approximately 10 inches, reducing the drain container 
capacity to 35 
during the design change. The DCN indicated that this reduced volume was 

(1 12 per cent capacity). No formal calculation was documented 
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acceptable to VlTPP operations. No basis for this decision is provided with the 
DCN. 

Design Change Notice DCN CONS1636: 068 Rev 1 Approved 1/11/96 

Revision No. 1 to DCN CONS\1636:068 requested that heat transfer analysis be 
performed to evaluate the affect on the container and adjacent equipment 
resulting from a bottom draining. PARSONS performed an analysis which 
indicated that 4" of refiactory would reduce container surface temperatures to 
below 600°F. FERMCO resolved the DCN by directing the addition of 4 inches 
of castable refkctory to two of the four bottom drain containers (l3DCs). This 
would result in one backup BDC with 4 inches of castable refiactory. The 
addition of the castable refiactory into the BDC reduced the container capacity 
to approximately 20 e or approximately 65 per cent of the assumed melter 
capacity. Again, no formal calculation is available in the design change 
documentation. 

Safety Analysis reviewed the DCN and stated: 

"The drain container size change does not afect the safety of the operation 
as long as the volume is not reduced to a level below thejiimace capacity. 
With the change, there is still adequate capacity to contain the bottom drains 
if the feed is promptly discontinued." 

Memorandum from Silos Project Engineering Manager to Technical Review 
Board (TRl3) on 1/25/96 documents closure of TRB action items with regard to 
changes made to PG-3 components of the VITPP (M:P:(FRVP):96-0035. The 
memorandum states: 

' D C N  068, Rev 00 and 01 reduces the height of the drain container to allow 
its movement under the gem machine heads. A layer of refiactory material is 
added to the bottom and sides of the container to reduce thermal tranfler. 
The drain container sue does not afect the safety of the operation as the 
volume is not reduced to a level below thefimace capacity. With the 
change, there is still adequate capacity to contain the bottom drains ifthe 
feed is promptly discontinued. The refractory reduces the metal temperature 
adding safety. to the melter bottom drain process." 

Design Change Notice DCN CONS1636: 068 Rev 2 Approved 3/12/96 

Revision 2 of DCN CONS\l636:068 requested PARSONS to recommend an 
alternate insulation since the material referenced in Rev 1 may absorb moisture. 
PARSONS states: 

"PARSONS initiallyproposed the use of a 2" (inch) thick ceramic wool 
blanket. The blanket would be covered by a liner panel on the bottom of the 
container but would be exposed on the sides of the container. Upon filling, 
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the insulation on the sides of the container would compress to %It to provide 
additional capacity.'* 

During review of the Rev. 02 PARSONS response, FERMCO Safety expressed 
concern that uncovered ceramic blanketing may promote airborne Refractory 
Ceramic Fiber (RCF) in the work area, which is a significant worker inhalation 
hazard. FERMCO recommends the use of a castable refractory. The material 
selected is a 4.5 inch thick thermal ceramics 80-D firebrick. The firebrick is 
comparable in size to the insulation described in Rev 1 ; it is assumed that Rev 2 
would have resulted in a capacity of approximately 20 p .  A volume calculation 
was not documented in the design change. 

Design Change Notice DCN CONS\1636: 068 Rev 3 Approved 4/9/96 

The firebrick is unavailable, FERMCO needs an alternate means of protection. 
In addition the FERMCO DCN Inquiry states: 

"The two outer bottom drains appear to be close to the easthest edges of the 
drain container. Is there a potential problem here?" 

The effective height of the container is increased by 3 inches by adding a vertical 
segment. In addition to the height addition, a 6 inch angled deflector is added to 
the top east/ west sides of the container. The intent of the deflector is to increase 
the capture "footprint" of the container. Additionally the 4.5 inch thick firebrick 
is replaced with 2.25 inch thick castable refractory. The capacity of the container 
has been increased to 29 f? or about 93 per cent of full melter capacity. 
Although a formal calculation has not been retrieved, notes from a meeting held 
on 4/3/96 indicate that calculations were performed. Both PARSONS and 
FERMCO recognize that the current design results in an under-capacity 
condition. Further discussions indicate that down sizing the refractory to a 
thickness of 2 inches with the height change described above would provide fill 
capacity. A formal volume calculation is not available in the design change 
documentation. 

Safety Analysis reviews DCN 068, Rev 03 and responds on 4/6/96: 

Y reviewed DCN: 068.3 and there is no impact to the safety basis." 

Memorandum from Silos Project Engineering Manager to Technical Review 
Board (TRB) on 411 9/96 documents closure of TRB action items with regard to 
changes made to PG-3 components of the VITPP (M:P:(FRVP):96-0207). 

"DCN 068, Rev 02 and 03, changed the material used to line the interior of 
the drain container for reduction of thermal transfir. The castable material, 
per Rev 01, was deleted due to the possibility of moisture adsorption and 
unacceptable performance. Ceramic$rebrick, per Rev 02, was not available 
to meet our schedule. It 
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0 "The Hi-Alumina castable material with ceramic paper, per Rev 03, is 
available and a cost savings from other materials. It reduces the container 
metal temperature adding safety to the bottom drain process. Deflector 
shiercis to the sides of the container were added as a safety feature to assure 
proper glass flow." 

Off-Normal Scenarios and Test Corrections 

Materials Performance Evaluation 

Safety documents, procedures and the test plan were reviewed to determine what 
materials, i.e., refiactory, electrode material, bubbler material, etc., had been 
identified for monitoring. What monitoring occurred and what were the results? 
Should additional materials have been identified? If materials had been 
identified for monitoring and the monitoring did not occur, what was the reason? 

Erosion and corrosion of melter refiactory material was identifed in the test plan 
to be monitored by measuring the difference in chromium concentration between 
the feed material and the glass. Relatively high concentrations of chromium 
would indicate excessive erosiodcorrosion. It is not apparent this monitoring 
occurred. 

Redox potential of the melt was determined to be an important factor, but was 
not monitored. 

Molten metal (resulting fiom redox reactions) on the bottom of the melter was 
recognized as a possibility. It was anticipated that it would be difficult to detect 
but was not monitored. 

There were no test specimens (coupons) such as refiactory, bubbler or electrode 
materials, in the melter for monitoring. This was discussed and dismissed 
because of the planned short time of operation for Phase 1. 

The test plan defines coupons and their use in the glass bath to test the corrosive 
and/or reactive impacts of the molten glass. But coupons were not used in the 
melter. In summary, there were no specific actions taken to monitor erosion or 
corrosion of materials in the melter. 
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Phase I Test Plan Operations 

The Phase 1 Test Plan, 18-SU-0003 Rev 2, was reviewed to determine if it 
addressed issues such as redox, contamination of the side chambers, 
erosiodcorrosion of refractory, breached electrodes, metal precipitates, and 
erosiodcorrosion of bubbler tubes or a leak fiom the bottom of the melter, is 
well as the recommended steps to mitigate those issues. Were the recommended 
steps translated into procedures? In either case, were the recommended steps 
followed? 

The test plan addressed the following issues noted above as follows: . Redox The expected condition as noted in the Test Plan was oxidizing, 
evidenced by amber brown to black glass color. I fa  reducing condition 
existed, as evidenced by green or blue color, the response described in 
the test plan was to adjust glass formula This was not translated to 
procedures or otherwise implemented. 
Contamination of side chambers This condition was discussed and it 
was noted that contamination would result in accelerated electrode 
erosion or corrosion. Procedures addressed the need to maintain glass 
level in the side chambers. 
Erosiodcomsion of electrodes This condition was discussed and it 
was determined that this condition could be caused by center chamber 
glass finding its way into the side chambers. Adding frit to side chambers 
to maintain side chamber glass level higher than center chamber was the 
recommended action. This action was in procedures and followed, 
however because of the cracks in one of the side walls, the center 
chamber glass did migrate into the adjacent side chamber, resulting in 
extensive electrode erosiodcorrosion in that side chamber. 
Metal DreciDitates This condition was discussed, noted as difficult to 
detect, but metal precipitates were expected to remain suspended with 
adequate agitation. No procedural guidance existed which addressed 
metal precipitates or their collection on the bottom of the melter. 
Bubbler tube erosiodcorrosion was not addressed in the test plan. 
A leak from the melter was not addressed in the test plan. 

. 

. 

. 

. . 
Response to Off-Normal Conditions 

The following safety documents and procedures were reviewed for defrnition of 
off-normal conditions: . PSAR - Rev 0, April 1994 . OSG Rev 3, December 1996 . PHA, July 1994 . FHAR, September 1995 
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. AS& March 1996 . HAZOP, September 1995 . Fire Hazards Analysis Update, February 1996 

The OSG addresses the following: radiant heat from the melter, burns from the 
melter, viewing molten glass through didymium lens, electrical hazards fiom the 
melter. A leak of molten glass was not addressed. 

The PHA identified a leak fiom the melter, determined it to be an "unlikely" 
event with "moderate" consequences, mitigated by a containment box under the 
melter. This evaluation was carried forward to the FHAR (see below). It is not 
clear ifthe design at this time included bubbler tubes. 

The FHAR reported six safety-significant hazards, one of which was a leakhpill 
of molten glass or heavy metals from the melter. The engineered control to 
mitigate this hazard was the containment box under the melter. There were no 
administrative controls specified. . 
. The ledspill was determined to be an "unlikely" event with "moderate" 

consequence. 
The melter design was not modified to mitigate this hazard. 

The PSAR addressed a leak fiom the melter, with the same probability of 
occurrence and consequences as the PHA. . . 
. 

It is not clear if the design included bubbler tubes. 
The leaklspill was determined to be an "unlikely" event with "moderate" 
consequence. 
The cause of a ledspill was noted as a material defect or worker error 
during installation. The design includes a containment. 

The ASR noted that the FHAR identified a 1eaWspill hazard and mitigated it with 
a containment vessel under the melter. 

The HAZOP identified a leak fiom the melter as a possible deviation and noted 
that "no safety consequences were expected". 

The Fire Hazards Analysis Update (FHAU) identified the possibility of a f re  in 
the melter room caused by combustible materials contacting the hot surfaces. The 
mitigator was good housekeeping. The FHAU called for an emergency response 
drill at the VITPP which was conducted both prior to and during the readiness 
assessment. 

In summ&y, there were several safety documents that recognized the potential 
for a leak in the melter. The probability of occurrence was determined to be 
"unlikely" with "moderate" consequence. The basis for these determinations is 
unclear. The mitigation for the leak was the containment box under the melter. 
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Problem Identification and Resolution 

During VITPP melter operations, unusual Occurrences were identified by project 
personnel. In this Section, an operational problem with the VITPP melter is 
described, and the actions that were taken to respond to the problem are 
discussed. This is not meant to relate this specific problem to the VITPP melter 
failure, but to provide an example, in general terms, of how the project identified 
and responded to a VITPP melter problem. 

A "glow1' was noted at Bottom Drain No. 3 on September 24, 1996. The 
following discussion indicates the problem-solving approach that was taken to 
address the "glow". 

Periodic measurements of melter electrical parameters were started; separate 
cooling was established to bottom drain No. 3; the temperature of the discharge 
chamber was reduced to monitor the effect on the "glow"; the current-to-ground 
was measured; photo infrared imaging was performed to look for hot spots. The 
glow continued while these activities were ongoing. 

A meeting was held with DURATEK on October 10,1996. The actions resulting 
from that meeting are summarized as follows: ' . 

. . 

. . 
Perform a baseline thermal imaging 
Cooling plates were to be selected to cool the melter outer shell on the 
south side and the sides of the discharge chamber 
A boroscope was to be used to look at the bottom drain 
The fabrication of a new bottom drain sleeve with larger tubing for 
greater flow was to be completed. 

Problems with cooling to all three bottom drains were documented. The "glow" 
apparently continued. 

On December 16,1996 a pile of molten metal was observed on top of the 
coupling on bottom drain No. 3. The metal was removed and sent to the lab for 
analysis. On December 19,1996, the lab results indicated that the metal in 
question was 58 per cent lead. This scenario was developed through a review of 
shift logs, which indicates that operational problems were typically documented 
and actions were taken in an attempt to solve each problem. 
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Response to Incident 

Description of Incident 

On December 26,1996 at the Fluor Daniel Fernald Environmental Management 
Project Vitrification Pilot Plant, a breach occurred in the bottom of the melter, 
causing the entire contents of non-radioactive molten glass to leak ffom the 
melter. The majority of the molten glass flowed into a bottom drain container; 
however, a small stream deflected onto an epoxy coated concrete floor causing a 
fire. Emergency Response personnel put out the fire with water. There were no 
personnel injuries and there was no on-site or off-site environmental impact from 
the incident. 

This incident, categorized as an Unurual Occurrence, was reported in the 
Fernald Environmental Management Project Occurrence Report, OH-FN-FDF- 
FEW-1996-0075 Vitrification Pilot Plant Melter Breach, dated December 27, 
1996, and Initial Update dated January 14,1997. 

Discovery of Melter Breach 

At approximately 2222 on December 26,1996, glass was discovered leaking 
fiom the bottom of the melter at the FDF VITPP. A maintenance supervisor had 
entered the melter room in response to a system engineer’s request for instrument 
mechanic support. A camera had recently been adjusted by an Instrument 
mechanic and the melter operator, who was located on the second floor of the 
melter room, noticed a wisp of smoke in the vicinity of the camera. When the 
maintenance supervisor entered the melter room on the ground floor, she noticed 
a small stream of molten glass flowing fiom the bottom of the melter. 

Initial Conditions 

Prior to the incident, the VITPP was in a normal IDLE operating mode with no 
slurry feed and no glass discharge operations in progress. Operations were being 
conducted in support of developing vitrification technology while processing 
surrogate test materials. The material in the melter contained some 
concentrations of barium and lead. The material was not radioactive. The 
complement of shift personnel included nine WTPP team members, six 
maintenance personnel, ind one radiological control technician. The system 
engineer, the melter operator, and another plant operator were in melter room 
when the maintenance supervisor entered the melter room. 

The melter and support systems were in a normal equipment lineup for the 
operations in progress. Equipment and instrumentation that were out of 
commission or in reduced status did not impact any aspects of this incident. 
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Equipment and instrumentation alarm status prior to the incident did not impact 
the incident. 

Immediate Actions 

The maintenance supervisor immediately reported the molten glass leak, the size 
of a pencil stream, to the system engineer who was on the second floor of the 
melter room. At approximately 2223 the system engineer directed the control 
room operator to rampdown (decrease to zero output) power to the silicon 
control rectifiers (SCR) No. 1 and No. 2 to electrically shutdown the melter. 
The system engineer then notified the shift manager, who was located in the 
operations support trailer, T-12 1, adjacent to the plant, of the incident via radio. 
The maintenance supervisor notified fire and safety personnel via radio that 
smoke was present in the melter room and that no fire was observed. Smoke was 
being generated fiom a thii plastic sheet covering the top of the bottom drain 
container. At 2228, the communications center received the first smoke alarm 
fiom the VITPP. The communications center operator immediately notified the 
assistant emergency duty officer (AEDO). The system engineer had directed all 
personnel in the melter room to stand by the exit to the room on the first floor 
while the shift supervisor manned the control room. Several minutes after the 
melter breach, the hole widened to approximately two inches; a cable deflected a 
small stream of molten glass fiom pouring directly into the drain container 
located under the melter. The deflected stream of molten glass poured onto the 
epoxycoated floor; the floor ignited. The shift supervisor immediately 
telephoned the Communications Center that there was a fire and that emergency 
assistance was required. 

The shift manager took charge at the scene after arriving in the melter room, 
immediately after being notified of the breach. He directed a maintenance 
electrician on scene to open the local electrical disconnect to SCR No. 1, located 
in the melter room in the near vicinity of the fire. The maintenance electrician 
expended a carbon dioxide (COJ fire extinguisher attempting to control the 
flames and put out the fire. The shift manager used a water hose to partially 
divert the glass pour stream back into the bottom drain container. The water 
nozzle was then directed to cool and “fleeze” the glass steam. This attempt was 
abandoned when it was determined to be ineffective in reducing flow fiom the 
melter. Unable to control the leak or the fire and with smoke accumulating in the 
melter room, the shift manager directed all personnel to leave the melter room. 
At approximately 2234, the shift supervisor in response to the shift manager 
directed the control room operator to initiate an emergency shutdown of the 
VITPP by depressing the emergency stop button, and ordered the evacuation of 
all personnel fiom the building. Two maintenance electricians opened the main 
electrical disconnects to SCRs No. 1 and No. 2 to electrically isolate the melter 
prior to their evacuation. 
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As the molten glass continued to flow from the melter, the glass that had been 
deflected to the concrete floor had spread to an area of about two feet square. A 
second portable fire extinguisher (dry chemical) had been used unsuccessfully to 
put out the fire. Emergency response personnel arrived on the scene by 2240 and 
put out the fire by flooding the floor with water. Approximately one cubic yard 
of surrogate glass discharged from the melter to the bottom drain container and 
approximately 20 per cent of the glass was deflected onto the floor. * 

Following plant evacuation, an accountability of all shift personnel was 
performed and all personnel were accounted for. Some key personnel were 
directed by the shift manager to assist with the control and recovery action. The 
operations manager had been telephoned and informed of the incident by the 
shift manager. 

At the time of the glass spill fiom the VITPP melter, a MDA Scientific 7 100 
monitor was operating to measure general area sulfur dioxide (SO3 levels. The 
monitor was located on the west side of the third level of the melter room. 
Levels measured by the monitor indicated the 1-minute average, 15-minute short- 
term exposure limit (STEL), and 8-hour time-weighted average (TWA) levels of 
SO, from December 16, at 19:37 hours through December 26,1996, at 14:24 
hours were 0.0 ppm, as printed out on 8-hour summaries. Also, .the 1 5-minute 
STEL and 8-hour TWA levels of SO, from December 26, at 14:24 hours through 
December 26, 1996 at 22:24 hours were 0.0 ppm, as printed out on an 8-hour 
summary. (See Attachment 3 for the data.) 

When measured SO, levels exceed a pre-set alarm criterion level of 2.5 parts per 
million (ppm), the monitor sounds an external alarm (Westminster clock 
electronic chime), and prints on thermal paper the average level approximately 
every 25 seconds. These alarm printouts continue until the measured levels no 
longer exceed the alarm point. After each printout, the indicating tape is 
advanced and monitoring resumes with freshly exposed tape. 

The alarm printout started at 22:23 hours on December 26,1996. There were 34 
alarm printouts recorded on the thermal paper before an optics fault condition 
stopped the monitoring. A review of the data and indicating tape has concluded 
that SO2 levels in the exposure area were indeterminate. The measured SO, 
levels indicated on the printouts are not representative of SO, concentration for 
the following reasons: ' 

The entire indicating tape, not just the spots where air is drawn through, was 
discolored pink. This may have been caused by acid gases, water, and/or 
heat. The thermal paper used by the monitor's printer also was darkened. 

The monitor measures reflected light fiom the indicating tape which 
develops a pink stain from SO, reaction with the chemicals impregnated into 
the tape. There were 34 dark grayhlack spots present on the tape where soot 
augmented the normal pink color stain. The monitor's detector was not able 
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to distinguish darkening caused by ordinary particulate from that caused by 
so,. . 

All but four of the readings are outside the calibrated range of the monitor, 
which is 0.1 to 20.0 ppm. 

The SO, monitor was observed to have a powder baked onto all of its 
exposed surfaces, and some interior surfaces as well. This is believed to be 
due to the discharge of the dry powder fire extinguisher. 

While the monitor cannot provide any valid exposure data on SO,, its internal 
crystal controlled clock does indicate the time (December 26, 1996 at 22:23 
hours) when smoke started rising to the third floor of the melter room. The 
section of indicating tape with dark greyhlack spots was sent to a laboratory 
facility for metals analysis and approximate concentrations calculated, since both 
the flowrate (0.5 liters per minute) and sample time (approximately 15 seconds) 
are known. The metal fumes are expected to rise and concentrate in the vicinity 
of the monitor (west side of the third floor in the melter room), given the loss of 
building ventilation and air buoyancy due to heat. This location was not 
occupied during the casualty; therefore, the results will not be usehl in indicating 
potential worker exposures. Initial responders were interviewed and no workers 
reported any physical distress after the incident. 

Following the event, individuals determined to be potentially exposed to airborne 
lead were directed to FDF medical services for evaluation. In accordance with 
OSHA $19 10.1025, Appendix C, Medical Surveillance Guidelines, a sample of 
the affected employee's whole blood was analyzed for levels of lead and zinc 
protoporphyrin (ZPP)'. Medical services reports that the blood lead levels for the 
initial responders were well below the action level of 40 micrograms per deciliter 
(pg/dl), with no abnormality in ZPP. Most lead levels were found to be around 
1 pg/dl. These results indicate that employees were not exposed to lead fume 
levels that would adversely affect blood lead levels. 

Incident Chronology 

Times were determined from event reports, interviews, and radio recordings and 
instrumentation where available. 

The enzyme ferrochelatase is inhibited at low blood lead levels. 
Inhibition of ferrochelatase leads to increased erythrocyte protoporphyrin 
PEP) in the blood which can then bind to zinc to yield ZPP. There is an 
exponential relationship between blood lead levels greater than 40 
mg/l OOg and the associated ZPP level, which has lead to the 
development of the ZPP screening test for lead exposure. 

. 
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December 26.1996 

1800 

2155 

2205 

2215 

2217 

2222 

2223 

2224 

2225 

2228 

Normal operations were in progress with the plant in the normal IDLE 
operating mode. 
Melter power was increased to 10 KW to raise the temperature in 
preparation for a scheduled SCR No. 1 outage. The outage was 
necessary to investigate a glowing of the melter bottom drain. 
Instkment mechanic discussed the west camera adjustment with the 
maintenance supervisor after cleaning the lens and manual picture 
adjustment. 
Melter operator called for shift manager, and described a faint indication 
of smoke in the vicinity of the west camera System engineer responded 
for the shift manager. 
Maintenance supervisor was notified by the system engineer to have the 
instrument mechanic give the west camera a second look and check for 
possible damage. 
Housekeeping activities were in progress on the second floor of the 
melter room with the system engineer on the second floor in the vicinity 
of the west camera. 

Maintenance supervisor entered the melter room from the personnel 
protection equipment (PPE) room and observed and reported a glass 
discharge ,from the bottom of the melter to the system engineer. 

Shift manager, shift supervisor, test coordinator were located in 
operations support trailer, T-121. System engineer, melter operator, and 
a second operator, were in the melter room. The DCS operator and a 
second operator were in the control room. An auxiliary operator was in 
the VITPP pad area 

System engineer notified DCS operator to rampdown power to SCR No. 
1 and SCR No. 2. System engineer radioed the shift manager. 
All shift team supervisory personnel met in melter room (shift manager, 
system engineer, shift supervisor, maintenance supervisor, and test 
coordinator). 
Maintenance supervisor notified FS by radio that there was smoke but no 
fire visible at the VITPP melter room. Shift supervisor proceeded to the 
control room. 
Fire alarm system automatically initiated. Cogmunications center 
operator notified AEDO. (Fire alarm was electronically logged at 2225. 
All other times in this chronology have not been transposed to preserve 
best overall description and sequence of events.) 

System engineer directed all personnel in the melter room to stand by the 
exit to melter room on the ground floor, near the PPE room door. 
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Shift supervisor called communications center control fiom the VITPP 
control room and reported the fire alarm and smoke fiom melting plastic 
beneath melter. Control responded that FS is being dispatched. 

Pencil sized molten glass stream continued leaking from the bottom of 
the melter. Smoke was coming fiom a hole burned in the plastic sheet 
draped over the bottom drain container. No evidence of fire. 

Shift manager telephoned the operations manager to inform him of the 
situation. 

Maintenance supervisor radioed frre and safety to dispatch the fire truck. 

A portion of the glass pour stream continued to be deflected by a cable 
beneath the melter causing a small stream to now flow directly onto the 
epoxy coated floor. This area of the floor, approximately two feet by 
two feet, ignited. Maintenance electrician expends a COz fire 
extinguisher in attempt to put out the fme and cool the glass. 

, Shift manager discharged a dry chemical fire extinguisher and directed 
the maintenance electrician to open the local electrical disconnect on 
SCRNo. 1 cabinet. 

Shift manager used water hose to successfully divert the deflected glass 
steam back to the bottom drain container. Shift manager attempted, with 
no success, to cool (freeze) the glass stream by directing water hose 
discharge to vicinity of the leak. 

Shift manager abandoned attempt to cool the glass. 

Shift supervisor directed DCS operator to initiate VITPP shutdown using 
the emergency stop button and directed all personnel to evacuate the 
building and to proceed to the vicinity of trailer, T-92, for accountability 
and further direction. System engineer directed and had two electricians 
open the main electrical disconnect to SCR No. 1 and SCR No. 2 in the 
motor control center (MCC) room. 
Personnel accountability completed. All personnel accounted for. 

Emergency response personnel arrived on scene. Supervisory personnel 
and a maintenance electrician provided situational turnover including 
electrical power isolation status to the fire chief. 

FS put out the fire and cooled the glass by flooding the melter room floor 

coming from the hole at the bottom of the melter. 
* with a fire hose. Fire hose water directed at remaining molten glass 
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The entire molten glass'contents, approximately one cubic yard, leaked 
from the melter. The melter contained non-radioactive, surrogate 
material. Approximately 20 per cent of the molten contents was 
deflected to the floor. 

Special controls established for shift turnover. 

Operators pump water from the melter room floor to the pad area. Water 
samples taken at the building sump tank prior to discharging to the high 
nitrate tank (HNT). 

Lock and tag initiated to establish safe boundaries for investigation. 

The event was initially classified as an Off-Normal Occurrence and 
upgraded to an Unusual Occurrence following a critique early the next 
morning. 

Safety and Environmental Concerns 

Personnel exposure to high voltage, fire, smoke, heat, and molten glass were the 
hazard concerns during and following the incident. Supervisoy personnel 
promptly addressed these concerns. The system engineer immediately reduced 
electrical power which was providing heat to the melter. Supervisors kept 
personnel clear fiom the molten glass and immediately requested assistance fiom 
emergency response personnel at the outset of the fre. Within a few minutes 
after the start of the fire, a determination was made that fire extinguishers and a 
water hose were ineffective in combating the fire, and emergency shutdown of 
the VlTPP was initiated, and the building was evacuated. Emergency response 
personnel promptly extinguished the fire and cooled the molten glass. Exposures 
to high voltage and heat were mitigated by plant design, including metal screens 
around the perimeter of the melter and a locked cage in the vicinity of 
transformers and exposed electrical connections. Fire protection and suppression 
are installed in the facility. 

The environmental objective for the VlTPP treatability testing was to ensure off- 
site protection of human health and the environment during the vitrification 
campaigns. The degree to which the design and operation of the plant met this 
environmental objective during Campaign 4, when the inadvertent melter 
draining occurred, can be determined by evaluation of compliance with the 
environmental regulatory requirements, as well as the application of 
environmental ALARA concepts and the degree of waste minimization that was 
achieved. 

Phase 1 Campaign 4 blended glass additives and chemicals to create a surrogate 
to simulate a blend of Silo 1 and 2 residues. During Campaign 4, lead and 
barium compounds were added to the surrogate. These chemicals, in addition to 
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chromium leaching from the melter refiactory, were the only hazardous 
substances present in significant amounts in the melter at the time of the event. 
No radionuclides were present in the surrogate or feed additives during 
campaign 4. 

The potential environmental pathways for release of hazardous constituents from 
the melter included the following: 

0 Air - Particulates and gases 
Water - W e w a t e r  generated during cleanup 
Waste - Glass and miscellaneous material. 

A discussion and evaluation of these potential environmental pathways is 
presented in the Res& of Investigation section of this report A calculation to 
provide “An Estimate of lbposure Rate and Airborne Radioacthi@ 
Concentration fiom a Poshrlated Failure of VITPP Melter Containmenf‘ is in 
Attachment 4. 

No environmental impacts resulted fiom the bottom draining event. The amount 
of oxides of sulfur (SO>, oxides of nitrogen (NOJ, lead, barium, and chromium 
released without control is not able to be quantified. The amount of toxic 
material available for release to the environment, however, should be very low 
due to the nature of the released material (glass which quickly solidified), 
elimination of the source of SO, and NO,, binding of the metals into the glass 
matrix, and the short contact time with the cooling water. 

Weather conditions had no impact on the incident 

Related Facts , 

Management and Operations Organization 

The management and organizational structure is provided in Attachment 5 .  The 
operations organization was established in accordance with Site Operations 
Procedure OP-1001, “Operations Organization and Administration”, as amplified 
by the Operations Manager’s, “Standing Orders for Vitrification Pilot Plant 
Operations,” M-134. 

The pilot plant staffing included assigned management personnel and operating 
shift teams, and available specialist personnel to provide operations support. 
Four operating shift management and supervisory teams were staffed to support 
continuous (24 hours per day) pilot plant operations under various plant 
conditions. 

The following project management positions have responsibilities related to pilot 
plant operations: project manager, deputy project manager, d e t y  project 
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manager, engineering manager, operations manager, testingldata manager, and 
facility owner. 

The operating shift team staffing requirements varied with plant conditions and 
were based on plant operating modes of RUN, IDLE, and STANDBY. 
Operations supervisory personnel were trained and all operators were fully 
qualified for the operations being conducted. The shift team working at the time 
of the incident had approximately seven months operating experience in the pilot 
plant commencing with bakeout in may 1996. The vitrification pilot plant 
project successfully completed a formal readiness assessment in may 1996. The 
areas of conduct of operations and training had been evaluated as excellent 
programs- 

Conduct of Operations 

A formal conduct of operations program was established in accordance with site 
policy and site operations procedures to ensure safe and reliable operations. 
Standing Orders provided amplifying guidance in implementing conduct of 
operations principles in the VITPP using a graded approach consistent with 
project complexity. The program emphasized operational safety, procedural 
compliance, positive control of the plant, and monitoring and recording plant 
conditions. Operations personnel had completed formal conduct of operations 
training. The program had been evaluated and upgraded through continuing self 
assessments, the conduct of a drill program, and the performance of a Readiness 
Assessment. 

Training and Qualification 

A formal training program was established for Phase I VITPP Operations and 
promulgated in the “Operable Unit (OU4) Vitrification Pilot Plant Project Phase I 
Training and Qualification Program Description,” 25-TP-001. Workers were 
trained or briefed on the specific hazards in the work area and the procedures 
applicable to their work. The training program consisted of formal training 
including basic technical knowledge, plant specific training, and individual 
completion of training evaluation standards. Additional hands-on training was 
gained during construction of the plant and support systems, and through 
operational support for system operability tests. 

Operations personnel had received formal training in conduct of operations. All 
shift teams completed operational, emergency, and casualty training during a 
formal drill and evolutions training program conducted in the months leading to 
the conduct of the readiness assessment in may 1996. Maintenance and 
emergency response personnel had participated in the performance of selected 
drills. A drill entitled, “Fire in the Melter Room” which required electrical 
isolation had been.performed on several occasions by operations, maintenance, 
safety and health, and emergency response personnel. 
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At the time of the incident, all management and supervisory personnel had 
completed required training and all operators were fully trained and qualified for 
the duties to which they were assigned. The shift team had operated the plant for 
approximately nine months including startup testing, melter bakeout, and phase I 
operations. A low turn-over rate existed in the shift managemerit My 
supervisors, and operators assigned to the WTPP. 

Operating, Emergency, and Casualty and Alarm Response Procedures 

Plant operating procedures existed for the melter and support systems. Plant 
specific emergency procedures existed for the VITPP “Loss of Electrical Power” 
and for “Plant Emergency Shutdown.” VTTPP alarm response procedures were 
developed for the Data Acquisition and Control System Alarms and for the 
Melter Control Panel Alarms and Gem Machine Control Panel Alarms. 

Where site emergency procedures were applicable to the VJTPP, project specific 
procedures were not developed. Site procedures pertinent to this incident 
included the “Building Emergency Procedure,” EM-0020 which addressed action 
to be taken in event of f i e  and hazardous material spills, and the “Spill Incident 
Reporting and Clean-up”, EM-0004. 

No specific plant emergency procedure was developed to address a breach in the 
bottom of the melter. Based on interviews, this decision appears to have been 
related to supporting information in risk assessments and the what-if analysis 
Attachment to the ASR A furnace leak caused by materials degradation was not 
listed as a possible cause of failure in the what-ifanalysis. One ofthe corrective 
actiodmitigators in the event of a furnace leak was listed as emergency 
preparednesdspill response. A design mitigator was the bottom drain container. 

No plant emergency procedure specifies actions to be taken in the event of a 
molten glass spill. Based on interviews, it was determined that management and 
supervisory personnel training conducted at the Vitreous State Laboratory (VSL) 
stated that fire extinguishers and water could be used to cool and possibly stop 
(freeze) a molten glass spill. This off-site training information was not 
incorporated in procedural guidance. The site spill procedure does not 
specifically address actions related to cooling of molten glass. 
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Emergency Preparedness 

Fluor Daniel Fernald is directly responsible for off-normal occurrences and 
associated emergency actions. Site emergency preparedness and spill response 
procedures are to be followed in the event of fire or hazardous spill. In the event 
of an off-normal event or spill, the AEDO is notified and the appropriate 
compensatory measures are determined and implemented. 

Evaluation of Shift Team Response 

This section of the report provides an evaluation of the appropriateness of the 
incident response by the Shift Team. Supervisory personnel were presented with 
a complex casualty involving the following: 

. A breach of the melter . Spill of hazardous material . Fire . Heat . Highvoltage. 

The immediate action by the team required the application of appropriate site 
emergency procedures and VITPP project specific procedures. The complexity 
of the casualty required supervisory personnel to render prompt decisions and 
take appropriate casualty control actions to simultaneously combat multiple 
casualties with due regard for personnel safety, plant and system integrity, and 
environmental considerations. These procedures included the following: 

Site Procedures 

EM-0020 

EM-0004 
EM-001 0 

VITPP Proiect SDecific Procedures 

“Building Emergency Procedure ” (Sections for Fire and Hazardous 
Material Spills.) ‘ 
“Spill Incident Reporting and Clean-up. ” 
“Event Notification and Reporting. ” 

1 1 -A-00 1 

1 1 -E-002 

M-134 

“Vitrification Pilot Plant Data Acquisition and Control System 
Alarms” (Sections ZS-002 Fire Alarm and ZS-004 Emergency 
Shutdown A h . )  
“ Vitrijkation Pilot Plant Emergency Operating Procedure 
Emergency Shutdown. *’ 
“Standing Orders for Vitrification Pilot Plant Operations. ”. 

It should be noted that there were no procedures developed by the project to 
address a breach in the bottom of the melter or a leak of molten glass. 
Information regarding this decision is presented in the section of this report 

’ 
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entitled Operating, Emergency, and Casualty and Ahrm Response Procedures 
Furthermore, there was no specific procedure to address loss of containment 
when the bottom drain container was unable to contain the spill of molten glass. 
This molten glass which was diverted by a cable and that which overflowed fiom 
the drain container was treated as a hazardous spill. 

An evaluation of the specific actions required by the applicable site emergency 
and project procedures versus the actions taken by the shift team was conducted 
by this SRT. The actions taken to combat the casuaky were evaluated as timely 
and appropriate. Supervisory personnel used good judgement both in their 
immediate actions to combat the casualty in the melter room and in promptly 
calling for emergency response assistance and evacuating all personnel fiom the 
plant when they evaluated their firefighting actions as ineffective. The system 
engineer’s prompt decision to rampdown SCR power and to have personnel 
stand clear was excellent. While the shift manager’s decision to divert and 
attempt to cool (freeze) the molten glass was based on training received at VSL, 
this action had not been promulgated in any project procedure such as a molten 
glass spill procedure. Notifications were made in a timely manner. Several 
actions required by procedure were not taken. However, there was no significant 
effect as a result of not completing these actions. The actions not taken included 
the following: 

b The fire box was not pulled. The fire was reported to the 
communications center control and the fire alarm was automatically 
initiated as a result of smoke in the melter room. 
Roll-up doors were not closed following evacuation. While not a 
significant factor in this particular incident, this action was contrary to 
general firefighting practices. 
Ventilation was not secured in the control room. The shift manager 
made the decision that this action, had it been taken, would have delayed 
evacuation. 
Personnel did not evacuate to the rally point. The shift supervisor 
directed personnel to proceed instead to the vicinity of trailer T-92 to 
facilitate establishing personnel accountability status and to render 
assistance ifrequired. 
Personnel exposed to smoke did not immediately report for medica 
evaluation. While there was very limited exposure to smoke, it would 
have been prudent to seek medical evaluation. This was especially 
important because of the potential of airborne lead. Subsequent blood 
tests by medical indicated that there was no exposure to lead. 

. 

. 
b 

. 

The overall evaluation of the appropriateness of the response by the shift team is 
that both supervisory, operators, and support personnel were highly effective in 
combating casualty. The operational discipline instilled by training and a strong 
conduct of operations program were significant factors which resulted in no 
personnel injuries and minimum material damage. 
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Results of Investigation 

Overall Assessment 

The execution of this project by FDF was in accordance with requirements 
established by the DOE. Thorough scientific and engineering discipline was not 
exercised throughout the duration of the project. Continuous attention to 
potential safety concerns due to the degeneration of the melter components was 
not effectively factored into the revisions of the safety basis documents, 
procedures and test plans. The discipline gained from all aspects of operational 
experience and personnel training ensured that the incident resulted in no 
personnel injuries. 

Environmental Impact 

The purpose of this section is to assess the environmental impacts due to the 
inadvertent melter bottom draining event on December 26,1996, and identify 
deficiencies in system design or operating procedures, including emergency 
response, related to the event 

The environmental objective for the VITPP treatability testing was to ensure off- 
site protection of human health and the environment during the various 
vitrification campaigns. The degree to which the design and operation of the 
plant met this environmental objective during Phase I, Campaign 4, when the 
inadvertent melter draining occurred, can be determined by evaluation of 
compliance with the environmental regulatory requirements, as well as the 
application of environmental ALARA concepts and the degree of waste 
minimization that was achieved. 

Phase I Campaign 4 involved the use of glass additives and chemicals to make up 
a surrogate feed to simulate a blend of Silo 1 and 2 residues. During Phase I, 
Campaign 4, lead and barium compounds were added to the surrogate. These 
metals, in addition to chromium leaching from the melter refractory, were the 
only hazardous substances present in significant amounts in the melter at the time 
of the event. No radionuclides were present in the surrogate or feed additives 
during Campaign 4. 
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Release Pathways 

The potential environmental pathways for release of hazardous constituents fiom 
the melter included the following: 

Air 
0 Water - Wastewater generated during cleanup 
0 Waste - Glass and miscellaneous material 

- Particulates and gases 

Environmental data taken during this part of Phase I, Campaign 4 included 
sampling of the air, water, and solid waste. A summary of environmental data is 
presented in Section 7.0 of the Phase I, Campaign 4 Report. 

Air 

Since the most recent addition of feed to the inventory of the melter was on 
12/24/96, the glass had adequate opportunity to degas most of the SO, and NO, 
that would have been generated fiom the sulfates and nitrates, and release low 
boiling metals as aerosols to the melter off-gas treatment system prior to 
draining. Therefore, residual toxic gas and particulate generation fiom the melt 
pool released fiom the melter would be expected to be minimal. The melter 
would have maintained negative pressure during draining, which would have 
precluded release of melter off-gas into the melter room. As indicated by 
analysis of the filter samples taken fiom the SO, monitor located above the 
melter, gases and particulates were released during the melter draining event into 
the melter room. Based on the analytical data taken fiom the fiters, lead 
concentration in the air above the melter reached 93 micro grams per cubic meter 
(pglrn') during the bottom drain event. 

Molten glass released fiom the melter reached the melter room floor where it 
ignited the epoxy coating on the concrete. The fire was extinguished with 
potable plant water fiom a fire hose. The roll up doors to the melter room were 
open at the time of the draining. This could have allowed some smoke and fumes 
from the melter area to escape to the environment. 

Water and Waste Water 

Wastewater generated during the melter draining consisted of water used to try to 
cool and stop the flow of molten glass out of the melter, and water used to 
extinguish the fire and prevent the melter glass on the floor fiom flowing into the 
sump drain. According to the incident report prepared by FS, approximately 600 
to 700 gallons of water were used to extinguish the fme. Wastewater generated in 
the area of the melter flowed into the sump drain, where it was pumped to the 
building sump tank @ST). From the BST, the wastewater was pumped to the 
high nitrate tank, where it blended with site wastewater before being fed to the 
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advanced waste water treatment (AWWT) plant for additional treatment prior to 
discharge under the site National Pollution Discharge Elimination System 
(NPDES) permit. 

A portable pump was used to transfer wastewater fiom the melter room sump to 
the VITPP pad sump, where it was transferred to the BST. Since the portable 
pump was limited in capacity to 30 gallons per minute, and since there were no 
berms on the floor of the melter room, some of the water used to cool the glass 
on the melter room floor may have reached the roll up doors and been released 
off the concrete pad to the surrounding soil. No estimates of the quantity of 
water released in this manner are available. Wastewater was sampled in the BST 
on numerous occasions following the incident, Although not all wastewater 
analytical data are yet available, preliminary data fiom the BST taken during this 
period indicate the wastewater could not have exceeded the Toxicity 
Characteristic Leaching Procedure (TCLP) limits for Resource Conservation and 
Recovery Act (RCRA) constituents of concern. 

Part of the slurry feed for Batch 10 had been prepared, and was waiting to be fed 
into the melter at the time of melter draining. Although lead and barium had not 
yet been added to the batch, a small amount of lead and barium fiom the residues 
fiom Batch 9 were mixed with Batch 10. This batch of slurry, along with heel 
and slurry tank washout water, was removed from the slurry tank to a 
polyethylene temporary holding tank where it was allowed to settle. The 
supernatant liquid was decanted and processed through the BST. The thickened 
sludge that remained was containerized and is currently staged on the covered 
concrete pad east of the melter building, pending M e r  characterization. 

Glass and Miscellaneous Waste 

The glass that drained fiom the melter completely filled the containment vessel. 
Approximately 1,200 pounds of molten glass either overflowed the container, or 
was inadvertently diverted from the container, and reached the floor of the melter 
room. After cooling, the solidified glass was removed from the floor and 
containerized. 

Samples of glass removed from the floor, and the glass in the primary container 
have been sampled. Each container of glass was characterized for metals in 
accordance with the TCLP. Regulatory TCLP-based limits reported in units of 
milligram per liter (mg/l) for barium, chromium, and lead are as follows: 

0 Barium . . . 100.0 mgA 
Chromium . . 5.0mgA 

0 Lead ... .. . . 5.0mgA 
0 Selenium . . . 1.0 mgA. 
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Analytical data fiom the glass removed fiom the floor indicated that it contained 
an average of 2.94 weight per cent (wt??) of barium oxide , and 5.63 wt?? lead 
oxide. Barium and lead oxides in the glass in the primary container were 3.07 
and 5.53 wt?? respectively. Data on center chamber glass taken directly fiom the 
melter prior to the melter incident indicated that barium and lead oxides were 
present at 3.43 and 6.50 wto/o respectively. Additional characterization for TCLP 
will be done on the glass that drained. Glass that passes the TCLP will be 
managed as solid waste; glass that exhibits a RCRA characteristic will be 
managed in accordance with the RCRA regulations. 

Miscellaneous waste was characterized by process knowledge, or by sampling on 
a case by case basis, as required, to determine proper management. 

Summary of Environmental Impact 

The lead and barium added to each batch of glass was monitored to enable a 
mass balance accounting on the glass for two reasons: (1) To determine the 
degree of partitioning of the metals into the glass, (2) To ensure that the metals 
were controlled and not released to the environment at levels that exceed 
regulatory limits. 

Based on the data from the glass sampling, a preliminary mass balance on the 
Transition Batch glass that was present in the melter at the time of draining 
indicates that approximately 87 per cent of the lead, and 66 per cent of the 
barium added to the transition batch feed can be accounted for in the glass itself. 
Most of the remainder can be accounted for as particulate released to the melter 
off gas system. 

There were no environmental impacts due to the bottom draining event, and no 
violations of the VITPP applicable or relevant and appropriate requirements 
(ARARS). Notification of the National Response Center (NRC) would not be 
required since the material was not released to the environment. The amount of 
SO, NO, lead, barium, and chromium released without control through the air 
or wastewater pathways would have been inconsequential. This is due to the 
nature of the released material (glass which quickly solidified), destruction of the 
nitrate and sulfate source of SO, and NO,, in the melter, binding of the metals 
into the glass relatively insoluble matrix, and the short contact time with the 
cooling water. All glass that selfkhined from the melter has been containerized 
and accounted for. The glass will be characterized to determine proper 
management, including disposal, in accordance with RCRA requirements. 
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lessons Learned and Recommendations 

Safety Assessments and Hazard Analyses 

. lesson I: 

The safety assessments and hazard analysis processes for the VITPP inadequately 
assessed the potential for casualties resulting from incompletely understood 
wastage in the melter. (Wastage is the combined effects of corrosion, erosion 
and electrochemical reactions which results in degradation of materials.) 

Recommendation I: 

Project management must assure that periodic independent technical review and 
direction is provided during all phases of the project. This must include safety, 
design and operational considerations, and it must be available during early 
phases of the project.. 

Recommendation 2 

Because of the technical complexity of this project, project management must 
assure that a thorough, detailed hazard assessment is performed by an integrated 
team with adequate technical resources to establish the safety basis, and that this 
safety basis is revised as new data and facts become available. 

Design Change Control 

lesson 2 . 

The design change control process existing at the time of the BDC design was 
ineffective in assuring that changes are adequate to maintain operations within 
the safety basis. 

Recommendation 3: 

Project management must ensure that management control processes are 
effectively implemented throughout the life of the project to maintain integrity of 
the safety basis. Not only must this include a consideration of the FDF design 
change control process, but also the design and safety interface between FDF and 
subcontractor scope of work. 
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Emergency Response 

Lesson 3 

Good emergency response to casualty conditions requires good design, 
disciplined operations, and continuous training. 

Recommendation 4 

The discipline gained from all aspects of operational experience and personnel 
training ensured that the incident resulted in no personnel injuries. Project 
management must ensure that such training is a continuing requirement for a 
project of this complexity. 

Recommendation 5: 

Project management must ensure that there are appropriate designs andor 
effective administrative controls and/or project procedures to mitigate and 
confine the consequences of a potential breach of the VITPP melter which could 
spill molten glass onto the floor of the melter room, as well as, the consequences 
resulting from emergency response. For example, the melter room design did not 
include (1) curbs or dikes to contain large quantities of water, and prevent it from 
leaving the pad; or (2) curbs or dikes to mitigate the flow of molten glass into the 
sump. 
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(Authorized Classifier (AC)) 

1. OCCURRENCE REPORT NUMBER: OH-FN-FDF-FPIP-1996-0075 
Vitrification Pilot Plant Melter Breach 

2. REPORT TYPE AND DATE: Date Time 
[ J Notification 12/27/1996 , 1152 MTZ . 
[ X I  Initial Update 01/14/1997' 0858 MTZ 
[ ] Latest Update 

3. OCCURRENCE CATEGORY: 

L r  [ ] Final -c 

. -  4 

[ ] Emergency [ X I  Unusual [ J Off-Normal ( ] Cancelled 

4. NUMBER OF OCCURRENCES: 1 ORIG. OR: 

5. DIVISION OR PROJECT: FDF/FEMP 
------------------------------------------------------------------------- 

6. SECRETARIAL OFFICE: EM - Environmental Management 
7. SYSTEM, BLDG., OR EQUIPMENT: 

8. UCNI?: No 9. PLANT AREA: Vitrification Plant 

Vitrification Pilot Plant Melter 

10. DATE AND TIME DISCOVERED: 11. DATE AND TIME CATEGORIZED: 
-12/26/1996 2230 (ETZ) 12/27/1996 0905 (ETZ) 

, 
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01/11/1997 

12. DOE NOTIFICATION: 

Upaa te Report 
Page 2 

12/27/1996 1020 (ETZ) Rick Kahn DOE-HQ 

13. OTHER NOTIFICATIONS: 
12/27/1996 0005 (ETZ) Joe Neyer DOE-FEMP 
12/26/1996 2245 (ETZ) Gordon Brown DOE-FEMP 
12/27/1996 0800 (ETZ) Tim Marcus DOE-OH 

14. SUBJECT OR TITLE OF OCCURRENCE: 
Vitrification Pilot Plant Melter Breach 

----------------------.-.------------------------------------------------ 
16. DESCRIPTION OF OCCURRENCE: 

This Update Report is submitted to provide clarification 
and additional information which was unavailable at the 
time the Notification Report was submitted. A Final 
Report will be submitted within 45 days of categorization 
of this event, per DOE Order 232.1. . 

On December 26, 1996, at approximately 2222 hours, glass 
was discovered leaking from the bottom of the Melter at 
the Fluor Daniel Fernald (FDF) Vitrification Pilot Plant 
(VITPP). A Maintenance Supervisor had entered the Melter 
Room in response to a System Engineer's request for 
Instrument Mechanic support. A camera had recently been 
adjusted by an Instrument Mechanic and the Melter 
Operator, who was located on the second floor of the 
Melter Room, noticed a wisp of smoke in the vicinity of 
the camera. When the Maintenance Supervisor entered the 
Melter Room (on the ground floor), she noticed a small 

VITPP Melter. 
L -  stream of molten glass flowing4rom the bottom of the 

-c L -  

Prior to this discovery, the VITPP was in a normal'idle 
operating mode, developing a vitrification technology 
while processing surrogate test materials, The material 
in the Melter contained some concentrations of barium and 
lead. The material was not radioactive. The compliment 
of shift personnel included 9 VITPP Team Members, G 
Maintenance personnel, and 1 Radiological Control 
Technician. 

NOTIFICATIONS MADE: 

AEDO - Assistant Emergency Duty Officer 
ED0 - 1 Emergency Duty Officer 
DOE-FEMP Duty Officer 
.DOE-OH Duty Officer 
DOE-HQ Duty Officer 
Public Affairs 
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---______---------------------------------------------------------------- 
17. OPERATING CONDITIONS OF FACILITY AT TIME OF OCCURRENCE: . 

Does Not Apply 

------------------------------------------------------------------------- 
18. ACTIVXTY CATEGORY: 

Normal Operations 

-----_---------.----------~-----------------.---------------------------- 
19. IMMEDIATE ACTIONS TAKEN AND RESULTS: 

The System Engineer directed the Control Room Operator to 
ramp-down power to Silicon Control Rectifiers (SCR) #1 
and #2, as the first response to electrically isolate the 
Melter and radioed for the Shift Manager. The 
Maintenance Supervisor notified Fire & Safety personnel 
via radio that smoke was present in the Melter Room and 
that no fire was observed. At 2228 hours, the 
Communication Center received the first smoke alarm from 
the VITPP. The Communication Center Operator immediately 
notified the Assistant Emergency Duty Officer (AEDO). 
The System Engineer directed all personnel in the Melter 
Room to stand by the exit to the room on the first floor, 
near the Personal Protective Equipment (PPE) Room door 
while the Shift Supervisor manned the VITPP Control Room. 
During the first five minutes of the Melter breach, the 
glass pour stream had caught a cable on its descent 
steering the molten glass onto the epoxy painted floor 
and the floor ignited. The Shift Supervisor telephone 
from the VITPP Control Room to Communication Center that 
there was a fire and to dispatch the fire truck. The 
Shift Manager and the Maintenance Electrician worked 
together to open the SCR 81 local electrical disconnect 
(located adjacent to the fire) using a fire extinguisher 
to suffocate the flames from the burning epoxy. 

After opening the local disconnect for SCR #l, the Shift 
Manager was successful in using-a water hose to divert 
the glass pour stream back into the Bottom Drain 
Container. The water nozzle was then directed to 
tmfreezem8 the glass stream (a method normally used in the ' 

glass industry). The attempt was abandoned after it was 
determined to be ineffective in reducing the flow of 
glass from the Melter. At 2234 hours, the Shift 
Supervisor directed the Control Room Operator to initiate 
an emergency shutdown of the VITPP by depressing the 
Emergency Stop Button and ordered the evacuation of all 
personnel from the building. Two electr-icians ensured 
.that the main electrical disconnect to SCR 81 and SCR At2 
were open to provide total electrical isolation before 
the Fire Crew arrived. 

As the glass continued to flow from the Melter, the hole 
.widened to approximately 2 inches in diameter. Some of 
the flow initially fell outside of the Bottom Drain 
Container and onto an epoxy painted concrete floor. 
epoxy paint on the floor ignited and a small (about 2 '  X 

The()oQQ& 
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19. IMMEDIATE ACTIONS TAKEN AND RESULTS: (continued) 
2 ' )  fire resulted. Two portable fire extinguishers were 
unsuccessfully expended on the fire. Emergency Response 
personnel arrived on the scene by 2240 hours and put out 
the fire by flooding the floor with water. Approximately 
one cubic yard of surrogate glass discharged from the 
Melter to the bottom drain container and approximately 
20% to the floor. An accountability of the evacuated 
personnel was performed and all were accounted for. Some 
key personnel were released to assist with the control 
and recovery actions. The quick and accurate responses 
performed by the Shift Team and the Emergency Response 
resulted in: 

- no injuries or fatalities, 

- no impact to off-site or on-site environment, 

- minimized damage to the equipment. 

The event was initially categorized as an Off-Normal 
Occurrence at 2350 hours by the AEDO. A post event 
critique w a s  conducted on December 27 at 0830 hours. 
Following the critique, the event was ungraded to an 
Unusual Occurrence at 0905 hours. 

IF YES - BEFORE FURTHER OPERATION?: Yes (XI No I I 
BY WHOM? : Silos Project Management 

. BY WHEN?: 02/10/ 1997 
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VITRIFICATION PILOT PLANT MELTER BREACH 
DECEMBER 26 ,1996  

UNUSUAL OCCURRENCE OH-FN-FDF-FEMP-1996-0075 

KGROUNDlDlSCUSSlON 

On December 26, 1996, a t  approximately 2222 hours, a Fluor Daniel Fernald (FDF) Vitrification Pilot Plant (VPP) 
Maintenance Supervisor was sent to the Melter Room by the System Engineer to inspect the West Camera for damage. 
The camera had recently been adjusted by an Instrument Mechanic and the Melter Operator, who was located on the 
second floor of the Melter Room, noticed a wisp of smoke in the vicinity of the camera. When the Maintenance Supervisor 
entered the Melter Room (on the ground floor),.she noticed a small stream of molten glass flowing from the bottom of the 
VPP Melter and into the Bottom Drain Container. 

Prior to this discovery, the VPP was conducting normal operations, processing surrogate material for testing and 
development of vitrification technologies. The material in the melter contains some concentrations of barium and lead. 
The material is not radioactive. The compliment of shift personnel included 9 VPP Team Members, 6 Maintenance 
personnel, and 1 Radiological Control Technician. 

SIGNIFICANCE TO ES&H/PUBUC P F R S O N W  

There was no significant impact to the safety and health of any off-site or on-site personnel as a result of this occurrence. 
Equipment damage estimates cannot be determined at this time, but will be included in the Final Repon. 

IATE ACTIONS T- 

The Maintenance Supervisor alerted the System Engineer, who directed the Control Room Operator to rampdown power 
to Silicon Control Rectifier (SCR) #1, in order to decrease Melter temperature. The Maintenance Supervisor notified Fire 

Safety personnel via radio that smoke was present in the melter room, but no fire was observed. At 2225 hours, the 
munication Center received the first smoke alarm from the VPP. The Communication Center Operator immediately QR ed the Assistant Emergency Duty Officer (AEDO). The System Engineer directed all personnel in the Melter Room to 

stand by the exit to the room on the first floor, near the Personal Protective Equipment (PPE) Room door. The Shift 
Manager attempted to "freeze" the glass stream (which was about the diameter of a pencil) by applying water to the 
stream from the Bottom Drain water hose. The attempt was abandoned after it was determined to not be effective in 
reducing the flow of glass from the Melter. A t  2234 hours, the Shift Supervisor directed the Control Room Operator to 
initiate an emergency shutdown of the Melter by depressing the Emergency Stop Button and ordered the evacuation of all 
personnel from the building. Two electricians were ordered to open the main electrical disconnect for SCR #l and SCR 
#2, which resulted in the complete electrical isolation of the Melter. 
As the glass continued to flow from the Melter, the hole widened to approximately 2 inches in diameter. Some of the flow 
was diverted and fell outside of the Bottom Drain Container and onto a concrete floor. The epoxy paint on the floor ignited 
and a small (about 2' X 2'1 fire resulted. Two portable fire extinguishers were unsuccessfully expended on the fire. 
Emergency Response personnel arrived on the scene by 2240 hours and put out the fire by coating the floor with water. 
Approximately one cubic yard of surrogate material leaked from the Melter. An accountability of the evacuated personnel 
was performed and some personnel were released to assist with the control and recovery actions. 

The event was initially categorized as an Off-Normal Occurrence at 2350 hours by the AEDO. A post-event critique was 
conducted on December 27 at 0830 hours. Following the critique, the event was upgraded to an Unusual Occurrence at 
0905 hours. - 
AEDO - Assistant Emergency Duty Officer 
ED0 - Emergency Duty Officer 
DOE-FEMP Duty Officer 
DOE-OH DuW Officer 
DOE-HQ Duty Officer 

a c  Affairs 
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VITRIFICATION PILOT PLANT MELTER BREACH 
DECEMBER 26,1996 

UNUSUAL OCCURRENCE OH-FN-FDF-FEMP-1996-0075 

0 On December 26, 1996, at  approximately 2222 hours, a Fluor Daniel Fernald (FDF) Vitrification Pilot Plant (VPP) 
Maintenance Supervisor was sent to the Melter Room by the System Engineer to inspect the West Camera for 
damage. The camera had recently been adjusted by an Instrument Mechanic and the Melter Operator, who was 
located on the second floor of the Melter Room, noticed a wisp of smoke in the vicinity of the camera. 

When the Maintenance Supervisor entered the Melter Room (on the ground floor), she noticed a small stream of 
molten glass flowing from the bottom of the VPP Melter and into the Bottom Drain Container. 

0 

0 Prior to this discovery, the VPP was conducting normal operations, processing surrogate material for testing and 
development of vitrification technologies. The material in the melter contains some concentrations of barium and 
lead. The material is not radioactive. The compliment of shiftpersonnel included 9 VPP Team Members, 6 
Maintenance personnel, and 1 Radiological Control Technician. 

0 The Maintenance Supervisor alerted the System Engineer, who directed the Control Room Operator to ramp-down 
power to Silicon Control Rectifier (SCR) #1, in order to decrease Melter temperature. The Maintenance Supervisor 
notified tire & Safety personnel via radio that smoke was present in the melter loom, but no fire was observed. 

0 At 2225 hours, the Communication Center received the first smoke alarm from the VPP. The Communication 
Center Operator immediately notified the Assistant Emergency Duty Officer (AEDOI. The System Engineer directed 
all personnel in the Melter Room to stand by the exit to the room on the first floor, near the Personal Protective 
Equipment (PPE) Room door. 

The Shift Manager attempted to "freeze" the glass stream (which was about the diameter of a pencil) by applying 
water to the stream from the Bottom Drain water hose. The attempt was abandoned after it was determined to 
not be effective in reducing the flow of glass from the Melter. 

a 
0 At 2234 hours, the Shift Supervisor directed the Control Room Operator to initiate an emergency shutdown of the 

Melter by depressing the Emergency Stop Button and ordered the evacuation of all personnel from the building. 
Two electricians were ordered to open the main electrical disconnect for SCR t l  and SCR #2, which resulted in 
the complete electrical isolation of the Melter. 

0 As the glass continued to flow from the Melter, the hole widened to approximately 2 inches in diameter. Some 
of the flow was diverted and fell outside of the Bottom Drain Container and onto a concrete floor. The epoxy paint 
on the floor ignited and a small (about 2' X 2') fire resulted. 

0 Two portable fire extinguishers were unsuccessfully expended on the fire. Emergency Response personnel arrived 
on the scene by 2240 hours and put out the fire by coating the floor with water. 

Approximately one cubic yard of surrogate material leaked from the Melter. An accountability of the evacuated 
personnel was performed and some personnel were released to  assist with the control and recovery actions. 
The event was initially categorized as an Off-Normal Occurrence at 2350 hoc& by the AEDO. A post-event critique 
was conducted on December 27 at 0830 hours. Following the critique, the event was up-graded to an Unusual 
Occurrence at 0905 hours. 

0 

0 

0 There was no significant impact to the safety and health of any off-site or on-site personnel as a result of this 
occurrence. Equipment damage estimates cannot be determined a t  this time, but will be included in the Final 
Report. . 
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EVENTS 

1. MELTER BREACH CAUSES FIRE AT VITRIFICATION PILOT PLANT 

On December 26, 1996, at the Fernald Environmental Management Project Vitrification Pilot 
Plant, a fire occurred when molten glass leaked from a melter and spilled onto a concrete 
floor covered with epoxy. A maintenance supervisor, investigating a report of smoke, 
entered the vitrification pilot plant melter room and noticed a small stream of molten glass 
flowing from the bottom of the melter into a drain container. The supervisor notified fire 
and safety personnel by radio, stating there was smoke in the melter room but no fire. As 
the glass stream flowed from the metter, the hole widened from pencil-sired to  
approximately 2 inches in diameter. A small portion of the glass was diverted onto an 
epoxy-coated concrete floor where it ignited. Emergency response members put out the 
fire by coating the floor with water. Unexpected conditions often occur during stanup 
testing of new designs. It is important to be alert for potential unexpected evolutions and 
to take appropriate actions to  mitigate potential consequences. (ORPS Repon OH-FN-FDF-FEMP- 
1996-0075) 

Investigators determined that operators were using surrogate materials in the melter to  test 
and develop vitrification technologies. The material contained concentrations of barium and 
lead, but it was not radioactive. After an operator saw a wisp of smoke in a viewing 
camera, the system engineer sent the maintenance supervisor to investigate. When the 
shift supervisor learned of the leak, he directed the control room, operator to  initiate an 
emergency shutdown. of the melter and ordered evacuation of all building personnel. 
Investigators determined that approximately 1 cubic yard of surrogate material leaked from 
the melter. They found that emergency procedures were followed and personnel responded 
properly. The cause of the melter breach is currently being investigated. 

Operating Experience Analysis and Feedback engineers reviewed the Occurrence Reporting 
and Processing System and found eight events related to glass or vitrification melters. The 
root cause reported for five events was a design problem; one event was attributed to  
personnel error. The following two events resulted in burned insulation and melted rubber. 

0 

On November 5, 1996, at the Oak Ridge K-25 Site, operators reported smoke 
coming from the melter module of a transportable vitrification system. 
Operators contacted the fire department. Fire fighters applied water to  stop 
the flow of glass from the melter, eliminating the source of smoke and steam. 
Fire department personnel determined that molten glass had flowed onto 
rubber water hoses and electrical cables. This generated the smoke and 
s teamin the area. Investigators found that an excessive gap between t w o  
refractory blocks on the melter allowed molten glass to  flow outside the 
containment provided by the melter. Features designed to  minimize these 
gaps were not adequate. ~oRP;S Repon ORO-LMES-K~BWASTMAN-i 99~-00031 

On December 5, 1996, at  the Savannah River Site, the melter at the Reactor 
Materials Facility discharge chute became clogged and forced the molten glass 
onto the roller/cutter and conveyor. Molten glass built up on the conveyor 
and came in contact with the conveyor's rubber boot. Heat from the glass 
caused the boot to catch on fire. Fire fighters used water to  extinguish the 
fire and stop the flow of glass. No injuries were caused by the fire. The 
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cause of this event is still under investigation. (ORPS Repon S R - - W S R C - R M A T . I ~ ~ ~ -  
OOO8) 

These events illustrate the importance of planning for unexpected evolutions when dealing 
with emerging technologies such as vitrification. Several vitrification designs are used 
across the DOE complex. NFS advocates sharing of information through user groups and 
list servers. OEAF has developed a Hazard and Barrier Analysis Guidance Document. It 
provides a set of simple, straightforward tools to devise more effective strategies for 
preventing and evaluating accidents and accident precursors that have occurred across the 
DOE complex. A copy is available from Richard Trevillian, (301) 903-3074. Managers and 
supervisors should review the guide and incorporate hazard and barrier analyses in work and 
operation processes. 

KEYWORDS: design, fire, melter, vitrification 

FUNCTIONAL AREAS: fire protection, industrial safety, research and development 

2. DIESEL LUBRICATING OIL INCOMPATIBLE WITH LOW-SULFUR FUEL OIL 

On December 19, 1996, the Nuclear Regulatory Commission (NRC) issued Information 
Notice 96-67, "Vulnerability of Emergency Diesel Generators to FueVLubricating Oil 
Incompatibility." The notice describes degradation of two diesel engines at a commercial 
nuclear power plant. The degradation resulted from using lubricating oil that was 
incompatible with low-sulfur fuel oil. Test engineers found the degradation during 
pre-operational testing of a new safety-related emergency diesel generator. The problem 
cost the utility time and money in diagnosis and repair and, if it had gone undetected, could 
have disabled safety-related equipment. 

In December 1995, during preoperational full-load testing of the new diesel generator, test 
engineers noticed sporadic spikes in the engine crankcase pressure and found lubricating oil 

. seeping from the crankshaft seal: They shut down the engine and performed a boroscopic 
inspection. One cylinder showed indications of abnormal wear. Maintenance workers 
replaced the cylinder liner, piston, and piston rings with a spare set. The engineers 
completed the full-load testing without further incident. 

In January 1996, maintenance workers performed a scheduled disassembly inspection on 
the same engine. They found that all cylinders, including the replacement cylinder, had 
some degree of degradation. As a result, they inspected a. non-safety diesel generator that 
had been installed in 1995 as a backup power supply in case of station blackout. One 
cylinder on the station blackout diesel exhibited degradation similar to that found in the 
safety-related diesel. Upon disassembly, the workers found excessive carbon deposits in all 
cylinders. 

Utility managers assembled a team to determine the root cause of the degradation. The 
team determined the lubricating oil was incompatible with the type of fuel oil being used. 
The lubricating oil contained an additive package intended to neutralize fuel oil combustion, 
products, including sulfuric acid, to prevent engine corrosion. The engine manufacturer 
originally recommended an American Petroleum Institute IAPI) CD-grade, synthetic 
lubricating oil. Their recommendation was based, in part, on a fuel oil procurement 
specification that required a maximum sulfur content of 0.3 percent. In early 1995. the fuel 
oil supplier switched to an oil with a maximum sulfur content of 0.05 percent to meet new 
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Attachment 2: Bubbler Tubes 
Chronology of Failure Considerations for the Air Bubbler Tubes 

As part of the Melter incident investigation, the SRT performed a detailed 
review of project documentation that relates to the project's concern of a 
potential failure of the air agitation "bubbler" tubes. The following 
chronology summarizes the review results. 

(6/2/94): 
. 

DURATEK submits the technical proposal to FERMCO for a Joule- 
Heated Vitrification Furnace. Section 2.2.2 Agitation states: 

The high sulfate and heavy metal content of the silo waste streams 
requires that an agitator method be provided to prevent the settling 
of heavy metals and the formation of a sulfate layer on top of the 
molten glass as well as throughly homogenize the molten pool with 
and without a cold cap. The design of the DuraMelter- IOOO-HT 
dictates that to safe ly  and efectively stir the molten pool, 
commercially available molybdenum disilicide tubes be un formb 
mounted through the floor of the melter down the center of the 
primary melt chamber. The bubble disrupts the glass pool by 
generating a curtain of bubbles between the electrode pairs. 
Convection is increased within the glass pool, and the heat transfer 
is accelerated to the reacting feed, thus increasing the production 
rate and making the process more economical. The bubblers also 
provides a strong oxidizing environment which promotes oxidation 
of metallic components in the feed and prevents themji-om forming a 
metallic (detrimental) layer on the bottom of the melter. 
Homogenization of the molten glass is much more likely with a 
bubbler system. It has proven to be efective in disrupting the 
formation of second phases (i.e., liquid [such as sulfate] layers on 
top of the molten glass). Ifmore surfate is present in the melter than 
can be entrained in the glass, the bubbling is briefly suspended to 
allow the sulphate layer to be drained of the top of the melt. (Ref I .) 

Attachment F of the proposal contains a list of answers to general 
questions. In section 3, Maintenance, DURATEK states: 

The bubbler assembly will need replacing approximately every three 
to six months. This is a simple procedure which does not take more 
than thirty minutes to peflorm. 

(6/22/94): FERMCO receives formal response from DURATEK to questions 
resulting fiom &chnical review of the proposal. FERMCO Question 
QB2: 

Page 1 



Vitrijication Pilot Plant Incident: Ssfety Review Team 
Report NO. 40 100-RP-0002 

Are the molybdenum disilicide tubes consumed and needed to be fed 
to keep pace with the erosion rate? Estimate the erosion rate 
anticipated fany. 

DURATEK response: The vendor providing the molybdenum 
dkilicide tubes states that they are not consumed by most glass 
compositions. (See warranty qualification in section 2. IO of our 
proposal). (Ref 2.) 

2.1 0 Warranty states: GTS DURATEK understands that the terms of 
the FERMCO warranty (does) not include damages to the equipment 
caused by improper operation, or corrosive attack by wastes fed into 
the melter by FERMCO or their designee on the melter and 
components supplied by GTS DUMTEK. GTS DURATEK uses 
accepted corrosion resistant materials in melters, but firther 
research and operating history with actual wastes to be fed to the 
melter is required to determine and guarantee long-term corrosion 
resistance. (Ref I .) 

(1 0194) HAZOP team meets to discuss melter design. Representatives from 
CRU4 Engineering and DURATEK are present. Meeting One: First 
Draft entitled "Vitrification Pilot Plant HAZOP Number 1 .I' (Not 
issued) contains an initial list of recomendations. Recommendation 
(3) states: 

Consider performing the pilot plant run without feeding the air 
sparger tubes into thefirnace. Evaluate the degree of 
erosiodcorrosion of thefloor around the air sparger inlets at the 
end of the pilot plant run. The NAZOP team is concerned about the 
possibility of a tube breaking during an attempt to feed it into the 
fimace, resulting in personnel injuries or fatalities. 

The preliminary information fiom DURATEK states that the bubbler 
tubes must be fed manually into the melter on a routine basis due to 
erosion. The scenario considered by the HAZOP team is that the 
tube breaks while replacing, resulting in a molten glass leak while 
personnel are under the melter, directly in harms way. This is the 
first documented indication that SA shows concern for occupancy 
under the melter. 

(1 2/9/94): Table 9-5 of the Phase II Test Plan is submitted to the Assistant 
CRU4 Director by the VITPP Operations Manager. The table 
contains 53 potential off-normal melter scenarios and corrections 
that could be encountered during Phase I and Phase II testing. Also 
stated in the submittal is the recommendation that the table be 
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,-mitted to DURATEK for their review and comment. Scenario 
19 considers excessive erosion of the air bridge (tubes). The 
scenario states: 

"Excessive erosion will require charging the bubbler tubes 
fiequently to keep up with the wear. Ifwear cannot be contrqlled, 
the ends of the tubes will erode away and then erosion will take 
place on the melter bottom where the tubes are or were. Extensive 
erosion could result in a breach of the melter bottom. Method to 
measure the rate of erosion or the amount of wear (real-time) need 
to be developed." (Ref 3.) 

(1 2/19/94): Parsons develops a list of ES&H questions to submit to GTS 
DURATEK in a Melter design review scheduled for 12/20/94. Issue 
5 states: 

'%re the bubblers protectedfiom impact? Will workers be required 
to interface with the bubbler tubes. It The concerns as stated: 
"Possible worker hazardfiom tube shattering, Loss of melter 

. material?" 

(12/20/94): Parsons conducts melter review with DURATEK. Attendees are 
representative from CRU4 Engineering, GTS DURATEK, and 
PARSONS Safety and Engineering. DURATEK receives the list of 
ES&H concerns. 

(1 2/2 1/94): Meeting minutes are drafted from the design review of the melter. 
Item 27 states: 

"DURA TEK will review PARSONS' 'Ynstrumentation " and '%S&H" 
notes and will respond to FERMCO. 

(1 2/23/94): FERMCO receives DURATEK formal response to ES&H notes. 
(Ref 4.) Item 5 states: 

'"The bubble tubes will be protectedfiom impact using an expanded 
metal cage. They are very brittle and will shatter ifhit with a 
heavyhard object. Operators will not have to interface with the 
bubble tubes during normal operations. Flow indication and control 
will be located in the control room (FERMCO'S responsibility). The 
times that would require operators to interface with the bubbler 
tubes is only ifthey become plugged or need replacement." 

This information is submitted to the HAZOP team. The team 
concludes that the issue of advancing the bubbler tubes is resolved. 
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It is the teams judgment that an engineering evaluation has been 
conducted and it is determined that it is not necessary to advance the 
bubblers during operation. The bubbler design is detailed to show 
"hard" connections, making it impractical to advancethe tubes 
routinely. The issues regarding the erosion of the tubes and the 
bottom of the melter still exits. 

(219195): The MeltedGem Maker Off-Normal Scenarios (See 12/9/94) are 
transmitted to DURATEK. FERMCO requests DURATEK to 
review and provide formal response. (Ref 5.)  

(2/15/95): DURATEK attends a two day (1 4 & 1 5) design review of the 
Melter/Gem Machine. Review team members are representatives 
fiom FERMCO Engineering, Battelle, Flur Daniel Enineering, 
FERMCO Construction, FERMCO Safety & Health, and FERMCO 
Operations. Twenty six other attendees of various disciplines, 
including the HAZOP team, were also present. Questions 145 
through 156 were submitted by the HAZOP team. Question 149 
states: 

Is your review of the 08-normal condition summary complete? Have 
you taken exception a d o r  added to the 08-normal conditions 
listed? 

This concern was taken as an action item. This question and several 
others were formally submitted to DURATEK for response requested 
on 5/5/95. Formal response was not obtained until 1/26/96. The 
DURATEK response to Question 149 : 

The Phase I Test Plan, Attachment A, Table 9-5, "OU4 Pilot Plant 
Phase 11 Vitrijkation Potential O#Nomal Scenarios and . 
Corrections" discusses all potential of-normal conditions. This 
information was considered in the HAZOP evaluation. (Ref 6.) 
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Attachment 3: Summary of SO, Monitor 
Printouts: 
Note: Prior to these measurements the monitor ran from December 16 at 19:37 
hours to December 26 at 14:24 hours and recorded 0.0 ppm SO, for the 1-minute 
average, 15-minute STEL and 8-hour TWA levels on each 8 hour summary 
printout. Also, the monitor recorded 0.0 ppm SO, for the 8-hour TWA and 15- 
minute STEL levels of SO, from December 26, at 14:24 hours through December 
26,1996 at 22:24 hours. Then, on December 26,1996 alarm printouts began 
with the following results: 

Summary of Printouts fiom MDA 7 100 SO, Monitor 

24-Hour 
Time 

22:23:23 

22:23:47 

22:24:06 

22:24:44 

22:25:08 

22:25:32 

22:25:56 

22:26:20 

22:26:44 

22:27:09 

22:27:34 

22 :27 : 5 9 

Avg. 
PPm 

3.6 

18.5 

20 

20 

41 

72.3 

51.5 

38.7 

22.6 

25.8 

20.7 

26.1 

24-Hour Time 

22:28:23 

22:28:47 

22:29: 1 1 

22:29:35 

22:29:59 

22:30:23 . 

22:30:47 

22:3 1 :11 

22:31:35 

22:3 159 

22:32:23 

Avg. 
PPm 

30.2 

27 

27.6 

25.7 

33.1 

32.8 

28.9 

29.5 

30 

29.1 

30.4 

24-Hour Time 

22:32:47 

22:33:11 

22:33 :35 

22:33:59 

22:34:23 

22:34:47 

22:35: 1 1 

22:35:35 

22:35:59 

22:36:29 

terminated 

Avg. 
PPm 

44.2 

38 

27.6 

28.9 

28.3 

24.8 

24.4 

23.7 

20.9 

17.9 

Analytical Results: 

The following table summarizes the results of the metals analysis for the section 
of indicating tape exposed during the melter fire incident (34 sample locations), 
and a section of unexposed "blank" tape. 
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Arsenic 

Barirrm 

Ahrmium I 0 . 5  I 9.6 I 2.3 I 
(1.5 (1.5 4 . 8  

0.6 0.80 0.048 

Beryllium 

Cadmium 

4.035 4.035 4.0082 

4.25 4.25 4.059 

Calcium 

Chromium 

46 90 10 

4 . 7  4 . 7  4.40 

cobalt 

copper 

Iron 

Lead 

Nickel I 4 .0  I 4.0 I 4.24 I 

4.43 4.43 4.10 

1.1 2.3 0.30 

4,900 6200 320 

4 . 7  390 93 

Lithium 

Magnesium 

Manganese 

Molylxlenum 

4.075 3.4 0.8 

5.0 17.0 2.8 

4.035 0.19 

4.85 4.85 

SilVFX I 425 I 4.25 I 4.059 I 

Phosphorus 

Platinum 

~~ ~~ ~ 

4 . 3  530 130 

(1.5 (1.5 4.8 
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~ 

Selenium 4 . 3  
~ ~ ~~ 

4 . 3  4 . 0  

~ 

Sodium 

Tellurium 

Thallium 

Titanium 

Vanadium 

YthiUm 

Zinc 

ZirconiUm 

~~ ~~~ 

5,100 5,700 150 

Q.5 0 . 5  4.59 

(1.5 (1.5 4 . 8  

4.43 4.43 4. 10 

4.25 4.25 4.059 

4.043 4.043 4.010 

3.900 5.000 270 

4.25 4.25 4.059 
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Attachment 4: Estimated Exposure Rate and Airborne 
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1 .O Objective 

To estimate the "worst case" exposure rates and airborne radioactive concentrations that may result 
from a loss of melter containment when given: 

0 

0 

Conditions similar to those resulting from the melter draining event that occurred on December 
26,. 1996, 
The VITPP is processing K-65 residues in lieu of non-radioactive surrogate material. 

2.0 Background 

The Vitrification Pilot Plant (VITPP) program consists of the design, construction, and operation 
of a one tonne per day output pilot scale vitrification facility. The VITPP was initially designed 
to treat pitchblende ore residues (K-65) extracted from Silo 2, bentonite clay, and Silo 3 waste 
material. The project was to be conducted in two phases, Phase I and Phase II. The current 
operating phase, (Phase I) utilizes non-radioactive bentonite and surrogate materials as feed 
material to  the melter. 

It was planned that, following successful completion of Phase I operations, the VITPP facility 
would be modified to support a radioactive material treatability study (Phase 11). Phase I1 would 
involve the retrieval and processing of actual K-65 residues through a series of campaigns to 
evaluate the vitrification of actual wastes. During preparations for Phase I operations, a series 
of design reviews concluded that although adequate for Phase I operation, the current facility 
would require significant modifications beyond the present scope to  support a test program 
using radioactive feedstock materials. Therefore, the path forward for the VITPP following 
Phase I is presently unresolved, pending the completion of the Independent Review Team Path 
Forward Decision Analysis. 

While conducting Phase I (non-radioactive) operations On December 26, 1996, the VITPP 
experienced a loss of melter containment. A small hole approximately two inches in diameter 
developed in the bottom of the melter, allowing the glass to leak into the Bottom Drain 
Container (BDC) located beneath the melter. Although the majority of the glass was contained, 
an amount ( - 20%) spilled outside of the BDC and onto the floor. The purpose of the following 
calculations is to estimate the radiological impacts that would occur from the VITPP melter 
containment failure if one assumes the melter feed to be radioactive. 

3.0 Assumptions 

3.1 Geometry of the BDC 

All external exposure rate calculations were performed using models developed with Grove 
Engineering, MicroShield@ 4.21 gamma ray shielding software (Ref. 7.). The geometry of the 
BDC is modeled using as a rectangular volume with its top open. The BDC is made of 3/16" 
steel and is lined with 2 1/4" thick refractory. Outer dimensional data was extracted from 
drawing 94X-5900-M-00808-MO01 ORev 3. and corrected for the steel and refractory. 
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The container has the following dimensions: 

0 Width (W) = 79cm 
0 
0 ' Height (H) = 72 cm 
0 

- Length (L) = 145 cm 

Volume (VI = LxWxH = 824,941 cm3 or 29.13 h3 

3.2 Spilled glass 

The geometry of the spilled glass was estimated as an area source with both width and length 
equal to 1 meter. An area source was chosen to model worse case conditions. 

3.3 Mass and Densities 

The density of the waste glass was determined by weighing the filled BDC and dividing by 
volume. When given: 

0 

0 

The gross weight of the container after filling is 6,232 pounds (Ibs) or 2,827 kilogr 
(kg), 
The tare weight of the container is 2,400 lbs (1,089 kg), 

0 
0 

The glass and concrete retrieved from the floor is 1,358 Ibs, and 
The volume of the BDC is 824,941 cubic centimeters (cm3), 

Then the glass mass in the BDC is estimated to be 3832 Ibs (1,738 kg) and the glass density 
is determined to be 2.1 1 g/cm3. 

The following .additional values we're used: 

0 

0 
0 

Refractory density = 2.499 grams per cubic centimeter (g/cm3) (NOVACON" 65 cut 
sheet) 
A i r  density = 0.001 22 g/cm3 (MicroShieldQ) 
Steel density = 7.86 g/cm3 (MicroShieldQ) 

3.4 Amount of K-65 Residue 

The melter is a three chamber melter with internal capacities of: 
0 Center Chamber 24 cubic feet (h3j 
0 Side Chambers 7.2 ft3 (total of both side chambers) 
0 Total Volume 31.2 ft3 

The center chamber contains the waste glass and the side chambers contain non-radioactive 

glass mass resulting from the spill. Approximately 30% of the slurry feed (by dry weight) is m I 
frit glass. The radioactive glass in the center chamber provides approximately 77% of the t 

radioactive glass additives. 
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Therefore using the volumes discussed above, it is calculated that the spilled radioactive glass 
would consist of 54% K-65 residue ( 939 kg), 23% non-radioactive additives, and 23% non- 
radioactive frit glass from the side chambers. 

3.5 Radionuclide Inventory in the Glass 

The radionuclide inventory of the K-65 residue is derived from the 95% Upper Confidence Limit 
(UCL) specific activity results from the sampling of Silos 1 and 2 as referenced in Table 4-2 of 
the Remedial investigation Report for Operable Unit 4 Feasibility Study (RI/FS) (Ref. 2.). The 
highest measured activity value from either silo was used to add a margin for conservatism. 
Initially, radionuclide concentrations that were not measured were determined assuming secular 
equilibrium conditions exists with the measured parent nuclides. This is a reasonable and 
conservative assumption (See Table I). The activity concentrations are reported in units of 
picocuries per gram (pCi/g) of residue. 

..... . 1 % 6 &  
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Table 1: Radionuclide Activities in K-65 Material 

PO-21 5 7670 U-238 1 1204 

Po-216 7360 

Concentrations noted with an asterisk ("1 are actual measured concentrations. The remaining 
radionuclides are decay products assumed to  be in secular equilibrium. 

Table 2 provides the parent radionuclide, decay products, and the appropriate branching rati 
for the decay products (branching ratios for parent radionuclides are always considered eq 
to "1 "1. Decay chains are divided into partial decay chains with each "parent' a radionuciid 
with a measured concentration. The symbol "n/a" indicates radionuclides whose first decay 

8 
boo465 product is a radionuclide with a measured concentratio 
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Decay chains were identified by executing the Microshield program for each radionuclide with 
a measured concentration. 

I 

Table 2: Decay 
I I 

Parent Decay Branching 
Radionuclide Products Ratio 

U-238 Th-234 1 

Pa-234m 1 

Pa-234 1.60E-03 

Ac-227 Fr-223 1.38E-02 

Th-227 1 

Ra-223 1 

Rn-2 1 9 1 

Po-2 1 5 1 

TI-207 1 

Po-21 1 2.73E-03 

Pb-2 10 Bi-2 10 1 

Th-232 Ra-228 1 

I Ac-228 I 1 
I 

Th-230 I nta I n/a 

ain Information 

Parent 
Radionuclide 

Th-228 

Ra-226 

U-235 

Po-2 1 0 

U-234 

Pa-231 

Rn-22,O 1 

PO-2 1 6 1 

Pb-212 1 

Ei-2 1 2 1 

TI-208 3.6E-01 

Po-2 1 2 6.4E-0 1 

Rn-222 1 

Po-218 I 1 
I N 
I I Pb-214 1 

Ei-2 14 1 

PO-2 14 1 

Th-231 1 

' 

nla nla 

nla nla 

n/a nta - 
The estimated amount of residues are multiplied by the activity concentrations of Table 1. To 
determine the equilibrium source term for the BDC and the spill. The estimated amount of K- 
65 wastes within each source term is found by the following general equation: 

M K - 6 5  = V,PE 
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Where: 
(a) 
(b) 

(c) 
(d) 

M,,, is the mass of K-65 residue in grams, 
V, is the actual volume of thecomponent (Le. BDC and spill volume) in 
cm3, 
p is the density of the glass (2.1 1 g/cm3), 
5 is fraction of glass that is K-65 residue. (unitless, 0.54). 

DOC: sD-S~H-BAs-3034 

REV NO: 0 

3.7 Correction for Equilibrium 

The primary gamma emitting radionuclides found in the waste glass are the short-lived 
particulate daughter products resulting from radon-222 decay. The radon inventory in the feed 
will be removed by the off-gas system, leaving behind its particulate daughters. The effective 
half-live of the radon progeny is approximately 30 minutes, therefore a melter residence time 
in excess of 4 hours would allow nearly all of the gamma emitting inventory to decay. If one 
assumes a melter throughput of 1 tonne per day, melter center chamber volume of 24 ft3, and 
a glass product density of 2.9 g/cm3 (Ref. 3.1, the mean residence time in the melter is about 
2 days. Given the expected loss of the radon generated in the melt pool, it is unlikely that t 
gamma emitting radon daughters would be available in significant quantity. 

To model the expected conditions, the radionuclide inventon/ was modified to exclude radon 
and certain isotopes of bismuth (Bi), lead (Pb), polonium (Po), and thallium (TI) that result from 
radon decay. Thus, activity values for Bi, 211, Bi-214, Pb-211, Pb-214, Po-211, Po-214, Po- 
21 5, Po-216, Po-218, TI-207, Rn-219, Rn-220, and Rn-222 were "zeroed" to  reflect initial, 
non-equilibrium conditions. Then, t o  add a margin for conservative "worst case" results, the 
"zeroed" inventory was decayed" for 14.4 hours to  allow ingrowth of radon and their 
progeny t o  an approximate 10% value. The 10% source terms for the BDC and spill were 
saved as BDC1O.MSS and ArealO.MSS, respectively. Likewise, equilibrium and 0% source 
terms for the BDC and spill were saved as BDC.MSS, BDCO.MSS, AREA.MSS, and AREAO.MSS 
respectively. 

Assumptions for Estimated Airborne Concentrations 

Qo 

3.8 

The quantity of off-gas materials which may exhaust the melt as particulates during active 
introduction of feed into the melter is assumed as a maximum of 0.5% of the daily throughput 
(A standard industry assumption). When given a throughput of 1 tonne (2,200 Ibs) per day, the 
solids are carried over at a rate of about 3.47 grams per minute (g min" I. One may 
conservatively estimate the amount of airborne off-gas materials from the postulated event can 
be represented by some fraction of the total amount of off-gas materials exhausted during 
normal operation. The West Valley Final Safety Analysis Report (WVNS-SAR-0003) (Ref. 4.1 
states that 10 t o  30% of the off-gas materials may be released from a spill occurring duri 

are released from the melt after the addition of slurry feed has been stopped: The West Valle 1% introduction of feedstock into the melter. Significantly smaller amounts of off -gas materi 

Final Safety Analysis Report states that the release of off-gas materials is only 27% of normal 
release after 2.5 hours, and 14% of normal release after 5.5 hours. 
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4.1 

These values are based upon measured off-gas production rates. For this analysis, a 
conservative fraction of 30% of normal release was used. When it is postulated that 
particulates from the melt become airborne at a rate of 1.04 g min" (3.47 g min" '0 .3)  for a 
20 minute time interval, it is estimated that a total of 21 g of particulate material becomes 
airborne, and be released into the melter room. The resulting Airborne Release Fraction (ARF) 
is 8.5E-06 which is comparable to the measured ARFs for free fall spills of slurried material 
(Ref. 5.1. 

The amount of radioactive materials released from the spill is less, and is estimated by using 
the fraction of K-65 residue in the melt given previously (0.54). This results in a conservative 
estimate of 11.2 g of K-65 residue potentially becoming airborne. The total source term 
dispersed is determined by multiplying the activity concentrations shown in Table 1 by the 
estimated mass of residue. Only those constituents that significantly contribute to the potential 
dose are considered. 

Air turbulence in the area during a postulated spill causes mixing in the melter room with 
uniform dispersion of the radioactive materials. The melter room volume is assumed to be 
approximately 41, 400 ft! (60 ft x 23 ft x 30 ft). Conservatively assuming an equipment 
displacement of 30%, yields a usable volume of 28,980 ftj . 
Results 

External Exposure rates 

Exposure rates with buildup were detemined using MicroShield@ at a distances of 30 cm and 
100 cm from the outer surface of the BDC and spill material. For the BDC, two conditions were 
considered; exposure from the side wall of thscontainer (shielded) and exposure from the top 
(unshielded). All points of exposure are modeled at the container centerline. For the area 
source, the point of exposure is assumed to be at a height of 100 cm. Cases were run to show 
exposure rates (in air) at T=O h o u s  14.4 hours, and equilibrium conditions. The results are 
shown in Table 3. All exposure rates listed are in units of milliroentgen per hour (mR/hr): 
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Model 

Table 3: Table of Exposure Rates 
I 3 

Exposure Sate 
(mfUhr w buildup) Distance from Exposure Rate Exposure Rate 

Source (mR/hr w buildup) T =  14.4 (mR/hr w buildup) 
(cm) T=O Secular Equilibrium 

Area Spill 1 1.734 5.324 46.77 

30 1.345 4.1 26 36.24 

I100 10.7844 12.403 121.10 --I 

BDC Top Exposure 

15.409 1 12.93 1117.7 I 

1 17.08 48.84 446.7 . 
I I I 

L I 

BDC Side Exposure 
30 13.291 I .8.377 176.65 1 

30 

100 

I100 ' 11.011 12.629 124.07 -1 

7.458 21.69 198.3 

1.918 4.547 50.70 

4.2 On-Site Airborne Concentrations 

Airborne concentrations were determined and compared t o  the appropriate Derived Air 
Concentration (DAC) (Ref. 6.1. The DAC value is the concentration of a radionuclide in air, that 
if inhaled over the period of a work year (2,000 hours), would result in the derived limit (Annual 
Limit on Intake, ALI) for that radionuclide. For example: Assume the airborne concentration 
of Th-230 reaches a peak concentration that is 130 times greater than the DAC value. If one 
assumes a person occupies this environment for a period of say, 10 minutes without respiratory 
protection, then that person is estimated to  have received an exposure equivalent to 1.1 % of 
the annual limit on intake for Th-230. 

The estimated concentrations are assumed to  be instantaneous peak values. Airborne 
radioactivity concentrations are listed in units of microcuries per milliliter of air (pCi/ml). The 
airborne activity concentrations are as follows: 

800469 
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Radionuclide 

~ ~~~ 

DOC: SD-S&H-BAS-3034 

REV NO: 0 

Ac-227 

L PAGE 9 OF 10 - 

Pb-2 1 0 

I 
Relative Dose Fraction and 
Class (Ref. 7.1 

0.2548 Y 

0.0774 0 

0.0682 0 Po-2 1 0 

Derived Airborne 
Concentration (DAC) 
(CICi/ml) 

2E-12 

1E-10 

3E-10 
~~ 

Ra-226 I 0.1048 W I3E-10 

Th-228 I 0.0204 Y I 7E-12 

Th-230 

Th-232 

Uranium 0.0003 W 3E-10 

~~ 

Estimated Melter Room 
Concentration 
@Ci/ml) 

1E-10 

3E-09 

4 5 0 9  
~ 

7E-09 

9E-10 

2E-11 

2E-11 

@ 4.3 Off-Site Airborne Concentrations 

The impact to off-site receptors were evaluated using HOTSPOT (Ref. 8.) and ARAC (Ref. 9.). 
Both models represent standard gaussian plume dispersion from an instantaneous, "puff 
release at ground level. The stability class is assumed to be Class F with a mean wind speed 
of 3.4 meters per second (m/sec) to model "worst case" conditions. The results from the model 
were indicate that the maximum exposed individual (MEI) occurs within 100 meters (on site). 
At  100 meters, the models show an individual would receive a Committed Effective Dose 
Equivalent (CEDE) from Ra-226 of 1.50E-03 millirem. At 500 meters (nearest off-site receptor) 
the same individual would receive 5.3E-05 millirem. No impact to the off-site receptor is 
expected from this event. 

5.0 Attachments 

5.1 HOTSPOT Output File 
5.2 ARAC Output File 
5.3 Microshield@ Output Files 
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HOTSPOT 8.0 FEN- PLUME 10-19-1996 9: 05 

RADIONUCLIDE : RA-226 
nhalation Class : W 
dALFLIFE : 1.6E+03 Years 

: 5.3003-06 Ci SOURCE TERM 
RELEASE FRACTION : 1.000E-02 
FILTER EFFICIENCY: 0.000000 % 
EFFECTIVE' RELEASE HEIGHT : 0.00 m 
WIND SPEED (h=2 a): 3.4 m/s 

e 
STABILITY CLASS 
RECEPTOR HEIGHT 
INVERSION LAYER HEIGHT 
SAMPLE TIME 
MAXIMUM DOSE DISTANCE 
Plume Centerline 

D = 0.100 km 
DEP = 5-73-06 uCi/mA2 
CHI = 5.7E-10 (Ci-s)/mA3 

50-YR DOSE COMMITHENT: ~- - - - - - - - - - - -~ - -~- - -~-~~~ 
LUNG 1.1~-05 rem 
SURFACE BONE 5.33-06 rem 

EQUIVALENT 1.5E-06 rem 
EFFECTIVE DOSE 

0 = 1.000 km 
#EP = 5.2E-08 uCi/mA2 
CHI = 5.2E-12 (Ci-s)/mA3 

50-YR DOSE COMMITHEN": ~~---~.-------.-~---.~-~~ 
LUNG 1.OE-07 rem 
SURFACE BONE 4.8E-08 rem 
EFFECTIVE DOSE 
EQUIVALENT 1.4~-08 rem 

D = 10.000 km 
DBP = l.lE-09 uCi/mA2 
CHI = l.lE-13 (Ci-s)/mA3 

LUNG 2.1E-09 rem 

EQUIVALENT 2.9E-10 rem 

SURFACE BONE 1.OE-09 rem 
EFFECTIVE DOSE 

: F DEPOSITION VELOCITY : 1.00 cm/s 
: 0.0 m 
: NONE 
: 10.000 min 
: < 0.10 km MAXIMUM CEDE : > 1.5E-06 rem 

D = 0.200 km 
DEP = .1.3E-06 uCi/mA2 
CHI = 1.3E-10 (Ci-s)/mA3 

50-YR DOSE COMMITMENT: ~ ~ ~ ~ ~ ~ - ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ - ~ ~ ~ - ~ ~  
LUNG 2.63-06 rem 
SURFACE BONE 1.2E-06 rem 
EFFECTIVE DOSE 
EQUIVALENT 3.5~-07 rem 

D = 2.000 km 
DEP = 1.4E-08 uCi/aA2 
CHI = 1.4E-12 (Ci-s)/aA3 

50-YR DOSE COMMITMENT: 
i~-----~.~~~------------~ 

LUNG 2.83-08 rem 
SURFACE BONE 1.3E-08 rem 
EFFECTIVE DOSE 
EQUIVALENT 3.7E-09 rem 

D = 20.000 km 
DEP = 3.1E-10 uCi/mA2 
CHI = 3 . 1E-14 (Ci-s) /mn3 
50-YR DOSE COMMITMENT: ~ ~ ~ - - - - - . ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~  
LUNG 6.OE-10 rem 
SURFACE BONE 2.9E-10 rem 

EQUIVALENT 8.OE-11 rem 
EFFECTIVE DOSE 

D = 0.500 km 
DEP = 2.OE-07 uCi/mA2 
CHI = 2.OE-11 (Ci-s)/mn: 

50-YR DOSE COMMITMENT: 

LUNG 4.OE-07 re1 
SURFACE BONE 1.9E-07 rei 
EFFECTIVE DOSE 
EQUIVALENT 5.33-08 r a  

~-o----~~-----.---------. 

D = 5.000 km 
DEP = 3.OE-09 uCi/mA2 
CHI = 3.OE-13 (Ci-s)/mA: 

50-YR DOSE COMMITMENT: 

LUNG 5.9E-09 r a  
SURFACE BONE 2.83-09 r=. 
EFFECTIVE DOSE 
EQUIVALENT . 8.OE-10 r 

~ ~ ~ ~ ~ ~ - - - - ~ - - - ~ ~ - - - - - - ~ - .  

D = 50.000 Ian 
DEP- - 2.9E-11 uCi/mA2 
CHI - 2.9E-15 (Ci-s) /m* 

50-YR DOSE COMMITMENT: 

LUNG 5.8E-11 r e  
SURFACE BONE 2.7E-11 re! 
EFFECTIVE DOSE 
EQUIVALENT 7.73-12 re: 

- . ~ ~ ~ ~ ~ ~ - - I ~ ~ ~ - - - - - - - - - - .  
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Gauss Parameter Summary 

Run m: G e t s  =-Jan-97 1451 EST 
Runw: hstpnenead 
Run SLW: Z J m - 9 7  1347 EST 
,&nduation: 0:15 

P - 6 0 7  

NudQ: R4-pe 
cadarrm 4.91 
~eleasehecght 4.91 

Loeot#r (X. y): 6 9 e . e  052.508 
Locetiorr(Lat.Larg): 39*17 ’5PN.  84*41’47”W 

, 





- (b 

0016 22-Jan-97 15:02 EST 

6 u 7  
Q u e s t i o n n a i r e  Summary for i n c i d e n t  FERNALD 

I n c i d e n t  Time 
S t a r t : .  22-Jan-97 13:47 EST 
S t o p :  22-Jan-97 14:02 EST 

Release: R#1 - O t h e r  
Locat i o n  

L a t i t u d e :  39 17 57 N 
L o n g i t u d e :  84 4 1  47 W 

S t r e n g t h  
Nu c 1 ide 
AC-227 
AC-22 8 
BI-210 
BI-2 11 
BI-212 
BI-214 
PA-234 
PA-234M 
PB-2 1 0  
PB-2 11 
PB-2 1 2  
PB-2 1 4  
PO-2 1 0  
PO-2 1 2  
PO-2 1 4  
PO-215 
PO-2 1 6  
PO-2 18 
RA-223 
RA-224 
RA-22 6 
RA-228 
TE-2 3 4 
U-238 
U-234 
TH-227 
TE-2 2 8 

* TH-230 
TH-2 3 1 
TH-2 32 

S t a r t  
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 

22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 
22-Jan-97 13:47 EST 

22-Jan-97 13:47 EST 

Geometry - 
E e i g h t :  4 .9  f t  
Diameter:  9.8 f t  

Beat Emsn : 
E x i t  V e l  : 

Gas Temp: 1000.0 deg c 

S u r f a c e  Roughness 
On s i te  

s top  
22-Jan-97 14  : 02 EST 

22-Jan-97 14  : 02 EST 
22-Jan-97 14  : 02 EST 

22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97.14 : 02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 1 4  : 02 EST 
22-Jan-97 1 4  : 02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 

22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 1 4  : 02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 
22-Jan-97 14:02 EST 

22-Jan-97 14:02 EST 

Source  ( C i )  
8.593-08 
1.24E-08 
2.26E-06 

.8.583-08 
2.553-08 
5.34E-06 
1.24E-11 
7.763-09 
2.263-06 
8.583-08 
2.553-08 
5.343-06 
3.1%-06 
2.553-08 
5.34E-06 
8.593-08 
2.553-08 
5.343-06 
8.593-08 
2.5%-08 
5.343-06 
1.243-08 
7.763-09 
7.763-09 
1.04E-08 
8.593-08 
2.553-08 
7.723-07 
6.0%-10 
1.243-08 

D e s c r i p t i o n  - 
P o s t u l t e d  e v e n t  . Airborne  c o n t a m i n a t i o n  as a result of melter breach at  t h e  VITPP a 

G o n t a c t  
N a m e :  Mr Greg Campbell 
Voice: (Corn) 

. FAX: (Corn) 



Microshield Batch Run Log 
---------------I-------- ......................... 

Batch Run Started on Tuesday, January 28, 1997 at 4:lO p.m. 

Eighteen cases initially in the queue. 

1 3 O A R E A  
x = 101 
X = 130 
4 30AREAO 
x = 101 
X = 130 
7 30AREA10 
x = 101 
X = 130 

X = 86.1813 
X = 115.181 
13 3OBDCO 

X = 86.1813 
X = 115.181 
16 30BDC10 mli 86.1813 

115.181 

10 3 OBDC 

3 OBDCTOP 
x = 79.99 
X = 108.99 
22 30BTOPO 
x = 79.99 
X = 108.99 

x = 79.99 
X = 108.99 
20 AREA 
x = 101 
x = 200 

x = 101 
x = 200 

x = 101 
x = 200 
37 BDC 

X = 86.1813 
X = 185.181 

X = 86.1813 
X = 185.181 

25 30BTOP10 

31 AREA0 

34 AREA10 

40 BDCO 

BDClO 
X = 86.1813 .,, X = 185.181 
46 BDCTOP 
x = 79.99 
X = 178.99 

5 

5 

5 

13 

13 

13 

13 

13 

13 

5 

5 

5 

13 

13 

13 

13 

4:lO p.m. 

4:11 p.m. 

4:11 p.m. 

4:12 p.m. 

4:23 p.m. 

4:34 p.m. 

4:46 p.m. 

4:57 p.m. 

5:08 p.m. 

5:19 p.m. 

5:20 p.m. 

5:20 p.m. 

5:21 p.m. 

5:32 p.m. 

5:43 p.m. 

5:55 p.m. 

0 :  00 :I5 
0: 00: 22 
0: 00: 28 
0:00:15 
0:00:22 
0:00:28 
0:00:15 
0:00:22 
0: 00: 28 
0:03:55 
0:07:41 
0:11:20 
0: 03: 55 
0:07:40 
0: 11: 19 
0:03:55 
0:07:40 
0: 11: 19 
0:03:55 
0:07:41 
0:11:13 
0: 03 : 55 
0:07:41 
0:11:15 
0: 03: 54 
0:07:40 
0: 11: 12 
0: 00: 15 
0:00:22 
0:00:28 
0:00:15 
0:00:22 
0: 00: 28 
0:00:15 
0: 00: 22 
0:00:29 
0:03:56 
0:07:41 
0: 11: 18 
0:03:55 
0:07:41 
0: 11: 17 
0:03:55 
0:07:40 
0: 11: 16 
0: 03: 55 
0: 07: 40 
0: 11: 09 

4.677e+001 REFERENCE 
4.677e+001 1 of 2 
3.624e+001 2 of 2 
1.734e+000 REFERENCE 
1.734e+000 1 of 2 
1.345e+OOO 2 of 2 
5.324e+000 REFERENCE 

1 of 2 5.324e+000 
4.126e+000 2 of 2 
1.177e+002 REFERENCE 
1.177e+002 1 of 2 
7.665e+001 2 of 2 
5.409e+000 REFERENCE 
5.409e+000 1 of 2 
3.291e+000 2 of 2 
1.293e+001 REFERENCE 
1.293e+001 1 of 2 
8.377e+000 2 of 2 
4.467e+002 REFERENCE 
4.467e+002 1 of 2 
1.983e+002 2 of 2 
1.708e+001 REFERENCE 
1.708e+001 1 of 2 
7.458e+000 2 of 2 
4.884e+001 REFERENCE 
4.884e+001 1 of 2 
2.169e+001 2 of 2 
4.677e+001 REFERENCE . 
4.677e+001 1 of 2 
2.110e+001 2 of 2 
1.734e+000 REFERENCE 
1.734e+900 1 of 2 
7.844e-001 2 of 2 
5.324e+000 REFERENCE 
5.324e+000 1 of 2 
2.403e+000 2 of 2 
lo177e+002 REFERENCE 
1.177e+002 1 of 2 
2.407e+001 2 of 2 
5.409e+000 REFERENCE 
5.409e+000 1 of 2 
1.011e+000 2 of 2 
1.293e+001 REFERENCE 
1.293e+001 1 of 2 
2.629e+000 2 of 2 
4.467e+002 REFERENCE 
4.467e+002 1 of 2 
5 . 0 7 0 e + O O l~~OLp7of 2 



49 BDCTOPO 
x = 7 9 . 9 9  
X = 1 7 8 . 9 9  

x = 7 9 . 9 9  
X = 1 7 8 . 9 9  

- 52 BDCTOPlO 

i j  

13 

6 : 0 6  p.m. 

6:17 p.m. 

0:  03: 54 
0:07:40  
0: 11:08 
0 : 0 3 : 5 5  
0:07:39 
0:11:08 

REFERENCS 
1 of 2 
2 o f 2  * RfFEw 2 of L 

Batch run completed on Tuesday, January 28 ,  1997 a t  6 : 2 8  p.m. 

TOTAL EXECUTION TIME: 2 : 18 : 05 

. 



6 0 7  

Microshield 4.21 - Serial /4.21-00915 
Fermco 

Page : 1  File Ref: 

Run Date: January 28, 1997 By: 
Run Time: 4:11 p.m. Tuesday Checked : 
Duration: 0:00:28 

DOS File: 30AREA.MS4 Date: -1-1- 

Case Title: Glass Spill (Area Source) 100% Eq 

GEOMETRY 5 - 
. Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 
Rectangular area length: 
Rectangular area width : 

Air Gap: 

Horizontal Rectangular Area 
centimeters feet and inches 

101.0 3.0 3.8 
100.0 3.0 3.4 
50.0 1.0 7.7 
100.0 3.0 3.4 
100.0 3.0 3.4 

1.0 0.0 . 4  

Source Area: 10000 sq cm 10.7639 sq ft. 1550. sq,in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Air Gap Immersion 

Air 

Nuclide 

Bi-210 
Bi-212 
Fr-223 
Pa-234 
Pb-210 
Pb-212 
Po-210 
Po-2 12 
PO-215 
PO-218 

Ac-227 

Ra-224 
Ra-228 
Rn-220 

- 
Shield 

0.00122 0.00122 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

INTEGRATION PARAMETERS 
Quadrature Order 

2 Direction 
X Direction ' 

20 
20 

curies 
2.6000e-003 
6.7000e-002 
2.4000e-003 
3.5000e-005 
6.0000e-007 
6.7000e-002 
2.4000e-003 
9.3000e-002 
1.6000e-003 
2.6000e-003 
1.6000e-001 
2.4000e-003 
3 . 7000e-004 
2.4000e-003 

SOURCE NUCLIDES 
f ci / c m  Nuclide 

2.6000e-001 Ac-228 
6.7000e+000 Bi-211 
2.4000e-001 Bi-214 
3.5000e-003 Pa-2 3 1 
6.0000e-005 Pa-234m 
6.7000e+000 Pb-211 
2.4000e-001 Pb-214 
9.3000e+000 Po-2 11 
1.6000e-001 PO-214 
2.6000e-001 PO-216 
1.6000e+001 Ra-223 
2.4000e-001 Ra-226 
3.7000e-002 Rn-219 
2.4000e-001 Rn-2 2 2 

curies 
3.7000e-004 
2.6000e-003 
1.6000e-001 
1.3000e-003 
3.7000e-004 
2 . 6000e-003 
1.6000e-001 
7 . 0000e-006 
1 . 6000e-001. 
2.4000e-003 
2 . 6000e-003 
1.6000e-001 
2 . 6000e-003 
1.6000e-001 

f c i / cmss 
3.7000e-002, 
2.6000e-001 
1.6000e+001 
1.3000e-001 
3.7000e-002 
2.6000e-001 
1.6000e+001 
7.0000e-004 
1.6000e+001 
2.4000e-001 
2.6000e-001 
1.6000e+001 
2.6000e-001 
1.6000e+001 



Page : 2  
DOS File: 30AREA.MS4 
Run Date: January 28, 1997 
Run Time: 4:11 p.m. Tuesday 
Title : Glass Spill (Area Source) 100% Eq 

Nuc 1 ide curies i c i / c w  Nuclide curies ici/cm 
Th-227 2.6000e-003 2.6000e-001 Th-228 2.4000e-003 2.4000e-001 
Th-230 2.3000e-002 2.3000e+000 Th-2 3 1 3.1000e-005 3.1000e-003 
Th-232 3.7000e-004 3.7000e-002 Th-234 3.7000e-004 3.7000e-002 
T1-207 2.6000e-003 2.6000e-001 T1-208 2.4000e-003 2.400’0e-001 
U-234 3.1000e-004 3.1000e-002 U-235 3.1000e-005 3.1000e-003 
U-238 3.7000e-004 3.7000e-002 

----------- ----------- RESULTS FOR SENSITIVITY REFERENCE CASE (X = 101) ============ 
Energy Activity Energy Fluence Rate Exposure Rate In Air 
(MeV) (photons/ sec ) (MeV/sq cm/sec) (-/hr) 

No Buildup With Buildup No Buildup With Buildup 
0.015 3.700e+004 9.823e-004 1.059e-003 8.425e-005 9.084e-005 
0.02 3.706e+005 1.563e-002 1.685e-002 5.413e-004 5.837e-004 
0.03 4.738e+006. 3.268e-001 3.541e-001 3.238e-003 3.509e-003 
0.04 1.201e+006 1.127e-001 1.221e-001 4.985e-004 5.399e-004 
0.05 1.746e+008 2.065e+001 2.232e+001 5.500e-002 5.947e-002 
0.06 4.046e+006 5.762e-001 6.206e-001 1.144e-003 1.233e-003 
0.08 1.455e+009 2.772e+002 2.959e+002 4.387e-001 4.683e-001 
0.1 2.691e+007 6.425e+000 6.798e+000 9.830e-003 1.040e-002 
0.15 1.162e+007 4.178e+000 .4.371e+000 6.880e-003 7.198e 
0.2 6.981e+008 3.355e+002 3 . 473e+002 5.922e-001 6 . 1 2 9 a  
0.3 1.289e+009 9.323e+002 9.569e+002 1.769e+000 1.815e 
0.4 2.291e+009 2.215e+003 2.262e+003 4.315e+000 4.408e+000 
0.5 1.266e+008 1.532e+002 1.560e+002 3.008e-001 3.062e-001 
0.6 2.929e+009 4.263e+003 4.330e+003 8.320e+000 8.451e+000 
0.8 5.909e+008 1.149e+003 1.163e+003 2.185e+000 2.213e+000 
1.0 1.863e+009 4.535e+003 4.584e+003 8.360e+000 8.450e+000 
1.5 1.131e+009 4.142e+003 4.175e+003 6.969e+000 7.024e+000 
2.0 1.584e+009 7.746e+003 7.795e+003 1.198e+001 1.205e+001 
3.0 8.862e+007 . 6.511e+002 6.541e+002 8.834e-001 8.874e-001 

TOTAL: 1.427e+010 2.643e+004 2.675e+004 4.619e+001 4.677e+001 

. .  



Page : 3  
DOS Pile: 30AREA.XS4 
Run Date: January 28, 1997 
Run Time: 4:11 p.m. Tuesday 
Title : Glass Spill (Area Source) 100% Eq 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (-/hr) 
Value No Buildup With Buildup No Buildup With BuilduF 

1 101.0 2.643e+004 2.675e+004 4.619e+001 4.677e+001 
2 130.0 2.040e+004 2.073e+004 3.564e+001 . 3.624e+001 

Use the Display Menu For Energy Group Results For All Cases. 



MicroShield 4.21 - Serial 14.21-00915 
Fennco 

Page : 1  
DOS File: 30AREAO.MS4 
Run Date: January 28, 1997 
Run Time: 4:11 p.m. Tuesday 
Duration: 0:00:28 

File Ref: 
Date: -1-1- 

By: 
Checked : 

Nuclide 
Ac-227 
Bi-210 
Bi-212 
Fr-223 
Pa-234 
Pb-210 
Pb-212 
Po-210 
Po-212 
Po-2 15 
PO-2-18 
Ra-224 
Ra-228 
Rn-220 

curies 
2 . 6000e-003 
6.7000e-002 
2.4000e-003 
3.5000e-005 
6 . 0000e-007 
6.7000e-002 
2 . 4000e-003 
9.3000e-002 
1.6000e-003 
0.0000e+000 
0.0000e+000 
2.4000e-003 
3 . 7000e-004 
0.0000e+000 

SOURCE NUCLIDES 
fci/cm,> Nuclide 
2.6000e-001 Ac-228 
6.7000e+000 Bi-211 
2.4000e-001 Bi-214 
3.5000e-003 Pa-2 3 1 
6.0000e-005 Pa-2 3 4m 
6.7000e+000 Pb-211 
2.4000e-001 Pb-214 
9.3000e+000 Po-2 11 
1.6000e-001 PO-214 
0.0000e+000 Po-216 
0.0000e+000 Ra-2 2 3 
2.4000e-001 Ra-2 2 6 
3.7000e-002 Rn-219 
0.0000e+000 Rn-222 

curies 
3.7000.e-004 
0.0000e+000 
0.0000e+000 
1.3000e-003 
3.7000e-004 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
2.6000e-003 
1.6000e-001 
0.0000e+000 
0.0000e+000 

f c i / cm,, 
3.7000e-002 
0.0000e+000 
0.0000e+000 
1.3000e-001 
3.7000e-002 
0.0000e+000 
0.0000e+OQO 
0.0000e+000 
0.0000e+000 
0.0000e+000 
2.6000e-001 
1.6000e+001 
0.0000e+000 
0 .0000e+000  

Case Title: Glass Spill (Area Source) 0% Eq 

GEOMETRY 5 - Horizontal Rectangular Area 
centimeters feet and inches 

Dose point coordinate X: 101.0 3.0 3.8 
Dose point coordinate Y: 100.0 3.0 3.4 
Dose point coordinate 2: 50.0 1.0 7.7 
Rectangular area length: 100.0 3.0 3.4 
Rectangular area width : 100.0 3.0 3.4 

Air Gap:, 1.0 0.0 .4 

Source Area: 10000 sq cm 10.7639 sq.ft. 1550. sq in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Air Gap Immersion 

Air 0.00122 0.00122 
Shield 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

INTEGRATION PARAMETERS 
Quadrature Order 

2 Direction 20 
X Direction 20 



Page : 2  
DOS File: 30AREAO.MS4 

Run Time: 4:11 p.m. Tuesday 
Title : Glass Spill (Area Source) 0% Eq 

Nuclide curies lci/cm~~ Nuclide curies tci/cm,> - 
Th-227 2.6000e-003 2.6000e-001 Th-228 2.4000e-003 2.4000e-001 
Th-2 3 0 2.3000e-002 2.3000e+000 Th-231 3.100O.e-005 3.1000e-003 
Th-232 3.7000e-004 3.7000e-002 Th-234 3.7000e-004 3.7000e-002 
T1-207 0.0000e+000 0.0000e+000 T1-208 2.4000e-003 2.4000e-001 
U-234 3.1000e-004 3.1000e-002 U-235 3.1000e-005 3.1000e-003 
U-238 3.7000e-004 3.7000e-002 

- Run Date: January 28, 1997 

=========== RESULTS FOR SENSITIVITY REFERENCE CASE ( X  = 101) ============' 
Energy Activity Energy Fluence Rate Exposure Rate In Air 
(MeV) (photons/sec ) (MeV/sq 'cm/sec) (mR/hr) . 

No Buildup With Buildup No Buildup With Buildup 
0.01s 3.700e+004 9.823e-004 1.059e-003 8.425e-005 9.084e-005 
0.02 . 3.706e+005 1.563e-002 1.685e-002 5.413e-004 5.837e-004 
0.03 4.738e+006 3.268e-001 3.541e-001 3.238e-003 3.509e-003 
0.04 1.201e+006 1.127e-001 1.221e-001 4.985e-004 5.399e-00: 
0.05 1.092e+008 1.291e+001 1.396e+001 3.439e-002 3.718e-002 
0.06 4.046e+006 5.762e-001 6.206e-001 1.144e-003 1.233e-003 
0.08 1.135e+008 2.163e+001 2.308e+001 3.422e-002 3.653e-002 
0.1 2.691e+007 6.425e+000 6.798e+000 9.830e-003 1.040e-002 
0.15 I.I5Ie+007 4.138e+000 4.329e+000 . 6.814e-003 7.129e- 
0.2 2.546e+008 1.224e+002 1.267e+002 2.160e-001 2 . 2 3 6 s  
0.3 5.723e+007 4.140e+001 4.250e+001 7.854e-002 8.061 
0.4 2.184e+006 2.111e+000 2.156e+000 4.114e-003 4.202e-003 
0.5 2.026e+007 2.453e+001 2.498e+001 4.815e-002 4.902e-002 
0.6 7.502e+007 1.092e+002 1.109e+002 2.131e-001 2.164e-001 
0.8 2.759e+007 5.365e+001 5.432e+001 1.020e-001 1.033e-001 
1.0 9.669e+006 2.354e+001 2.379e+001 4.338e-002 4.385e-002 
1.5 4.414e+006 1.616e+001 1.629e+001 2.718e-002 2.740e-002 
2.0 1.908e+005 9.329e-001 9.388e-001 1.443e-003 1.452e-003 
3.0 8.862e+007 6.511e+002 6.541e+002 8.834e-001 8.874e-001 



Lr 

Page : 3  
DOS File: 3OAREAO.HS4 
Run Date: January 28, 1997 
Run Time: 4311 p.m. Tuesday 
Title : Glass Spill (Area Source) 0% Eq 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

~ Number Variable (MeV/sq cm/sdc) ( l w h r )  
Value No Buildup With Buildup No Buildup With Buildup 

1 '  101.0 1.091e+003 1.106e+003 1.708e+000 1.734e+000 
2 130.0 8.421e+002 8.573e+002 1.318e+000 1.34Se+000 

Use the Display Menu For Energy Group Results For All Cases. 

. . .  

. 



Microshield 4.21 - Serial f4.21-00915 
Femco 

: 1  File Ref: 
DOS File: 30AREAlO.MS4 
Run Date: January 28, 1997 By: 
Run Time: 4:12 p.m. Tuesday Checked : 
Duration: 0:00:28 

Date: -1-1- 
e Page 

Case Title: Glass Spill (Area Source) 10% Eq 

GEOMETRY 5 - Horizontal Rectangular Area 
Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 
Rectangular area length: 
Rectangular area width : 

Air Gap : 

Source Area: 10000 sq 

centimeters feet and inches 
101.0 3.0 3.8 
100.0 3.0 3.4 
50.0 1.0 7*7 
100.0 3.0 3.4 
100.0 3.0 3.4 
1.0 0.0 .4 

an 10.7639 sq ft. 1550. sq in. 

MATERIAL DENSITIES (g/CmA3) 
Water ia 1 Air Gap Immersion 

Air 

Nuclide 
AC-227 
Bi-210 
Bi-212 
Fr-223 
Pa-234 
Pb-210 
Pb-212 
Po-210 
Po-212 
Po-215 
PO-2 18 
Ra-224 
Ra-228 
Rn-220 

- 
Shield 

0.00122 0.00122 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

.INTEGRATION PARAMETERS 

2 Direction 
X Direction 

curies 
2.5999e0003 
6.7000e-002 
2.3985e-003 
3.5879e-005 
5.9380e-007 
6.6997e-002 
2.3986e-003 
9.2922e-002 
1.5367e-003 
2.6013e-003 
1.6411e-002 
2.3999e-003 
3.7000e-004 
2.3999e-003 

SOURCE 
fci/cm,B 
2.5999e-001 
6.7000e+000 
2.3985e-001 
3 . 5879e-003 
5.9380e-005 
6.6997e+000 
2.3986e-001 
9.2922e+000 
1.5367e-001 
2.6013e-001 
1.6411e+000 
2.3999e-001 
3.7000e-002 
2.3999e-001 

Quadrature 
20 
20 

NUCLIDES 
Nuclide 
AC-228 
Bi-211 
Bi-214 
Pa-2 3 1 
Pa-234m 
'Pb-211 
Pb-214 
Po-211 
PO-214 
PO-216 
Ra-223 
Ra-226 

Rn-2 2 2 
Rn-2 19 

Order 

curies 
3.7000e-004 
2.6012e-003 
1.5182e-002 
1.3000e-003 
3.7000e-004 
2.6012e-003 
1.5705e-002 
7.1012e-006 
1.5179e-002 
2.3999e-003 
2.6013e-003 
1.6000e-001 
2.6013e-003 
1.6490e-002 

fci/cmbB 
3.7000e-002 
2.6012e-001 
1.5182e+000 
1.3000e-001 
3.7000e-002 
2.6012e-001 
1.5705e+000 
7.1012e-004 
1.5179e+000 
2.3999e-001 
2.6013e'QOl 
1.6000e+001 
2.6013e-001 
1.6490e+000 



Page : 2  
DOS File: 30AREAlO.MS4 
Run Date: January 28, 1997 
Run Time: 4:12 p.m. Tuesday 
Title : Glass Spill (Area Source) 10% Eq 

Nuclide . curies f c i / c m  Nuclide curies tci/cm- 
Th-227 2.5992e-003 2.5992e-001 Th-228 2.3988e-003 2.3988e-001 
Th-230 2.3000e-002 2.3000e+000 Th-231 3.1000e-005 3.1000e-003 
Th-232 3.7000e-004 3.7000e-002 Th-234 3.7000e-004 3.7000e-002 
T1-207 2.5941e-003 2.5941e-001 T1-208 8.6177e-004 8.61776-002 
U-234 3.1000e-004 3.1000e-002 U-235 3.1000e-005 3.1000e-003 
U-2 3 8 3.7000e-004 3.7000e-002 

RESULTS FOR SENSITIVITY REFERENCE CASE (X  = 101) ============ ----------- ----------- 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

Activity 
(photons/sec 

Energy Fluence Rate Exposure Rate In Air . 
1 (MeV/sq cm/sec) (-/hr) 
No Buildup 
9.823e-004 
1. S64e-002 
3.267e-001 
1.127e-001 
1.367e+001 
5.762e-001 
4.671e+001 
6.427e+000 
4.179e+000 
1.432e+002 
1.324e+002 
2.392e+002 
2.279e+001 
4.336e+002 
1.488e+002 
4.507e+002 
4.076e+002 
7.359e+002 
2.338e+002 

With Buildup 
1.059e-003 
1.686e-002 
3.541e-001 
1.220e-001 
1.478e+001 
6.206e-001 
4.986e+001 
6.799e+000 
4.373e+000 
1 . 482e+002 
1.359e+002 
2.443e+002 
2.321e+001 
4.404e+002 
1.506e+002 
4.555e+002 
4,. 109e+002 
7.405e+002 
2.349e+002 

3.061e+003 

No Buildup 
8.42Se-005 
5.416e-004 
3.238e-003 
4.983e-004 
3.642e-002 
1.144e-003 
7.391e-002 
9.832e-003 
6.882e-003 
2.527e-001 
2.S11e-001 
4.661e-001 
4.474e-002 
8.463e-001 
2.830e-001 
8.308e-001 
6.858e-001 
1.138e+000 
3.172e-001 

With Buildup 
9.084e-005 
5.840e-004 
3.509e-003 
S ..396e-004 

* 3.937e-002 
1.233e-003 
7.890e-002 
1.040e-002 ::"::a 2.577e 

4.760e-001 
4.55Se-002 
8.S97e-001 
2.86Se-001 
8.397e-001 
6.913e-001 
1.145e+000 
3.186e-001 

5.324e+000 



Page 
DOS File: 
Run Date: 
Run Time: 
Title : 

Case 
Number 

1 
2 

3 6 0 1  
30AREAlO.MS4 
January 28, 1997 

Glass Spill (Area Source) 10% Eq 
4:12 p.m. Tuesday 

SENSITIVITY RESULTS For: X (cm) 
Sensitivity Energy Fluence Rate Exposure Rate In Air 
Variable (MeV/sq cm/sec) (mR/hr) 
Value No Buildup With Buildup No Buildup With Buildup 
101.0 3.020e+003 3.061e+003 5.248e+000 5.324e+000 
130.0 2.330e+003 2.372e+003 4.048e+000 4.126e+000 

Use the Display Menu For Energy Group Results For All Cases. 



Microshield 4.21 - Serial 14.21-00915 
Fermco 

: 1  File Ref: 
Date: 

By: 
-1-1- 

a a- Page 
DOS File: 30BDC.MS4 
Run Date: January 28, 1997 Run Time: 4:23 p.m. Tuesday Checked: ’ 
Duration: 0:11:20 

Case Title: Bottom Drn Cont w Silo 1 glass 100% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air Gap: 

13 - Rectangular Volume 
centimeters feet and inches 

86.18125 2.0 9.9 
39.495 1.0 3.5 
72.515 2.0 4.5 
145.03 4.0 9.1 
78.99 2.0 7.1 
72.01 2.0 4.4 
5.715 0.0 2.3 
0.47625 0.0 .2 
1.0 0.0 .4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Material Source Shield 1 .Shield 2 Air Gap 

0.00122 
Iron 
HI -ALUMINA 2.499 
Mono 1 i th 2.11 

Shield Slab Slab 

7.86 
Air 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

NuCl ide 
AC-227 
Bi-210 
Bi-212 
Fr-223 
Pa-234. 
Pb-210 
Pb-212 
Po-210 

20 
20 
20 

X Direction 
Y Direction 
2 Direction 

SOURCE NUCLIDES 
curies f c i / cm A 3 Nuclide 

7.2000e-003 8.7279e-003 AC-228 
1.9000e-001 2.3032e-001 Bi-211 
6.9000e-003 8.3642e-003 Bi-214 
9.9000ed005 1.2001e-004 Pa-2 3 1 
1.7000e-006. 2.0608e-006 Pa-234m 
1.9000e-001 2.3032e-001 Pb-211 
6.9000e-003 8.3642e-003 Pb-214 
2.6000e-001 3.1517e-001 Po-211 

curies 
1.0000e-003 
7.2000e-003 
4.5000e-001 
3.8000e-003 
1.1000e-003 
7.2000e-003 
4.5000e-001 
2.0000e-005 

tci/cmA3 
1.2122e-003 
8.7279e-003 
5.4549e-001 
4.6064e-003 
1.3334e-003 
8.7279e-003 
5.4549e-001 
2.4244e-OCS 



4 
Page : 2  
DOS File: 30BDC.MS4 
Run Date: January 28, 1997 
Run Time: 4:23 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 100% eq 

Nuclide 
Po-212 
PO-215 
PO-218 
Ra-224 
Ra-228 
Rn-220 
Th-227 
Th-2 3 0 
Th-232 
T1-207 
U-234 
U-238 

curies 
4.4000e-003 
7.2000e-003’ 
4.5000e-001 
6.9000e-003 
1.0000e-003 
6.9000e-003 
7.2000e-003 
6.5000e-002 
1.0000e-003 
7.2000e-003 
8.7000e-004 
1.1000e-003 

RESULTS FOR --------- --------- 
Energy Activity 
(MeV) (photons/sec 

0.015 
0.02 
0.03 
0.04 
0 . 0 5  
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

fci/cmA3 
5.3337e-003 
8.7279e-003 
5.4549e-001 
8.3642e-003 
1.2122e-003 
8.3642e-003 
8.7279e-003 
7.8794e-002 
1.2122e-003 
8.7279e-003 
1.0546e-003 
1.3334e-003 

Nuclide 
PO-2 14 
PO-216 
Ra-2 2 3 
Ra-226 
Rn-219 
Rn-2 2 2 
Th-228 
Th-2 3 1 
Th-234. 
T1-208 
U-235 

curies 
4.5000e-001 
6.9000e-003 
7.2000e-003 
4.5000e-001 
7.2000e-003 
4.5000e-001 
6.9000e-003 
8.8000e-005 
1.1000e-003 
6.9000e-003 
8.8000e-005 

fci/cmA3 
5.4549e-001 
8.3642e-003 
8.7279e-003 
5.4549e-001 
8.7279e-003 
5.4549e-001 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1 . 0667e-004 

. SENSITIVITY REFERENCE CASE ( X  = 86.1813) =========I 

Energy Fluence Rate Exposure Rate In Air 

No Buildup With Buildup No Buildup With Buildu: 
4.684e-141 3.941e-028 .4.018e-142 3.380e-029 
1.274e-065 5.865e-027 4.412e-067 2.032e-028 
1.405e-022 1.602e-022 1.392e-024 1.58 
1.116e-012 1.414e-012 4.936e-015 6.25m:: 

7.13Se-006 1.162e-005 1.417e-008 2.308e-008 
1.903e-001 3.952e-001 3.011e-004 6.254e-004 
1.126e-002 2.926e-002 1.723e-005 4.476e-005 
5.616e-002 2.127e-001 9.248e-005 3.503e-004 
1.196e+001 5.655e+001 2.111e-002 9.981e-002 
8.984e+001 4.804e+002 1.704e-001 9:114e-001 
3.695e+002 1.953e+003 7.199e-001 3.805e+0Of 
3.710e+001 1.854e+002 7.282e-002 3.639e-00 
1.358e+003 6.350e+003 2.651e+000 1.239e+00 
S.S18e+002 2.275e+003 1.049e+000 4.326e+00 
2.945e+003 1.090e+004 5.429e+000 2.009e+00 
4.503e+003 1.365e+004 7.576e+000 2.297e+00 
10162e+004 3.120e+004 1.797e+001 4.824e+00 
1.469e+003 3.348e+003 1.993e+000 4.542e+00~ 

1 (MeV/ sq cm/ sec) (mR/hr) 

2.854e-006 4.1016-006 7.603e-009 1.09 08 

TOTAL: 4.015e+010 2.295e+004 7.040e+004 3.765e+001 1.177e+002 



Page : 3  
DOS File: 30BDC.HS4 
Run Date: January 28, 1997 
Run Time: 4:23 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 100% eq 

, SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (lwhr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 86.18125 ’ 2.295e+004 7.040e+004 3.76Se+001 1.177e+002 
2 115.1813 1.608e+004 4.553e+004 2.6S3e+001 7.66Se+001 

Use the Display Menu For Energy Group Results.For All Cases. 



c . -  

Microshield 4.21 - Serial f4.21-00915 

Page : 1  
DOS File: 30BDCO.MS4 
Run Date: January 28, 1997 
Run Time: 4:34 p.m. Tuesday 
Duration: 0:11:19 

Fermco 
File Ref: 

Date: 
By: 

Checked : 

-1-1- 

Case Title: Bottom Drn Cont w Silo 1 glass 0% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate Z: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air .Gap: 

13 - Rectangular: Volume 
centimeters feet 

a6.18125 2.0 
39.495 1.0 
72 . 515 2.0 
145.03 4.0 
78.99 2.0 
72 . 01 2.0 
5.715 0.0 
0.47625 0.0 
1.0 0.0 

and inches 
9.9 
3.5 
4.5 
9.1 
7.1 
4.4 
2.3 
.2 
. 4  

Source Volume,: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Material . Source Shield 1 Shield 2 Air Gap 

Air 0.00122 
Iron 7 . 8 6  
HI-ALUMINA 2.499 
Monolith 2.11 

Shield Slab Slab . 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 29 
Y Direction 20 
2 Direction 20 

Nuclide curies 
Ac-227 7.2000e-003 
Bi-210 1.9000e-001 
Bi-212 6.9000e-003 
Fr-223 9.9000e-005 
Pa-234 1.7000e-006 
Pb-210 1.9000e-001 
Pb-2 12 6.9000e-003 
Po-210 2.6000e-001 

SOURCE 
2ci/cmA 3 

8.7279e-003 
2.3032e-001 
8.3642e-003 
1.2001e-004 
2.0608e-006 
2.3032e-001 
8.3642e-003 
3.1517e-001. 

NUCLIDES 
Nuclide curies 1ci/cmA3 
AC-228 1.0000e-003 1.2122e-003 
Bi-2 11 0.0000e+000 0.0000e+000 
Bi-214 0.0000e+000 0.0000e+000 
Pa-231 3.8000e-003 4.6064e-003 
Pa-234m 1.1000e-003 1.3334e-003 
Pb-211 0.0000e+000 0.0000e+000 
Pb-214 0.0000e+000 0.0000e+000 
Po-211 0.0000e+000 0.0000e+000 



Page ' : 
DOS File: 
Run Date: 
Run Time: 
Title : 

Nuclide 
Po-2 12 
Po-215 
Po-218 
Ra-224 

. Ra-228 
Rn-220 . 

.Th-227 

Th-232 
T1-207 
U-234 
U-238 

Th-230 

2 
SOBDCO.MS4 
January 28, 1997 

Bottom Drn Cont w Silo 1 

curies 2ci/cmA3 
4.4000e-003 5.3337e-003 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
6.9000e-003 8.3642e-003 
1.0000e-003 1.2122e-003 
0.0000e+000 0.0000e+000 
7.2000e-003 8.7279e-003 
6.5000e-002 7.8794e-002 
1.0000e-003 1 . 2122e-003 
0.0000e+000 0.0000e+000 
8.7000e-004 1.0546e-003 
1.1000e-003 1.3334e-003 

4:34 p.m. Tuesday 
glass 0% eq 

Nuclide 

Ra-223 
Ra-2 2 6 
Rn-219 
Rn-2 2 2 
Th-2 2 8 
Th-2 3 1 
Th-2 3 4 
TI-208 
U-235 

PO-2 14 
PO-216 

RESULTS FOR SENSITIVITY REFERENCE CASE --------- --------- 

curies 
0.0000e+000 
0.0000e+000 
7.2000e-003 
4.5000e-001 
0.0000e+000. 
0.0000e+000 
6.9000e-003 
8.8000e-005 
1.1000e-003 
6.9000e-003 
8.8000e-005 

fci/cmA3 
0.0000e+000 
0.0000e+000 
8.7279e-003 
5.4549e-001 
0.0000e+000 
0 . 0000e+000 
8.3642e-003 
1 . 0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

0.015 
0.02 
0.03 
0.04 
0 . 0 5  
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

, 

Activity 
(photons/sec 

Energy Fluence Rate 
(MeV/ sq cm/ sec) 

No Buildup With Buildup 
1 

4.684e-141 
1.274e-065 
1.405e-022 
1.116e-012 
1.789e-006 
7.13Se-006 
1.487e-002 
1.126e-002 
5.562e-002 
4.370e+000 
3.967e+000 
3.469e-001 
6.038e+000 
3.553e+001 
2.622e+001 
1.488e+001 
1.762e+001 
1.424e+000 
1.469e+003 

1.580e+003 

3.941e-028 
5.865e-027 
1 . 602e-022 
1.414e-012 
2.571e-006 
1.162e-005 
3.089e-002 
2.926e-002 
2.107e-001 
2.066e+001 
2 . 122e+001 
1.834e+000 
3.017e+001 
1.661e+002 
1 . 081e+002 
5.508e+001 
5.342e+001 
3.823e+000 
3.348e+003 

No Buildup 
4.018e-142 
4.412e-067 
1.392e-024 
4.936e-015 
4.766e-009 
1 . 417e-008 
2.353e-005 
1.723e-005 
9.159e-005 
7.713e-003 
7.525e-003 
6.759e-004 
1.18Se-002 
6.93Se-002 
4.988e-002 
2.743e-002 
2.965e-002 
2.202e-003 
1.993e+000 

With Buildup 
3.380e-029 

6.848e-009 
2.308e-008 
4.888e-005 
4.476e-005 
3.469e-004 
3.647e-002 
4.025e-002 
3.573e-003 
5.923e-002 
3.242e-001 
2.056e-001 
1.015e-001 
8.987e-002 
5.912e-003 
4.542e+000 



'6 0 -7  
Page : 3  

- DOS File: 3OBDCO.MS4 
Run Date: 'January 28, 1997 
Run Time: 4:34 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 0% eq 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (-/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 86.18125 1.580e+003 3.808e+003 2.200e+000 5.409e+000 
2 115.1813 1.027e+003 2.298e+003 1.437e+000 3.291e+000 

Use the Display Menu For Energy Group Results For All Cases. 



MicroShield 4.21 - Serial /4.21-00915 
Fermco 

: 1  File Ref: 
DOS File: 30BDClO.MS4 
Run Date: January 28, 1997 By: 
Run Time: 4:46 p.m. Tuesday Checked : 
Duration: 0:11:19 

Date: -1-1- 
Page 

Case Title: Bottom Drn Cont w Silo 1 glass 10% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air Gap: 

13 - Rectangular 
centimeters 

86.18125 
39 . 495 
72.515 
145.03 
78 . 99 
72.01 
5.715 
0.47625 
1.0 

Volume 
feet 
2.0 
1.0 
2.0 
4.0 
2.0 
2.0 
0.0 
0.0 
0.0 

and inches 
9.9 
3.5 
4.5 
9.1 
7.1 
4.4 
2.3 
.2 
.4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Source Shield 1 Shield 2 Air Gap 

Air 0.00122 
Iron 7.86 
HI-ALUMINA 2.499 

Shield Slab Slab a 
Monolith 

Nuclide 
Ac-227 
Bi-2 10 
Bi-212 
Fr-223 0 ' Pb-210 Pa-234 
Pb-2 12 
Po-210 

. .  2.11 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

curies 
7.1998e-003 
1.9000e-001 
6.8956e-003 
9.9358e-005 
1.7465e-006 
1.8999e-001 
6.8960e-003 
2.5979e-001 

SOURCE 
j2ci/cmA3 

8.7277e-003 
2.3032e-001 
8.3589e-003 
1.'2044e-004 
2.1171e-006 
2.3031e-001 
8.3594e-003 
3.1492e-001 

NUCLIDES 
Nuclide 
Ac-228 
Bi-211 
Bi-214 
Pa-2 3 1 
Pa-2 3 4m 
Pb-2 11 
Pb-214 
Po-2 11 

curies f ci / cmA 3 
1.0000e-003 1.2122e-003 
7.2033e-003 8.7319e-003 
4.2699e-002 5.1761e-002 
3.8000e-003 4.6064e-003 
1.1000e-003 1.3334e-003 
7.2033e-003 8.7319e-003 
4.4171e-002 5.3545e-002 
1.9665e-005 2.3838e-003 

0 0 0 494r 



Page : 2  
DOS Pile: 3OBDClO.HS4 
Run Date: January 28, 1997 
Run Time: 4:46 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 10% eq 

Nuclide curies 
Po-2 12 4.4180e-003 
PO-215 7.2035e-003 
PO-218 4 . 6155e-002 
Ra-224 6.8998e-003 
Ra-228 1.0000e-003 
Rn-220 6.8998e-003 
Th-227 7 . 1978e-003 
Th-2 3 0 6.5000e-002 
Th-232 1.0000e-003 
T1-207 7 . 1836e-003 
U-234 8 . 7000e-004 
U-238 1.1000e-003 

tci/cmA3 
5.3556e-003 
8.7322e-003 
5.5950e-002 
8.3640e-003 
1.2122e-003 
8.3640e-003 
8.7252e-003 
7.8794e-002 
1.2 122e-003 
8.7080e-003 
1.0546e-003 
1.3334e-003 

Nuclide - 
PO-214 
PO-216 
Ra-2 2 3 
Ra-2 2 6 
Rn-2 19 
Rn-222 
Th-228 
Th-2 3 1 
Th-234 
T1-208 
U-2 3 5 

curies 
4.2690e-002 
6.8998e-003 
7.2035e-003 
4.5000e-001 
7.2035e-003 
4.6379e-002 
6.8965e-003 
8.8000e-005 
1.1000e-003 
2.4776e-003 
8.8000e-005 

tci/cmA3 
5.1750e-002 
8.3640e-003 
8.7322e-003 
5.4549e-001 
8.7322e-003 
5.6221e-002 
8.3600e-003 
1.0667e-004 
1.3334e-003 
3.0034e-003 
1.0667e-004 

Energy 
(MeV) 

0.015 
0.02 
0.03 
0.04 
0 .05  
0.06 
0.08 
0.1 
0.15' 
0;2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

Activity Energy Fluence Rate 
(photons/sec ) (MeV/sq cm/sec) 

No Buildup With Buildup 
1.026e+005 
1 . OS3e+006 
1.382e+007 
3.431e+006 
3.272e+008 
1.149e+007 
6.894e+008 
7.517e+007 
3.233e+007 
8.398e+008 
5.129e+008 
6.947e+008 
5.330e+007 
8 . 397e+008 
2 . 159e+008 
S.2006+008 
3 . 132e+008 
4.233e+008 
9 . 149e+007 
5 . 658e+009 

4.684e-14i 
1.274e-065 
1.405e-022 
1.115e-012 
1.893e-006 
7.135e-006 
3.206e-002 
1.126e-002 
5.618e-002 
5. iioe+ooo 
1.272e+001 
3.985e+001 
5.538e+000 
1.384e+002 
7.164e+001 
2.923e+002 
4.432e+002 
1.104e+003 
5.275e+002 

2.640e+003 

3.941e-028- 
5.865e-027 
1.602e-022 
1.413e-012 
2.721e-006 
1.162e-005 
6.660e-002 
2.926e-002 
2.128e-001 
2.416e+001 
6.802e+001 
2.106e+002 
2.767e+001 
6.468e+002 
2.954e+002 
1.082e+003 
1.344e+003 
2.964e+003 
1.202e+003 

RESULTS FOR SENSITIVITY REFERENCE CASE (X  = 86.1813) ========== --------- --------- 
Exposure Rate In Air 

No Buildup With Buildup 
4.018e-142 3.380e-029 
4.412e-067 2.032e 
1.392e-024 1. 5 8 7 a 5  
4.933e-015 6.250 
5.044e-009 7.248e-009 
1.417e-008 2.308e-008 
5.074e-005 1.054e-004 
1.723e-005 4 . 477e-005 
9.251e-005 3.504e-004 
9.018e-003 4.264e-002 
2.412e-002 1.290e-001 
7.764e-002 4.104e-001 
1.087e-002 15.432e-OOi 
2.701e-001 1.263e+OOC 
1.363e-001 5.618e-001 
5.388e-001 1.994e+OOC 
7.456e-001 2 . 260e+00C 
1.707e+000 4.583e+000 
7.157e-001 1.631e+000 

4.235e+000 1.293e+001 

(mR/hr) 



6 0 7  
Page 
DOS File: 
Run Date: 
Run Time: 
Title : 

Case 
Number 

1 
2 

3 
30BDClO.HS4 
January 28, 1997 

Bottom Drn Cont w Silo 1 glass 10% eq 
4:46 p.m. Tuesday 

SENSITIVITY RESULTS For: X (cm) 
Sensitivity Energy Fluence Rate Exposure Rate In Air 
Variable (MeV/sq cm/sec) (-/hr) 
Value No Buildup With Buildup No Buildup With.Buildup 
86.18125 2.640e+003 7.864e+003 4.235e+000 1.293e+001 
115.1813 1.832e+003 5.054e+003 2.960e+000 8.377e+000 

Use the Display Menu For Energy Group Results For All Cases. 
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MicroShield 4.21 - Serial /4.21-00915' 
Fermco 

Paqe : 1  File Ref: 
00s File: 3OBDCTOP.MS4 
Run Date: January 28, 1997 
Run Time: 4:57 p.m. Tuesday 
Duration: 0:11:13 

1- Date: / 
By: 

Checked : 

Case Title: Bottom Drn Cont w Silo 1 glass 100% eq (TOP) 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length:. 
Rectangular volume height: 

Air Gap : 

13 - Rectangular Volume 
centimeters feet and inches 

79.99 2.0 7.5 
72.515 2.0 4.5 
36.005 1.0 2.2 
72.01 2.0 4.4 
78.99 . 2.0 7.1 
145.03 4.0 9.1 
1.0 0.0 .4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Source Air Gap - 

Shield 

2.11 
0.00122 

Nuclide 

Bi-210 
Bi-212 
Fr-223 
Pa-234 

Ac-227 

Pb-210 
Pb-212 
Po-210 
Po-212 
Po-215 
PO-218 
Ra-224 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

curies 
7.2000e-003 
1.9000e-001 
6.9000e-003 
9.9000e-005 
1.7000e-006 
1.9000e-001 
6.9000e-003 
2.6000e-001 
4.4000e-003 
7.2.000e-003 
4.5000e-001 
6.9000e-003 

SOURCE NUCLIDES 
jtci/cmA3 Nuclide 
8.72794-003 Ac-228 
2.3032e-001 Bi-211 
8.3642e-003 Bi-214 
1.2001e-004 Pa-231 
2.0608e-006 Pa-234m 
2.3032e-001 Pb-211 
8.3642e-003 Pb-214 
3.1517e-001 Po-211 
5.3337e-003 PO-214 
8.7279e-003 PO-216 
5.4549e-001 Ra-223 
8.3642e-003 Ra-2 2 6 

curies 
1.0000e-003 
7.2000e-003 
4.5000e-001 
3.8000e-003 
1.1000e-003 
7.2000e-003 
4.5000e-001 
2.0000e-005 
4.5000e-001 
6.9000e-003 
7.2000e-003 
4.5000e-001 

fci/cmA3 
1.2122e-003 
8.7279e-003 
5.4549e-001 
4.6064e-003 
1.3334e-003 
8.7279e-003 
5.4549e-001 
2.4244e-005 
5.4549e-001 
8.3642e-003 
8.7279e-003 
5.4549e-001 



Page : 2  
- DOS File: 30BDCTOP.MS4 

Run Date: Janua-ry 28, 1997 
Run Time: 4:57 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 100% eq (TOP) 

Nuclide curies 
Ra-228 1.0000e-003 
Rn-2 2 0 6.9000e-003 
Th-227 7.2000e-0.03 
Th-230 6.5000e-002 
Th-2 3 2 1.0000e-003 
T1-207 7.2000e-003 
U-2 3 4 8.7000e-004 
U-238 1.1000e-003 

RESULTS FOR 
Energy Activity 
(MeV) . (photons/sec ) 

---------- ---------- 

tci/crnA3 
1.2122e-003 
8.3642e-003 
8.7279e-003 
7.8794e-002 
1.2122e-003 
8.7279e-003 
1.0546e-003 
1.3334e-003 

Nuclide curies 
Rn-219 7.2000e-003 
Rn-222 4.5000e-001 
Th-228 6.9000e-003 
Th-231 8.8000e-005 
Th-234 1.loOOe-003 
T1-208 6.9000e-003 
U-2 3 5 8.8000e-005 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

lci/cm43 
8.7279e-003 
5.4549e-001 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

SENSITIVITY REFERENCE CASE (X = 79.99) ========== 
Energy Fluence Rate Exposure Rate In Air 

No Buildup With Buildup No Buildup With Buildui 
4.855e-012 4.933e-012 4.164e-013 4.231e-013 
4.605e-008 4.761e-008 1.595e-009 1.649e-009 
2.223e-003 2.382e-003 2.203e-005 2.361e-005 
2.316e-003 2.625e-003 1.024e-005 1.161e-005 
1.681e+000 2.012e+000 4.478e-003 5.360e-003 
1.Olle-001 1.268e-001 2.009e-004 . 2.519 -004 
1.158e+002 1.602e+002 1.833e-001 2.53&01 
1.730e+000 2.757e+000 2.647e-003 4.21. 03 
3.063e+000 5.582e+000 5.045e-003 9.192e-003 
4.277e+002 8.552e+002 7.549e-001 1.509e+000 
2.050e+003 4.39Se+003 3.889e+000 8.336e+000 
6.374e+003 1.379e+004 1.242e+001 2.686e+001 
5.218e+002 l.l12e+003 1.024e+000 2.184e+000 
1.627e+004 3.399e+004 3.176e+001 6.634e+001 
5.183e+003 1.039e+004 9.859e+000 1.976e+007 
2.311e+004 4.463e+004 4.259e+001 8.227e+00 
2.608e+004 4.679e+004 4.388e+001 7.872e+00 
5.584e+004 9.579e+004 8.636e+001 1.481e+00 
5.674e+003 9.089e+003 7.698e+000 1.233e+00 

(MeV/sq cm/sec) (fl/hr) 



Page : 3  
DOS File: 30BDCTOP.MS4 
Run Date: January 28, 1997 
Run Time: 4:57 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass-1001 eq (TOP) 

6 0 7 .  

SENSITIVITY RESULTS For: X (an) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (rn/hr) 
Value No Buildup W i t h  Buildup No Buildup With Buildup 

1 79.99 1.417e+005 2.610e+005 2.404e+002 4.467e+002 
2 . 108.99 6.539e+004 1.156e+005 l.l13e+002 1.983e+002 

Use the Display Menu For Energy Group Results For All Cases. 



Microshield 4.21 - Serial /4.21-00915 
Fennco 

Page : 1  File Ref: 

Run Date: January 28, 1997 By: 
Run Time: 5 : 0 8  p.m. Tuesday Checked : 
Duration: 0:11:15 

DOS File: 3OBTOPO.MS4 Date: -1-1- 

Case Title: Bottom Drn Cont w Silo 1 glass 0% eq (TOP) 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Air Gap: 

13 - Rectangular Volume 
centimeters feet and 

79.99 2.0 
72.515 2.0 
36.005 1.0 
72.01 2.0 
78.99 2.0 
145.03 4.0 
1.0 0.0 

inches 
7.5 
4.5 
2.2 
4.4 
7.1 
9.1 
.4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Source Air Gap 

Air 0.00122 
Monolith 2.11 

Shield 

BUILDUP 
Method: Buildup Factor Tables . 

The material reference is Source , .  

INTEGRATION PARAMETERS 

Nuc 1 ide 
Ac-227 
Bi-210 
Bi-212 
Fr-223 
Pa-234 
Pb-210 
Pb-212 

Po-2 12 
Po-215 
PO-218 

Po-210 

Ra-224 

Quadrature 
X Direction 20 
Y Direction 20 
2 Direction 20 

curies 
7.2000e-003 
1.9000e-001 
6.9000e-003 
9.9000e-005 
1.7000e-006 
1.9000e-001 
6.9000e-003 
2.6000e-001 
,4.4000e-003 
0.0000e+000 
0.0000e+000 
6.9000e-003 

SOURCE 
fci/cmA3 
8 . 7279e-003 
2.3032e-001 
8.3642e-003 
1.2001e-004 
2.0608e-006 
2.3032e-001 
8.3642e-003 
3.1517e-001 
5.3337e-003 
O.O000e+000 
0.0000e+000 
8.3642e-003 

NUCLIDES 
Nuclide 
AC-228 
Bi-211 
Bi-214 
Pa-2 3 1 
Pa-234m 
Pb-211 
Pb-214 
Po-211 
PO-2 14 
PO-216 
Ra-22 3 
Ra-2 2 6 

Order, 

curies fci/cmA:, 
1.0000e-003 1.2122e-003 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
3.8000e-003 4.6064e-003 
1.1000e-003 1.3334e-003 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
7.2OOOe-003 8.7279e-003 
4.5000e-001 5.4549e-001 

800L;OQ 



Page : 2  
DOS File: 3OBTOPO.MS4 
Run Date: January 28, 1997 
Run Time: 5:08 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 0% eq (TOP) 

Nuclide curies 
Ra-228 1.0000e-003 
Rn-220 0.0000e+000 
Th-227 7.2000e-003 
Th-230 6.5000e-002 
Th-232 , 1.0000e-003 
T1-207 0.0000e+000 
U-234 8.7000e-004 
U-238 1.1000e-003 

RESULTS FOR 
Energy Activity 
(MeV) (photons/sec ) 

---------- ---------- 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

1.026e+005 
1.053e+006 
1.382e+007 
3.433e+006 
3.091e+008 
1.149e+007 
3.197e+008 
7 . S15e+007 
3.201e+007 
7 . 182e+008 
1.600e+008 
6.048e+006 
5.811e+007 
2.156e+008 
7.904e+007 
2 . 647e+007 
1.245e+007 
5.461e+005 
2.548e+008 

lci/cm*.3 
1.2122e-003 
0.0000e+000 
8.7279e-003 
7 . 8794e-002 
1.2122e-003 
0.0000e+000 
1.0546e-003 
1.3334e-003 

Nuclide curies 
Rn-219 0.0000e+000 
Rn-222 0.0000e+000 
Th-2 2 8 6.9000e-003 
Th-2 3 1 8.8000e-005 
Th-2 3 4 1.1000e-003 
T1-208 6.9000e-003 
U-235 8.8000e-005 

ici/cmA3 
0.0000e+003 
0.0000e+000 
8.3642.e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

SENSITIVITY REFERENCE CASE (X  = 79.99) =========== 
Energy Fluence Rate Exposure Rate In Air 

No Buildup With Buildup No Buildup With Buildup 
4.855e-012 4.933e-012 4.164e-013 4.23le-013 
4.605e-008 4.76le-008 1.595e-009 1.649e-009 
2.223e-003 2.382e-003 2.203e-005 2.361e-005 
2.316e-003 2.62Se-003 1.024e-005 1.161e-005 
1.054e+000 1.261e+000 2.807e-003 3.360e-003 
1.011e-001 1.268e-001 2.009e-004 2.519e- 
9.051e+000 1.252e+001 -1.432e-002 1 . 9 8 1 a  
1.730e+000 2.757e+000 2.647e-003 4.219e 
3.034e+000 S.529e+000 4.996e-003 9.104e-003 
1.563e+002 3.125e+002 2.759e-001 5.515e-001 
9.054e+001 1.941e+002 1.717e-001 3.681e-001 
5.98Se+000 1.294e+001 1.166e-002 2.522e-002 
8.492e+001 1.811e+002 1.667e-001 3.554e-001 
4.256e+002 8.891e+002 8.308e-001 1.735e+000 
2.464e+002 4.937e+002 4.686e-001 9.391e-001 
1.167.e+002 2.2SSe+002 2 . 152e-001 4.157e-001 
1.021e+002 1.831e+002 1.717e-001 3.081e-001 
6.844e+000 1.174e+001 1.058e-002 1.815e-002 
5.674e+003 9.089e+003 7.698e+000 1.233e+001 

(XeV/ sq cm/ sec) (*/hr) 

TOTAL: 2.297e+009 6.925e+003 1.161e+004 1.005e+001 1.708e+001 



6 0 7  
Page . : 3  
DOS File: 3OBTOPO.~S4 
Run Date: January 28, 1997 
Run Time: 5 : 0 8  p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 00 eq (TOP) 

SENSITIVITY RESULTS For: X (cm) 
Case sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) ( W h r )  
Value No Buildup With Buildup No Buildup With Buildui 

1 79.99 6.925e+003 1.161e+004 1.00Se+001 1.708e+001 
2 108.99 3.124e+003 5.047e+003 4.552e+000 7.458e+000 

Use the Display Menu For Energy Group Results For All Cases. 

, 



6 0 .7  

FficroShield 4.21 - Serial t4.21-00915 
Fermco 

: 1  File Ref: 
DOS File: 30BTOPlO.MS4 
Run Date: January 28, 1997 By: 
Run Time: 5:19 p.m. Tuesday Checked: 
Duration: 0: 11: 12 

Date: -1-1- 
- Page 

Case Title: Bottom Drn Cont w Silo 1 glass 10% eq (TOP) 

GEOMETRY 13 - Rectangular Volume 
centimeters feet 

Dose point coordinate X: 79 . 99 2.0 
Dose point coordinate Y: 72 . 515 2.0 
Dose point coordinate 2: 36.005 1.0 

Rectangular volume width : I ‘-72.01 2.0 
Rectangular volume length: . 78.99 2.0 

Air Gap: 1.0 0.0 
Rectangular volume height: 145 . 03 4.0 

and inches 
7.5 
4.5 
2.2 
4.4 
7.1 
9.1 
.4 

Source Volume: 824941. cmA3 ’ 29.1325.~~ ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Materia 1 Source Air Gap 

Shield 
0.00122 

itmolith 2.11 

Nuclide 
Ac-227 
Bi-210 
Bi-212 
Fr-223 
Pa-234 

. Pb-210 
Fb-212 
Po-210 
Po-212 
PO-215 
PO-218 
Ra-2 2 4 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

SOURCE 
curies f ci / cmn 3 

7.1998e-003 8.7277e-003 
1.9000e-001 . 2.3032e-001 
6.8956e-003 8.3589e-003 
9.9358e-005 1.2044e-004 
1.7465e-006 2.1171e-006 
1.8999e-001 2.3031e-001 
6 . 8960e-003 8 . 3594e-003 
2.5979e-001 3.1492e-001 
4.4180e-003 5.3556e-003 
7.2035e-003 8.7322e-003 
4.6155e-002 5.5950e-002 
6.8998e-003 8.3640e-003 

NUCLIDES 

Ac-2 2 8 . 

Bi-214 

Nuclide 

Bi-211 

Pa-231 
Pa-234m 
Pb-211 
Pb-214 
Po-211 
PO-214 
PO-2 16 
Ra-223 
Ra-226 

i 

curies 
1.0000e-003 
7.2033e-003 
4.2699e-002 
3.8000e-003 
1.1000e-003 
7.2033e-003 
4.4171e-002 
1.9665e-005 
4’.269Oe-002 
6.8998e-003 
7.2035e-003 
4.5000e-001 

fcijcmA3 
1.2122e-003 
8.7319e-003 
5.1761e-002 
4.6064e-003 
1.3334e-003 
8.7319e-003 
5.3545e-002 
2.3838e-005 
5.1750e-002 
8.3640e-003 
8.7322e-003 
5.4549e-001 



Page : 2  
DOS Fi l e :  30BTOPlO.MS4 
Run Date: January 28, 1997 
Run Time: 5:19 p.m. Tuesday 
T i t l e  : Bottom Drn Cont w S i l o  1 g l a s s  10% eq (TOP) 

Nuclide cu r i e s  
Ra-228 1.0000e-003 
Rn-220 6.8998e-003 
Th-227 7.1978e-003 
Th-2 3 0 6.5000e-002 
Th-232 1.0000e-003 
T1-207 7.1836e-003 
U-234 8.7000e-004 
U-238 1.1000e-003 

t ci / c m  A 3 
1.2122e-003 
8.3640e-003 
8 . 7252e-003 
7 . 8794e-002 
1.2122e-003 
8 . 7080e-003 
1 . 0546e-003 
1 . 3334e-003 

Nuclide c u r i e s  
Rn-219 7.2035e-003 
Rn-222 4.6379e-002 
Th-228 6.8965e-003 
Th-231 8.8000e-005 
Th-234 1.1000e-003 
T1-208 2.4776e-003 

*U-235 8.8000e-005 

t~ i / c m  A 3 
8.7322e-003 
5.6221e-002 
8.3600e-003 
1.0667e-004 
1.3334e-003 
3.0034e-003 
1.0667e-004 

RESULTS FOR ---------- --------- 
Energy Act ivi ty  
(MeV) (photons/sec ) 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0 . 0 8  
0.1 
0.15 
0.2 
0.3 
0.4 
0 . 5  
0.6 
0.8 
1.0 
1.5 
2 ; o  
3.0 

1.026e+005 
1.053e+006 
1.382e+007 
3.431e+006 
3.272e+008 
1 149e+007 
6.894e+008 
7.517e+007 
3.233e+007 
8.398e+008 ' 

5.129e+008 
6.947e+008 
5.330e+007 
8.397e+008 
2.159e+008 
5.200e+008 
3 132e+008 
4.233e+008 
9.149e+007 

TOTAL: 5.658e+009 

SENSITIVITY REFERENCE CASE ( X  = 79.99) =========== 
Exposure Rate I n  A i r  

(mR/hr) 
Energy Fluence R a t e  

(MeV/sq cm/sec) 
No Buildup With Buildup No Buildup With Buildup 
4 . 855e-012 4.933e-012 4 . 164e-013 4 . 231e-013 
4.604e-008 4.761e-008 1.59Se-009 1.649e-009 
2.222e-003 2.382e-003 2.203e-005 2.361e-005 
2 . 315e-003 2.623e-003 1.024e-005 1.160e-005 
1.115e+000 1.335e+000 2.971e-003 3.556e-003 
1.0l le-001 1.268e-001 2.009e-004 2.519e 
1 . 952e+001 2.699e+001 3.088e-002 4 . 2 7 0 s  
1.731e+000 2.758e+000 2.648e-003 4.219 
3.065e+000 5.584e+000 5.047e-003 9.196e-003 
10828e+002 3.654e+002 3.225e-001 6.449e-001 
2 . 902e+002 6.221e+002 5 . 506e-001 1.180e+000 
6.874e+002 1.487e+003 1.339e+000 2.897e+000 
7.788e+001 1.661e+002 1.529e-001 3.259e-001 
1.658e+003 3.462e+003 3.23Se+000 6.758e+000 
6,73le+002 1.349e+003 1.280e+000 2.566e+000 
2.293e+003 4.430e+003 4.227e+000 8.16Se+000 
2.567e+003 4.605e+003 4.319e+000 7.748e+000 
5.305e+003 9.100e+003 8.204e+000 1.407e+001 
2 . 037e+OO3 3.263e+003 2.764e+000 4.428e+000 

1.580e+004 2.889e+004 2.644e+001 4.884e+001 



6 0 7  
Page : 3  
DOS File: 3OBTOPlO.MS4 
Run Date: January 28, 1997 
Run Time: 5: 19 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 10% eq (TOP) 

SENSITIVITY RESULTS For: X (an) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (-/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 79.99 1.580e+004 2.889e+004 2.644e+001 4.884e+001 
2 108.99 7.285e+003 1.279e+004 1.223e+001 2.169e+001 

Use the Display Menu For Energy Group Results For All Cases. 



Page 
DOS File: 
Run Date: 
Run Time: 
Duration: 

MicroShield 

1 
AREA. MS4 
January 28, 1997 
5:20 p.m. Tuesday 
0:00:29 

4.21 - Serial 
Fermco 

t4.21-00915 

File Ref: 
Date: 

By: 
Checked : 

I I 

Case Title: Glass Spill (Area Source) 100% Eq 

GEOMETRY 5 - Horizontal Rectangular Area 
centimeters feet and inches 

Dose point coordinate X: 101.0 3.0 3 . 8  
Dose point coordinate Y: 100.0 3.0 3.4 
Dose point coordinate 2: 50 .0  1.0 7.7 
Rectangular area length: 100 . 0 3.0 3.4 
Rectangular area width : 100 . 0 3.0 3.4 

Air Gap: 1.0 0.0 .4 

Source Area: 10000 sq cm 10.7639 sq ft. 1550. sq in. 

MATERIAL DENSITIES (g/-''3) 
Material Air Gap Immersion 

Shield 
Air a 

Nuclide 

Bi-210 
Bi-212 
Fr-223 
Pa-234 

Ac-227 

Pb-210 
Pb-2 12 
Po-210 
Po-2 12 
PO-215 
PO-218 
Ra-224 a Ra-228 
Rn-220 

0.00122 0.00122 . 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

INTEGRATION PARAMETERS 
Quadrature Order 

2 Direction 20 
X Direction 20 

curies 
2.6000e-003 
6.7000e-002 
2.4000e-003 
3.5000e-005 
6.0000e-007 
6.7000e-002 
2.4000e-003 
9.3000e-002 
1.6000e-003 
2.6000e-003 
1.6000e-001 
2.4000e-003 
3.7000e-004 
2.4000e-003 

SOURCE 
fci/cmn 

2.6000e-001 
6.7000e+000 
2.4000e-001 

6.0000e-005 
6.7000e+000 
2.4000e-001 
9.3000e+000 
1.6000e-001 
2.6000e-001 
1.6000e+001 
2.4000e-001 
3.7000e-002 
2.4000e-001 

3.5OOOe-003 

NUCLIDES 
Nuclide 
Ac-2 2 8 
Bi-211 
Bi-214 
Pa-2 3 1 
Pa-234m 
Pb-211 
Pb-214 
Po-2 11 
PO-214 
PO-216 
Ra-223 
Ra-226 
Rn-219 
Rn-2 2 2 

curies 
3.7000e-004 
2.6000e-003 
1.6000e-001 
1.3000e-003 
3.7000e-004 
2.6000e-003 
1.6000e-001 
7.0000e-006 
1.6000e-001 
2.4000e-003 
2.6000e-003 
1.6000e-001 
2.6000e-003 
1.6000e-001 

t ci / cm,, 
3.7000e-002 
2.6000e-001 
1.6000e+001 
1.3000e-001 
3.7000e-002 
2.6000e-001 
1.6000e+001 
7.0000e-004 
1.6000e+001 
2.4000e-001 
2.6000e-001 
1.6000e+001 
2.6000e-001 
1.6000e+001 



Page : 2  
DOS Pile: AREA.MS4 
Run Date: January 28, 1997 
Run Time: 5:20 p.m. Tuesday 
Title : Glass Spill (Area Source) 100% Eq 

Nuclide curies 2 ci / cm38 Nuclide curies fci/cmu 
Th-227 2.6000e-003. 2.6000e-001 Th-228 2.4000e-003 2.4000e-001 
Th-230 2.3000e-002 2.3000e+000 Th-231 3.1000e-005 3.1000e-003 
Th-232 . 3.7000e-004 3.7000e-002 Th-2 3 4 3.7000e-004 3.7000e-002 
T1-207 2.6000e-003 2.6000e-001 T1-208 2.4000e-003 2.4000e-001 
U-234 3.1000e-004 3.1000e-002 U-235 3.1000e-005 3.1000e-003 
U-238 3.7000e-004 3.7000e-002 

RESULTS FOR SENSITIVITY REFERENCE CASE ( X  = 101) ============ ----------- ----------- 
Energy Activity Energy Fluence Rate Exposure Rate In  Air 
(MeV) (photons/sec ) (MeV/sq cm/sec) (-/hr) 

No Buildup With Buildup No Buildup With Buildup 
0.015 3.700e+004 9.823e-004 1.059e-003 8.425e-005 9.084e-005 
0.02 3.706e+005 1.563e-002 1.685e-002 5.413e-004 5.837e-004 
0.03 '4.738e+006 3.268e-001 3.541e-001 3.238e-003 3.509e-003 
0.04 1.201e+006 1.127e-001 1.221e-001 4.985e-004 5.399e-004 
0.05  1.746e+008 2.065e+001 2.232e+001 5.500e-002 5.947e-002 
0.06 4.046e+006 5.762e-001 6.206e-001 1.144e-003 1.233e-003 
0.08 1.455e+009 2.772e+002 2.959e+002 4.387e-001 4.683e-001 
0.1 2.691e+007 6.425e+000 6.798e+000 9.830e-003 ;:;;;a 
0.15 1.162e+007 4.178e+000 4.371e+000 6.880e-003 
0.2 6.981e+008 3.355e+002 3.473e+002 5.922e-001 6.129 
0.3 1.289e+009 9.323e+002 9.569e+002 1.769e+000 1.815e+000 
0.4 2.291e+009 2.215e+003 2.262e+003 4.315e+000 4.408e+000 
0.5 1.266e+008 1.532e+002 1.560e+002 3.008e-001 3.062e-001 

.O. 6 2.929e+009 4.263e+003 4.330e+003 8.320e+000 8.451e+000 
0.8 5.909e+008 1.149e+003 1.163e+003 2.18Se+000 2.213e+000 
1.0 1.863e+009 4.5356+003 4.584e+003 8.360e+000 8.450e+000 
1.5 1.131e+009 4.142e+003 4.175e+003 6.969e+000 7.024e+000 
2.0 1.584e+009 7.746e+003 7.795e+003 1.198e+001 1.205e+001 
3.0 8.862e+007 6.511e+002 6.541e+002 8.834e-001 8.874e-001 

TOTAL: 1.427e+010 2.643e+004 2,67Se+004 4.619e+001 4.677e+001 



0 0 7  
Page : 3  
DOS File: AREA.MS4 
Run Date: January 28,  1997 
Run Time: 5:20 p.m. Tuesday 
Title : Glass Spill (Area Source) 100% Eq 

0 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/ sq cm/ sec) (-/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 101.0 2.643e+004 2.675e+004 4.619e+001 4.677e+001 
2 *  200.0 1.176e+004 1.207e+004 2.055e+001 2.110e+001 

Use the Display Menu For Energy Group Results For All Cases. 



60'2' 

MicroShield 4.21 - Serial /4.21-00915 
Fermco 

Page : 1  File Ref: 

Run Date: January 28, 1997 By: 
Run Time: 5:20 p.m. Tuesday Checked : 
Duration: 0:00:29 

DOS File: AREAO.MS4 Date: -1-1- 

Case Title: Glass Spill (Area Source) 0% Eq 

GEOMETRY 5 - Horizontal Rectangular Area 
centimeters feet and inches 

Dose point coordinate X: 101.0 3.0 
Dose point coordinate Y: 100.0 3.0 

Rectangular area length: 100.0 3.0 
Rectangular area width : 100.0 3.0 

Dose point coordinate 2: 50.0 1.0 

Air Gap: 1.0 0.0 

Source Area: 10000 sq cm 10.7639 sq ft. 1550. 

Material 

Air 

Nuclide 
Ac-227 
Bi-2 10 
Bi-2 12 
Fr-223 
Pa-234 
Pb-210 
Pb-212 
Po-210 
Po-212 
Po-2 15 
Po-218 
Ra-2 2 4 
Ra-228 
Rn-220 

MATERIAL DENSITIES (g/cmA3) 
Air Gap Immersion 

0.00122 0.00122 
Shield 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

INTEGRATION PARAMETERS 
Quadrature 

2 Direction 20 
X Direction 20 

curies 
2.6000e-003 
6.7000e-002 
2.4000e-003 
3.5000e-005 
6.0000e-007 
6.7000e-002 
2.4000e-003 
9.3000e-002 
1.6000e-003 
0.0000e+000 
0.0000e+000 
,2.4000e-003 
3.7000e-004 
0.0000e+000 

SOURCE 
k i  / cm,, 
2.6000e-001 
6.7000e+000 
2.4000e-001 
3.5000e-003 
6.0000e-005 
6.7000e+000 
2.4000e-001 
9.3000e+000 
1.6000e-001 
0.0000e+000 
0.0000e+000 
2.4000e-001 
3.7000e-002 
0.0000e+000 

NUCLIDES 
Nuclide 
Ac-228 
Bi-211 
Bi-2 14 
Pa-231 
Pa-234m 
Pb-211 
Pb-214 
Po-2 11 
PO-214 
PO-216 
Ra-223 
Ra-2 2 6 
Rn-219 
Rn-222 

Order 

curies 
3.7000e-004 
0.0000e+000 
0.0000e+000 
1.3000e-003 
3.7000e-004 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
2.6000e-003 
1.6000e-001 

3.8 
3.4 
7.7 
3.4 
3.4 
.4 

sq in. 

f c i / cm.. 
3.7000e0002 
0.0000e+000 
0.0000e+000 
1.3000e-001 
3.7000e-002 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
2.6000e-001 
1.6000e+001- 

0.0000e+000 0.0000e+000 
0.0000e+000 0.. 0000e+000 



Page . : 2 
DOS Pile: AREAO.MS4 
Run Date: January 28, 1997 
Run Time: 5:20 p.m. Tuesday 
Title : Glass Spill (Area Source) 00 Eq 

Nuclide curies Ici / cm,, Nuclide curies f c i / cm,, 
Th-227 2.6000e-003 2.6000e-001 Th-228 2.4000e-003 2.4000e-001 
Th-230 2.3000e-002 2.3000e+000 Th-231 3.1000e-005 3.1000e-003 
Th-232 3.7000e-004 3.7000e-002 Th-234 3.7000e-004 3.7000e-002 
T1-207 0.0000e+000 0.0000e+000 T1-208 2.4000e-003 2.4000e-001 
U-234 . 3.1000e-004 3.1000e-002 U-235 3.1000e-005 3.1000e-003 
U-238 3.7000e-004 3.7000e-002 

0.015 
0.02 
0.03 
0.04' 
0.05 
0.06 
0.08 
0.1 
0 .'15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

RESULTS FOR SENSITIVITY REFERENCE CASE (X = 101) ============ .--- .--- 
Activity Energy Fluence Rate Exposure Rate In A i r  

(photons/sec ) (MeV/sq cm/sec) ( l w h r )  
No Buildup With Buildup No Buildup With Buildup 

3.700e+004 9.823e-004 1.059e-003 8.425e-005 9.084e-005 
3.706e+005 1.563e-002 1.685e-002 5.413e-004 5.837e-004 
4.738e+006 3.268e-001 3.541e-001 3.238e-003 3.509e-003 
1.201e+006 1.127e-001 1.221e-001 4.985e-004 S.399e-004 
1.092e+008 1.291e+001 1.396e+001 3.439e-002 3.718e-002 
4.046e+006 5.762e-001 6.206e-001 1.144e-003 1.233e-003 
1.135e+008 2.163e+001 2.308e+001 3.422e-002 3.653e-002 
2.691e+007. 6.425e+000 6.798e+000 9.830e-003 
1.151e+007 4.138e+000 4.329e+000 6.814e-003 
2.546e+008 1.224e+002 1.267e+002 2.160e-001 2.23 
5.723e+007 4.140e+001 4.250e+001 7.854e-002 8.061e-002 
2.184e+006 2.111e+000 2.156e+000 4.114e-003 4.202e-003 
2.026e+007 2.453e+001 2.498e+001 4.815e-002 4.902e-002 
7.5026+007 1.092e+002 1.109e+002 2.131e-001 2.164e-001 
2.759e+007 5.365e+001 5.432e+001 1.020e-001 1.033e-001 
9.669e+006 2.354e+001 2.379e+001 4.338e-002 4.385e-002 
4.414e+006 1.616e+001 1.629e+001 2.718e-002 2.740e-002 
1.908e+005 9.329e-001 9.388e-001 1.443e-003 1.452e-003 
8.862e+007 6.511e+002 6.541e+002 8.834e-001 8.874e-001 

;:::s; 

I 



Page : 3  

Run Date: January 28, 1997 
Run Time: 5:20 p.m. Tuesday 
Title : Glass Spill (Area Source) 0% Eq 

-DOS File: AREAO.MS4 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (mR/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 101.0 1.091e+003 1.106e+003 1.708e+000 1.734e+000 
2 200.0 4.859e+002 4.998e+002 7.596e-001 7.844e-001 

Use the Display Menu For Energy Group Results For All Cases. 

a. . . 
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Microshield 4.21 - Serial /4.21-00915 
Fermco 

: 1  File Ref: 
DOS File: AREAlO.MS4 
Run Date: January 28, 1997 By: 
Run Time: 5:21.p.m. Tuesday Checked : 
Duration: 0:00:29 

Date: -1-1- 
0 Page 

Case Title: Glass Spill (Area Source) 10% Eq 

GEOMETRY 5 - Horizontal Rectangular Area 
centimeters feet and inches 

Dose point coordinate X: 101.0 3.0 3.8 
Dose point coordinate Y: 100.0 3.0 3.4 
Dose point coordinate 2: 50.0 1.0 7.7 
Rectangular area length: 100 . 0 3.0 3.4 
Rectangular area width : 100.0 3.0 3.4 

Air Gap: 1.0 0.0 .4 

Source Area: 10000 sq cm 10.7639 sq ft. 1550. sq in. 

MATERIAL DENSITIES (g/cmA3) 
Material Air Gap Immersion 

Shield 
0.00122 0.00122 

BUILDUP 
Method: Buildup Factor Tables 

The material reference is Immersion 

Nuclide 

Bi-2 10 
Bi-212 
Fr-223 
Pa-2 3 4 
Pb-2 10 
Pb-212 
Po-210 
Po-212 
PO-215 

Ac-227 

PO-218 
Ra-224 
Ra-228 
Rn-220 

INTEGRATION PARAMETERS 
Quadrature Order 

2 Direction 20 
X Direction 20 

curies. 
2.5999e-003 
6.7000e-002 
2.3985e-003 
3.5879e-005 
5.9380e-007 
6.6997e-002 
2.3986e-003 
9.2922e-002 
1.5367e-003 
2.6013e-003 
1.6411e-002 
2.3999e-003 
3.7000e-004 
2.3999e-003 

SOURCE NUCLIDES 
fCi/cmm Nuclide 
2.5999e-001 AC-228 
6.7000e+000 Bi-211 
2.3985e-001 Bi-214 
3.5879e-003 Pa-2 3 1 
5.9380e-005 Pa-234111 
6.6997e+000 Pb-211 
2.3986e-001 Pb-2 14 
9.2922e+000 Po-211 
1.5367e-001 PO-2 14 
2.6013e-001 PO-216 
1.6411e+000 . Ra-223 
2.3999e-001 Ra-2 2 6 
3.7000e-002 Rn-2 19 
2.3999e-001 Rn-222 

curies f ci / cm,, 
3.7000e-004 3.7000e-002 
2.6012e-003 2.6012e-001 
1.5182e-002 1.5182e+000 
1.3000e-003 1.3000e-001 
3.7000e-004 3.7000e-002 
2.6012e-003 2.6012e-001 
1.5705e-002 1.5705e+000 
7.1012e-006 7.1012e-004 
1.5179e-002 l.S179e+000 
2.3999e-003 2.3999e-001 
2.6013e-003 2.6013e-001 
1.6000e-001- i.6000e+001 
2.6013e-003 2.6013e-001 
1.6490e-002 1.6490e+000 0 00 k;r%'d 



Page : 2  
DOS File: AREAlO.MS4 
Run Date: January 28, 1997 
Run Time: 5:21 p.m. Tuesday 
Title : Glass Spill (Area Source).lO% Eq 

Nuclide curies f ci / c m ~ ~  Nuclide curies 1 ci / cmBB 
Th-227 2.5992e-003 2.5992e-001 Th-2 2 8 2.3988e-003 2.3988e-001 
Th-230 2.3000e-002 2.3000e+000 Th-2 3 1 3.1000e-005 3.1000e-003 
Th-232 3.7000e-004 3.7000e-002 Th-234 3.7000e-004 3.7000e-002 
T1-207 2.5941e-003 2.5941e-001 T1-208 8.6177e-004 8.6177e-002 
U-234 3.1000e-004 3.1000e-002 U-235 3.10'00e-005 3.1000e-003 
U-238 3.7000e-004 3.7000e-002 

RESULTS FOR SENSITIVITY REFERENCE CASE (X  = 101) ============ ----------- ----------- 
Energy Activity Energy Fluence Rate Exposure Rate In Air 
(MeV) (photons/sec ) (MeV/sq cm/sec) (mR/hr) 

No Buildup With Buildup No Buildup With Buildup 
0.015 3.700e+004 9.823e-004 1.059e-003 8.425e-005 9.084e-005 
0.02 3.708e+005 1.564e-002 1.686e-002 5.416e-004 5.840e-004 
0.03 4.738e+006 3.267e-001 3.541e-001 3.238e-003 3.509e-003 
0.04 1.200e+006 1.127e-001 1.220e-001 4.983e-004 . 5.396e-004 
0 . 0 5  1.156e+008 1.367e+001 1.478e+001 3.642e-002 3.937e-002 
0.06 4.046e+006 5.762e-001 6.206e-001 1.144e-003 1.233e-003 
0.08 2.450e+008 4.671e+001 4.986e+001 7.391e-002 7.890e-002 
0.1 2.69.1e+007 6.427e+000 6.799e+000 9.832e-003 1.040e- 02 
0.15 1.162e+007 4 . 179e+000 4.373e+OQO 6 . 882e-003 7. 200&1 
0.2 2.979e+008 1.432e+002 1.482e+002 2.527e-001 2.615 
0.3 1.830e+008 1.324e+002 1.359e+002 2 . 511e-001 2.577e-001 
0.4 2.474e+008 2.392e+002 2.443e+002 4.661e-001 4.760e-001 
0 . 5  1.883e+007 2.279e+001 2.321e+001 4.474e-002 4.555e-002 
0.6 2.980e+008 4.336e+002 4.404e+002 8.463e-001 8.597e-001 
0.8 7.651e+007 1.488e+002 1.506e+002 2.830e-001 2.865e-001 
1.0 1.852e+008 4.5'07e+002 4.555e+002 8.308e-001 8.397e-001 
1.5 1.114e+008 4.076e+002 4.109e+002 6.858e-001 6.913e-001 
2.0 1.505e+008 7.359e+002 7.405e+002 1.138e+000 l.l45e+00( 
3.0 3.182e+007 2.338e+002 2 . 349e+002 3.172e-001 3.186e-00 

TOTAL: 2.010e+009 3.020e+003 3.061e+003 5.248e+000 5.324e+00( 

, 



Page : 3  
DOS F i l e :  AREAlO.MS4 
Run D a t e :  January 28, 1997 
Run Time: 5:21 p.m. Tuesday 
T i t l e  : G l a s s  S p i l l  (Area Source)  10% Eq 

SENSITIVITY RESULTS For: X (cm) 
C a s e  S e n s i t i v i t y  Energy Fluence R a t e  Exposure Rate I n  A i r  

Number Var i ab le  ( M e V / s q  cm/sec) (-/hr) 
Value No Buildup W i t h  Buildup No Buildup With Buildup 

1 101.0 3.020e+003 3.061e+003 5.248e+000 5.324e+000 
2 200.0 1.343e+003 1.382e+003 2.333e+000 2.403e+000 

U s e  t he  Display Menu For Energy Group Resul t s  For A l l  Cases. 



0.' 6 0 4  
HicroShield 4.21 - Serial t4.21-00914 

Fermco 
: 1  File Ref: 

Run Date: January 28, 1997 By: 
Run Time: 5:32 p.m. Tuesday Checked : 
Duration: 0: 11: 18 

DOS File: BDC.MS4 Date: -1-1- 

Case Title: Bottom Drn Cont w Silo 1 glass 100% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air Gap: 

13 - Rectangular 
centimeters 

86.18125 
39.495 
72.515 
145 . 03 
78.99 
72.01 
5.715 
0.47625 
1.0 

Volume 
feet 
2.0 
1.0 
2.0 
4.0 
2.0 
2.0 
0.0 
0.0 
0.0 

and inches 
9.9 
3.5 
4.5 
9.1 
7.1 
4.4 
2.3 

. 2  

.4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Material Source Shield 1 Shield 2 Air Gap 

Shield Slab Slab 
Air 0.00122 
Iron 7.86 
HI-ALUMINA 2.499 

a 
Monolith 2.11 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is,Source 

Nuclide 

Bi-210 
Bi-2 12 

Ac-227 

Fr-223 
Pa-234 
Pb-210 - 
Pb-212 
Po-210 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

curies 
7.2000e-003 
1.9000e-001 
6.9000e-003 
9.9000e-005 
1.7000e-006 
1.9000e-001 
6.9000e-003 
2.6000e-001 

SOURCE NUCLIDES 
tci/cmA3 Nuclide 

8.7279e-003 Ac-228 
2.3032e-001 Bf-211 
8.3642e-003 Bi-214 
1.2001e-004 Pa-231 
2.0608e-006 Pa-234m 
2.3032e-001 Pb-2 11 
8.3642e-003 Pb-2 14 
3.1517e-001 Po-211 

curies 
1.0000e-003 
7.2000e-003 
4.5000e-001 
3.8000e-003 
1.1000e-003 
7.2000e-003 
4.5000e-001 
2.0000e-005 

fci/cmA3 
1.2122e-003 
8.7279e-003 
5.4549e-001 
4.6064e-003 
1.3334e-003 
8.7279e-003 
5.4549e-001 
2.4244e-005 

(pljULIL5 



Page : 2  
- DOS File: BDC.MS4 
Run Date: January 28, 1997 
Run Time: S:32 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 100% eq 

Nuclide 
Po-212 
Po-21s 
PO-218 
Ra-224 
Ra-228 
Rn-220 
Th-227 
Th-230 
Th-2 3 2 
T1-207 
U-234 
U-238 

curies 
4.4000e-003 
7.2000e-003 
4.5000e-001 
6.9000e-003 
1.0000e-003 
6.9000e-003 
7.2000e-003 
6.5000e-002 
1.0000e-003 
7.2000e-003 
8.7000e-004 
1.1000e-003 

ki/cmA3 
5.3337e-003 
8.7279e-003 
S.4549e-001 
8.3642e-003 
1.2122e-003 
8.3642e-003 
8.7279e-003 
7.8794e-002 
1.2122e-003 
8.7279e-003 
1.0546e-003 
1.3334e-003 

Nuclide curies 
PO-214 4.5000e-001 
PO-216 6.9000e-003 
Ra-2 2 3 7.2000e-003 
Ra-2 2 6 4.5000e-001 
Rn-2 19 7.2000e-003 
Rn-222 4.5000e-001 
Th-228 6.9000e-003 
Th-2 3 1 8.8000e-005 
Th-234 1.1000e-003 
T1-2 08 6.9000e-003 
U-2 3 5 8.8000e-005 

Xci / cm A 3 
S.4549e-001 
8.3642e-003 
8.7279e-003 
5.4549e-001 
8.7279e-003 
S.4549e-001 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

RESULTS FOR SENSITIVITY REFERENCE CASE ( X  = 86.1813) ==I======= 

No Buildup With Buildup No Buildup With Buildup 

--------- --------- 
Energy Activity Energy Fluence Rate Exposure Rate In Air 
(MeV) (photons/sec ) (MeV/sq cm/sec) (-/hr) 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

4 . 684e-141 
1.274e-065 
1.40Se-022 
1.116e-012 
2.8S4e-006 
7.13Se-006 
1.903e-001 
1.126e-002 
5.616e-002 
1.196e+001 
8.984e+001 
3.695e+002 
3.710e+001 
1.358e+003 
5.518e+002 
2.94Se+003 
4.503e+003 
1.162e+004 
1.469e+003 

3.941e-028- 
5.865e-027 
1.602e-022 
1 . 414e-012 
4.101e-006 
1.1626-005 
3.9S2e-001 
2.926e-002 
2 . 127e-001 
5.655e+001 
4.804e+002 
1 . 953e+003 
1 . 854e+002 
6.3SOe+003 
2.275e+003 
1.090e+004 
1.365e+004 
3.120e+004 
3.348e+003 

7.040e+004 

4 . 018e-142 
4.412e-067 
1.392e-024 
4.936e-015 
7.603e-009 
1.417e-008 
3.Olle-004 
1.723e-005 
9.248e-005 
2.llle-002 
1.704e-001 
7.199e-001 
7.282e-002 
2.6Sle+000 
1.049e+000 
5.429e+000 
7.576e+000 
1.797e+001 
1.993e+000 

3.380e-029 
2.032 
1.5.a: 5 
6.253 
1.093e-008 
2.308e-008 
6.254e-004 
4.476e-005 
3. S03e-004 
9.981e-002 
9.114e-001 
3.80Se+000 
3.639e-001 
1.239e+001 
4.326e+000 
2 . 009e+001 
2 . 297e+001 
4 . 824e+001 
4. S42e+000 

1.177e+002 



c. 6 0 7  
Page : 3  
DOS F i l e :  BDC.MS4 
Run Date: January 28, 1997 
Run Time: 5:32 p.a. Tuesday 
T i t l e  : Bottom Drn Cont w Silo 1 glass 100% eq 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (d/hr) 
Value No Buildup With Buildup No Buildup With Buildui 

1 86.18125 2.295e+004 7.040e+004 3.765e+001 1.177e+002 
2 .  185.1813 5.304e+003 1.426e+004 8.783e+000 2.407e+001 

Use the Display Menu For Energy Group Results For A l l  Cases. 



Microshield 4.21 - Serial #4.21-00915' 
Fermco 

: 1  File Ref: 
Date: DOS File: BDCO.MS4 

Run Date: January 28, 1997 By: 
Run Time: 5:43 p.m. Tuesday Checked : 
Duration: 0:11:17 

-1-1- 

Case Title: Bottom Drn Cont w Silo 1 glass 0% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate. 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air Gap: 

13 - Rectangular 
centimeters 

86.18125 
39.495 
72 -515 
145.03 
78.99 
72.01 
5.715 
0.47625 
1.0 

Volume 

2.0 
1.0 
2.0 
4.0 
2.0 
2.0 
0.0 
0.0 
0.0 

feet and inches 
9.9 
3.5 
4.5 
9.1 
7.1 
4.4 
2.3 
.2 
.4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL DENSITIES (g/CmA3) 
Materia 1 Source Shield 1 Shield 2 Air Gap 

Air 0.00122 
Iron 7.86 
HI-ALUMINA 2.499 
Mono 1 i th 2.11 

Shield Slab Slab 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

Nuclide curies 
Ac-227 7.2000e-003 
Bi-210 1.9000e-001 
Bi-212 6.9000e-003 
Fr-223 ' 9.9000e-005 
Pa-2 3 4 3 . 70.00e-006 
Pb-210 1.9000e-001 
Pb-212 ' 6.9000e-003 
Po-210 2.6000e-001 

SOURCE NUCLIDES 
fci/cmA3 Nuclide 
8.7279e-003 Ac-228 
2.3032e-001 Bi-2 11 
8.3642e-003 Bi-214 
1.2001e-004 Pa-23 1 
2.0608e-006 Pa-234m 
2.3032e-001 Pb-211 
8.3642e-003 Pb-214 
3.1517e-001 Po-2 11 

curies fci/cmA3 
1.0000e-003 1.2122e-003 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
3.8000e-003 4.6064e-003 
1.1000e-003 1.3334e-003 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 
0.0000e+000 0.0000e+000 

U4bQ528 



Page : 2  
DOS Pile: BDCO.MS4 
Run Date: January 28, 1997 
Run Time: 5:43 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 0% eq 

Nuclide 
Po-2 12 
Po-215 
PO-2 18 
Ra-224 
Ra-228 
Rn-220 
Th-2 2 7 
Th-2 3 0 
Th-232 
T1-207 
U-234 
U-2 3 8 

curies 
4.4000e-003 
0.0000e+000 
0.0000e+000 
6.9000e-003 . 1.0000e-003 
0.0000e+000 
7.2000e-003 
6.5000e-002 
1.0000e-003 
0.0000e+000 
8.7000e-004 
1.1000e-003 

tci /cmA 3 
5.3337e-003 
0.0000e+000 
0.0000e+000 
8.3642e-003 
1.2122e-003 
0.0000e+000 
8.7279e-003 
7 . 8794e-002 
1.2122e-003 
0.0000e+000 
1.0546e-003 
1.3334e-003 

Nuclide 
PO-214 . 
PO-2 16 
Ra-2 2 3 
Ra-2 2 6 
Rn-219 
Rn-222 
Th-2 2 8 
Th-23 1 
Th-2 3 4 
T1-208 
U-235 

curies 
0.0000e+000 
0.0000e+000 
7.2000e-003 
4.5000e-001 
0.0000e+000 
0.0000e+000 
6.9000e-003 
8.8000e-005 
1.1000e-003 
6.9000e-003 
8.8000e-005 

fci/cma3 
0.0000e+000 
0.0000e+000 
8.7279e-003 
5.4549e-001 
0.0000e+000 
0.0000e+000 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

RESULTS FOR SENSITIVITY REFERENCE CASE ( X  = 86.1813) ========== --------- -------- 

0.015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1-5 
2.0 
3.0 

TOTAL: 

Activity Energy Fluence Rate Exposure Rate In Air 
(photons/sec ) (MeV/sq cm/sec) (-/hr) 

No Buildup With Buildup No Buildup With Buildup 
4 . 684e-141 

. 1.274e-065 
1.405e-022 
1.116e-012 
1.789e-006 
7.135e-006 
1.487e-002 
1.126e-002 
5 . 562e-002 
4.370e+000 
3.967e+000 
3.469e-001 
6.038e+000 
3.553e+001 
2.622e+001 
1.488e+001 
1.762e+001 
1.424e+000 
1.469e+003 

3.941e-028- 
5.865e-027 
1.602e-022 
1.414e-012 
2.571e-006 
1.162e-005 
3.089e-002 
2.926e-002 
2.107e-001 
2.066e+001 
2.122e+001 
1.834e+000 
3.017e+001 
1.661e+002 
1.081e+002 
5.508e+001 
5.342e+001 
3.823e+000 
3.348e+003 

4 . 018e-142 
4.412e-067 
1.392e-024 
4.936e-015 
4.766e-009 
1.417e-008 
2.353e-005 
1.723e-005 
9.159e-005 
7.713e-003 
7.525e-003 
6.759e-004 
1 . 185e-002 
6.935e-002 
4.988e-002 
2.743e-002 
2.965e-002 
2.202e-003 
1.993e+000 

3 . 380e-029- 
2.032e- 
1. 587#5 
6.253 
6.848e-009 
2.308e-008 
4.888e-005 
4.476e-005 
3.469e-004 
3.647e-002 
4.025e-002 
3.573e-003 
5.923e-002 
3.242e-001 
2.056e-001 
1.015e-001 
8.987e-002 
5.912e-003 
4.542e+000 



e 
P. 6 0 Y  

Page . .: 3 
DOS File: BDCO.MS4 
Run Date: January 28, 1997 
Run Time: 5:43 p.m. Tuesday 
Title : Bottom Drn Cont v Silo 1.glass 0% eq 

SENSITIVITY RESULTS For: X ( c m )  
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (HeV/sq cmlsec) (-/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 86.18125 1.580e+003 3.808e+003 2.200e+000 5.409e+000 
2 185.1813 3.249e+002 7.029e+002 4.565e-001 1.011e+000 

, 

Use the Display Menu For Energy Group Results For All Cases. 

(BOOS20 



MicroShield 4.21 - Serial /4.21-00915 
Fermco 

: 1  File Ref: 
DOS File: BDClO.HS4 
Run Date: January 28, 1997 By: 
Run Time: 5 : 5 5  p.m. Tuesday Checked : 
Duration: 0: 11: 16 

Date: -I-/- 
- Page 

. Case Title: Bottom Drn Cont w Silo 1 glass 10% eq 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point.coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Shield 1: 
Shield 2: 
Air Gap: 

13 - Rectangular 
centimeters 

86.18125 
39 495 
72 . 515 
145.03 
78.99 , 

72.01 
5.715 
0.47625 
1 :o 

Volume 
feet and inches 
2.0 9.9 
1.0 3.5 
2.0 4.5 
4.0 9.1 
2.0 7.1 
2.0 4.4 
0 . 0  2.3 
0.0 .2 
0.0 .4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

MATERIAL, DENSITIES (g/cmA3) 
Materia 1 Source Shield 1 Shield 2 Air Gap 

Shield Slab Slab 
Air 0.00122 
Iron 7.86 
HI -ALUMINA 2.499 
Mono1 i th 2.11 

Nuclide 

Bi-210 
Bi-212 

Ac-227 

Pb-212 
Po-210 

. BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

INTEGRATION PARAMETERS 
, Order 

X Direction 
Y Direction 
2 Direction 

Quadrature 
20 
20 
20 

curies 
7.1998e-003 
1.9000e-001 
6 . 8956e-003 
9.9358e-005 
1.7465e-006 
1.8999e-001 
6.8960e-003 
2.5979e-001 

SOURCE 
ki/cmn3 

8.7277e-003 
2 . 3032e-001 
8.3589e-003 
1.2044e-004 
2.1171e-006 
2.3031e-001 
8.3594e-003 
3.1492e-001 

NUCLIDES 

Ac-228 
Bi-211 

Nuclide 

Bi-214 
Pa-2 3 1 
Pa-2 3 4m 
Pb-2 11 
Pb-2 14 
Po-211 

curies 
1.0000e-003 
7.2033e-003 
4.2699e-002 
3.8000e-003 
1.1000e-003 
7.2033e-003 
4.4171e-002 

fci/cmA3 
1.2122e-003 
8.7319e-003 
5.1761e-002 
4.6064e-003 
1.3334e-003 
8.7319e-003 
5.3545e-002 

1.9665e-0 QB 5 oopJ&y.a e- 0 0 5 



Page : 2  
DOS F i l e :  BDClO.HS4 
Run Date: January 28, 1997 
Run Time: 5 : 5 5  p.m. Tuesday 
T i t l e  : B o t t o m  Drn Cont  w S i l o  1 g lass  101 eq 

Nuclide cu r i e s  
Po-2 1 2  4 . 4 180e-003 
PO-2 15  7.2035e-003 
PO-2 18. 4.6155e-002 
Ra-224 6.8998e-003 
Ra-228 1.0000e-003 
Rn-220 6.8998e-003 
Th-2 2 7 7.1978e-003 
Th-2 3 0 6.5000e-002 
Th-2 3 2 1.0000e-003 
Tl-207 7.1836e-003 
U-234 8.7000e-004 
U-238 1.1000e-003 

k i / c m A 3  
5.3556e-003 
8.7322e-003 
5.5950e-002 
8.3640e-003 
1.2122e-003 
8.3640e-003 
8 . 7252e-003 
7.8794e-002 
1.2122e-003 
8.7080e-003 
1.0546e-003 
1.3334e-003 

Nuclide 
PO-2 1 4  
PO-216 
Ra-223 
Ra-226 
Rn-219 
Rn-222 
Th-2 2 8 
Th-2 3 1 
Th-234 
Tl-208 
U-2 3 5 

c u r i e s  
4.2690e-002 
6.8998e-003 
7.2035e-003 
4.5000e-001 
7.2035e-003 
4.6379e-002 
6.8965e-003 
8.8000e-005 
1.1000e-003 
2.4776e-003 
8.8000e-005 

tc i /cmA3 
5.1750e-002 
8.3640e-003 
8.7322e-003 
5.4549e-001 
8.7322e-003 
5.6221e-002 
8.3600e-003 
1.0667e-004 
1.3334e-003 
3.0034e-003 
1.0667e-004 

. .  

RESULTS FOR SENSITIVITY REFERENCE CASE ( X  = 86.1813) ========== --------- --------- 
Energy 
(MeV) 

0.015 
0.02 
0.03 
0.04 
0 . 0 5  
0.06 
0.08 
0.1 
0.15 
0 . 2  
0.3 
0.4 
0 . 5  
0 . 6  
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

Act iv i ty  
(photons/sec 

1.026e+005 
1.053e+006 
1.382e+007 
3.431e+006 
3.272e+008 
1.149e+007 
6.894e+008 
7.517e+007 
3.233e+007 
8.398e+008 
5 . 129e+008 
6.947e+008 
5.330e+007 
8.397e+008 
2.159e+008 
5.200e+008 
3.132e+008 
4.233e+008 
9 . 149e+007 

5.658e+009 

Energy Fluence R a t e  
1 (MeV/sq  
No Buildup 
4.684e-141 
1.274e-065 
1.405e-022 
1.115e-012 
1.893e-006 
7.135e-006 
3.206e-002 
1.126e-002 
5.618e-002 
5.110e+000 I. 272e+001 
3.98Se+001 
5 . 538e+000. 
1.384e+002 
7.164e+001 
2.923e+002 
4.432e+002 
1.104e+003 
5.275e+002 

2.640e+003 

cm/sec) 
With Buildup 

3.941e-028 
5.865e-027 
1.602e-022 
1 413e-012 
2.721e-006 
1.162e-005 
6.660e-002 
2.926e-002 
2.128e-001 
2.416e+001 
6.802e+001 
2.1066+002 
2 .,767e+001 
6.468*e+002 
2 . 954e+002 
1.082e+003 
1.344e+003 
2.964e+003 
1.202e+003 

, 

Exposure R a t e  I n  A i r  

No Buildup With Buildup 
4.018e-142 3.380e-029 
4 . 412e-067 
1.392e-024 1 . 5 8 . e  
4.933e-015 6.250e 
5.044e-009 7.248e-009 
1.417e-008 , 2.308e-008 
5 . 074e-005 1.054e-004 
1.723e-005 4.477e-005 
9 . 251e-005 3.504e-004 
9.018e-003 4.264e-002 
2.412e-002 1.290e-001 
7.764e-002 4.104e-001 
1.087e-002 5.432e-002 
2.701e-001 1.263e+000 
1.363e-001 5.618e-001 
5.388e-001 1.994e+000 
7.456e-001 2.260e+000 
1.707e+000 4.583e+000 
7.157e-001 1.631e+000 

( l w h r )  

2 . 032e- 



.-. 6 0 7  
Page : 3  
DOS File: BDClO.MS4 
Run Date: January 28, 1997 
Run Time: 5:55 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 10% eq 

SENSITIVITY RESULTS For: X (an) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (mR/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 86.18125 2.640e+003 7.864e+003 4.235e+000 1.293e+001 
2 185.1813 6.012e+002 1.581e+003 9.762e-001 2.629e+000 

Use the Display Menu For Energy Group Results For All Cases. 



6 0 7  
HicroShield 4.21 - Serial /4.21-00915 

Page : 1  
DOS File: BDCTOP.MS4 
Run Date: January 29, 1997 
Run Time: 7:55 a.m.-Wednesday 
Duration: 0 : 17 : 49 

Fermco 
File Ref: 

By: 
Checked : 

Date: / / 

Case Title: 'Bottom Drn Cont w Silo 1 glass 100% eq (TOP) 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width : 
Rectangular volume length: 
Rectangular volume height: 

Air Gap: 

13 - Rectangular Volume 
centimeters feet and inches 

79 . 99 2.0 7.5 
72 . 515 2.0 4.5 
36 . 005 1.0 2.2 

78 . 99 2.0 7.1 
145.03 4.0 9.1 

1.0 0.0 04 

72 . 01 2.0 4.4 

Source Volume: 824941. cmA3 29.1325 cu ft. 50341. cu in. 

Materia 1 

Air 
Mono1 ith a 

Nuclide 

Bi-210 
Bi-212 
Fr-2 2 3 
Pa-234 

AC-227 

Pb-210 
Pb-212 
Po-210 
Po-2 12 
Po-21s 
PO-218 
Ra-224 

MATERIAL DENSITIES (g/cmA3) 
Source Air Gap 
Shield 

0.00122 
2.11 

BUILDUP 
Method: Buildup Factor Tables * 

The material reference is Source 

INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

curies 
7.2000e-003 
1.9000e-001 
6.9000e-003 
9.9000e-005 
1.7000e-006 
1.9000e-001 
6.9000e-003 
2.6000e-001 
4.4Q00e-003 
7.2000e-003 
4.5000e-001 
6.9000e-003 

SOURCE NUCLIDES 
ki/cmA3 Nuclide 

8.7279e-003 Ac-228 
2 . 3032e-001 Bi-211 
8.3642e-003 Bi-214 
1.2001e-004 Pa-2 3 1 
2.0608e-006 Pa-234m 
2.3032e-001 Pb-211 
8.3642e-003 Pb-214 
3.1517e-001 Po-2 11 
5.3337e-003 PO-214 
8.7279e-003 PO-216 
5.4549e-001 Ra-223 
8.3642e-003 Ra-226 

curies 
1.0000e-003 
7.2000e-003 
4.5000e-001 
3.8000e-003 
1.1000e-003 
7.2000e-003 
4.5000e-001 
2.0000e-005 
4.5000e-001 
6.9000e-003 
7.2000e-003 
4.5000e-001 

fci/cmA3 
1.2122e-003 
8.7279e-003 
5.4549e-001 
4.6064e-003 
1.3334e-003 
8.7279e-003 
5.4549e-001 
2.4244e-005 
5.4549e-001 
8.3642e-003 
8.7279e-003 
5.4549e-001 



Page . : 2 
DOS F i l e :  BDCTOP.MS4 

Run Time: 7:55 a.m. Wednesday 
T i t l e  : Bottom Drn Cont w S i l o  1 glass 100% eq (TOP) 

’ Run Date: January 29, 1997 

Nuclide 
Ra-228 
Rn-220 
Th-227 
Th-2 3 0 
Th-2 3 2 
T1-207 
U-234 
U-238 

curies 
1.0000e-003 
6.9000e-003 
7.2000e-003 
6.5000e-002 
1.0000e-003 
7.2000e-003 
8.7000e-004 
1.1000e-003 

fc i /cmA3 
1.2122e-003 
8.3642e-003 
8.7279e-003 
7.8794e-002 
1.2122e-003 
8.7279e-003 
1.0546e-003 
1.3334e-003 

Nuclide 
Rn-2 19 
Rn-222 
Th-228 
Th-2 3 1 
Th-2.3 4 
T1-208 
U-235 

c u r i e s  
7.2000e-003 
4.5000e-001 
6.9000e-003 
8.8000e-005 
1.1000e-003 
6.9000e-003 
8.8000e-005 

tc i /cm?3 
8.7279e-003 
5.4549e-001 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8 . 3642e-003 
1.0667e-004 

RESULTS FOR SENSITIVITY REFERENCE CASE (X = 79.99) =========== ---- -------- 
Energy Act iv i ty  Energy Fluence Rate Exposure R a t e  I n  A i r  
(MeV) (photons/sec ) (XeV/sq cm/sec) (-/hr) ~ 

N o  Buildup 
0.015 
0.02 
0.03 
0.04 
0 .05  
0.06 
0.08 
0 .1  
0.15 
0.2 
0.3 
0.4 
0 . 5  
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

1.026e+005 
1.053e+006 
1.382e+007 
3.433e+006 
4.932e+008 
1.149e+007 
4 . 091e+009 
7.51Se+007 
3.232e+007 
1.966e+009 
3 . 623e+009 
6 . 44 le+009 
3.57 le+008 
8.243e+009 
1.663e+009 
5 . 240e+009 
3.182e+009 
4.456e+009 
2.5486+008 

4.015e+010 

4.855e-012 
4.605e-008 
2.223e-003 
2.316e-003 
1.681e+000 
1.011e-001 
1.158e+002 
1.730e+000 
3.063e+000 
4.277e+002 
2.050e+003 
6.374e+003 
5.218e+002 
1.627e+004 
5.183e+003 
2.311e+004 
2.608e+004 
5.584k+004 
5.674e+003 

1.417e+005 

W i t h  Buildup 
4.933e-012 
4.761e-008 
2.382e-003 
2.625e-003 
2.012e+000 
1.268e-001 
1.602e+002 
2.757e+000 
5. S82e+000 
8.S52e+002 
4.395e+003 
1.379e+004 
1.112e+003 
3.399e+004 
1.039e+004 

4.679e+004 
9.579e+004 
9.089e+003 

4.463&+004 

N o  Bui ldup 
4.164e-013 
1.59Se-009 
2.203e-005 
1.024e-005 
4.438e-003 
2.009e-004 
1.833e-001 
2.647e-003 
5.04Se-003 
7.5496-001 
3.889e+000 
1.242e+001 
1.024e+000 
3.176e+001 
9.859e+000 
4.259e+001 
4.388e+001 
8.636e+001 
7.698e+000 

With BuilduF 
4.231e-013 
1.649e-009 
2.361e-005 
1.161e-005 
5.360e-003 
2.519e-004 

4.467e+00 

. 



P 6 0 7  
Page : 3  
DOS File: BDCTOP.MS4 
Run Date: January 29, 1997 
Run Time: 7:55 a.m. Wednesday 
Title : Bottom Drn Cont w Silo 1 glass 100% eq (TOP) 

SENSITIVITY RESULTS For: X ( c m )  
Case Sensitivity Energy Fluence Rate Exposure Rate In A i r  

Number Variable (MeV/sq cm/sec) (mR/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 79.99 1.417e+005 2.610e+005 2.404e+002 4.467e+002 
2 178.99 1.658e+004 2.957e+004 2.819e+001 5.070e+001 

Use the Display Menu-For Energy Group Results For All Cases. 

‘ .” .: 



6 0 7  
MicroShield 4.21 - Serial #4.21-00915 

Fermco 
Page : 1  
DOS File: BDCTOPO.MS4 
Run Date: January 28, 1997 
Run Time: 6:17 p.m. Tuesday 
Duration: 0:11:09 

Case Title: Bottom Drn Cont v Silo 1 

GEOMETRY 

Dose point coordinate X: 
Dose point coordinate Y: 
Dose point coordinate 2: 

Rectangular volume width :, 

Rectangular volume length: 
Rectangular volume height: 

Air Gap: 

13 - Rectangular 
centimeters 

79 . 99 
72.515 
36 . 005 
72.01 
78.99 
145.03 
1.0 

File Ref: 

By: 
Checked : 

Date: -1-1- 

glass 0% eq (TOP) 

Volume 
feet and inches 
2.0 7.5 
2.0 4.5 
1.0 2.2 
2.0 4.4 
2.0 7.1 
4.0 9.1 
0.0 04 

Source Volume: 824941. cmn3 29.1325 cu ft. ,50341. cu in. 

MATERIAL DENSITIES (g/cmA3) 
Material Source Air Gap 

Air 0.00122 
Shield 

Monolith ' 2.11 

BUILDUP 
Method: Buildup Factor Tables . 
The material reference is Source 

' INTEGRATION PARAMETERS 
Quadrature Order 

X Direction 20 
Y Direction 20 
2 Direction 20 

Nuclide curies 
Ac-227 7.2000e-003 
Bi-210 1.9000e-001 
Bi-212 6.9000e-003 
Fr-223 9.9000e-005 
Pa-2 3 4 1.7000e-006 
Pb-210 1.9000e-001 
Pb-212 6.9000e-003 
Po-2 10 2.6000e-001 
PO-212 ,4.4000e-003 

0.0000e+000 
0.0000e+000 

Ra-224 6.9000e-003 

0 PO-215 
PO-2 18 

SOURCE NUCLIDES 
fci/cmA3 Nuclide 

8.7279e-003 Ac-228 
2.3032e-001 Bi-211 
8.3642e-003 Bi-214 
1.2001e-004 Pa-2 3 1 
2.0608e-006 Pa-234m 
2.3032e-001 Pb-2 11 
8.3642e-003 Pb-214 
3 . 1517e-001 Po-2 11 
5.3337e-003 PO-214 
0 . 0000e+000 PO-216 
0.0000e+000 Ra-223 
8.3642e-003 Ra-226 

curies 
1.0000e-003 
0.0000e+000 
0.0000e+000 
3.8000e-003 
1.1000e-003 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
7.2000e-003 

fci/cmA3 . 
1 . 2122e-003 
0.0000e+000 
0.0000e+000 
4.6064e-003 
1.3334e-003 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
0.0000e+000 
8.7279e-003 

4.5000e-001 .5.4549e-001 
000%%7 



Pag.e : 2  
DOS File: BDCTOPO.MS4 
Run Date: January 28, 1997 
Run Time: 6:17 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 0% eq (TOP) 

Nuclide curies 
Ra-228 1.0000e-003 
Rn-220 0.0000e+000 
Th-227 7.2000e-003 
Th-230 6.5000e-002 
Th-232 . 1.0000e-003 
T1-207 0.0000e+000 
U-2 3 4 8.7000e-004 
U-238 1.1000e-003 

fci/cmA3 
1.2122e-003 
0.0000e+000 
8.7279e-003 
7.8794e-002 
1.2122e-003 
0.0000e+000 
1.0546e-003 
1.3334e-003 

Nuclide curies 
Rn-219 0.0000e+000 
Rn-222 0.0000e+000 
Th-228 6.9000e-003 
Th-2 3 1 8.8000e-005s 
Th-234 1.1000e-003 
T1-208 6.9000e-003 
U-235 8.8000e-005 

tci/cmA3 
0.0000e+000 
0.0000e+000 
8.3642e-003 
1.0667e-004 
1.3334e-003 
8.3642e-003 
1.0667e-004 

RESULTS FOR SENSITIVITY REFERENCE CASE (X  = 79.99) ==--====== ---------- ---------- 
Energy Activity Energy Fluence Rate Exposure Rate In Air 
(MeV) (photons/sec ) (MeV/sq cm/sec) (-/hr) 

0.015 
0.02 

. 0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6  
0.8 
1.0 
1.5 
2.0 
3.0 

TOTAL: 

1.026e+005 
1.053e+006 
1.382e+007 
3.433e+006 
3.091e+008 
1.149e+007 
3.197e+008 
7.515e+007 
3.201e+007 
7.182e+008 
1 . 600e+008 
6.048e+006 
5.811e+007 
2 . 156e+008 
7.904e+007 
2.647e+007 
1.245e+OO7 
5.461e+005 
2.548e+008 

2.297e+009 

No Buildup 
4.855e-012 
4.605e-008 
2.223e-003 
2.316e-003 
1.054e+000 

. 1.011e-001 
9.051e+000 
1.730e+000 
3.034e+000 
1.563e+002 
9.054e+001 
5.985e+000 
8.492e+001 
4.256e+002 
2.464e+002 
l.l67e+002 
1.021e+002 
6.844e+000 
5.674e+003 

With Buildup 
4.933e-012 
4.761e-008 . 
2.382e-003 
2.625e-003 
1.261e+000 
1.268e-001 
1.252e+001 
2.757e+000 
5.529e+000 
3.125e+002 
1.941e+002 
1.294e+001 
1.811e+002 
8.891e+002 
4.937e+002 
2.255e+002 
1.831e+002 
1.174e+001 
9.089e+003 

No Buildup 
4.164e-013 
1.595e-009 
2.203e-005 
1.024e-005 
2.807e-003 
2.009e-004 
1.432e-002 
2.647e-003 
4.996e-003 
2.759e-001 
1.717e-001 
1 . 166e-0.02 
1.667e-001 
8.308e-001 
4.686e-001 
2.152e-001 
1.717e-001 
1.058e-002 
7.698e+000 

With Buildup 
4.231e-013 

. 1.649e-009 
2.361e-005 
1.161e-005 
3.360e-003 

1.981 
4.219 
9.104e-003 
5.51Se-001 
3.681e-001 
2.522e-002 
3.554e-001 
1.735e+000 
9.391e-001 
4 . 157e-001 
3.081e-001 
1.815e-002 
1.233e+001 



6 0 7  
Page : 3  
DOS File: BDCTOPO.HS4 
Run Date: January 28, 1997 
Run Time: 6:17 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 0% eq (TOP) 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure Rate In Air 

Number Variable (MeV/sq cm/sec) (fl/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 79.99 6.92Se+003 1.161e+004 1.00Se+001 1.708e+001 
2 178.99 7.965e+002 1.300e+003 1.159e+000 1.918e+000 

Use the Display Menu For Energy Group Results For All’Cases. 

_.  

, 
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6 0 7  

Microshield 4.21 - Serial #4.21-00915 
Fermco 

: 1  File Ref: 

Run Date: January 28, 1997 By: 
Run Time: 6:28 p.m. Tuesday Checked : 
Duration: 0:11:08 

Date: -I-/- 
Page 
DOS Pile: BDCTOPlO.MS4 

Case Title: Bottom Drn Cont w Silo 1 glass 10% eq (TOP) 

GEOMETRY 13 - Rectangular Volume 
centimeters feet and inches 

Dose point coordinate X: 79 99 2.0 7.5 
Dose point coordinate Y: 72 . 515 2.0 4.5 
Dose point coordinate 2: 36.005 1.0 2.2 

Rectangular volume width : 72.01 2.0 4.4 

Rectangular volume height: 145.03 4.0 9.1 
Air Gap: 1.0 0.0 .4 

Rectangular volume length: 78 99 2.0 7.1 

Material 

A i r  
Monolith 

Source Volume: 824941. cm"3 29.1325 cu ft. 50341. cu 

haclide 

Bi-210 
Bi-212 
Fr-223 
Pa-234 

Ac-227 

Pb-210 
Pb-212 
PO-210 
Po-212 
PO-215 
Po-218 
Ra-224 

MATERIAL DENSITIES (g/cmA3) 
Source Air Gap 
Shield 

0.00122 
2.11 

BUILDUP 
Method: Buildup Factor Tables 
The material reference is Source 

X Direction 
Y Direction 
2 Direction 

curies IC 
7.1998e-003 
1.9000e-001 
6.8956e-003 
9.9358e-005 
1.7465e-006 
1.8999e-001 
6.8960e-003 
2.5979e-001 
4.4180e-003 
7.2035e-003 
4.6155e-002 
6.8998e-003 

INTEGRATION PARAMETERS 
Quadrature Order 

20 
20 
20 

SOURCE NUCLIDES 
/cmA3 

8.7277e-003 
2.3032e-001 
8.3589e-003 
1.2044e-004 
2.1171e-006 
2.3031e-001 
8.3594e-003 
3.1492e-001 
5.3556e-003 
8.7322e-003 
5.5950e-002 
8.3640e-003 

Nuclide 

Bi-214 
Pa-2 3 1 
Pa-23410 

Ac-228 
Bi-211 

Pb-211 
Pb-214 
Po-211 
PO-2 14 
PO-2 16 
Ra-22 3 
Ra-226 

in. 

curies tc,/cmA3 
1.0000e-003 1.2122e-003 
7.2033e-003 8.7319e-003 
4.2699e-002 5.1761e-002 
3.8000e-003 4.6064e-003 
1.1000e-003 1.3334e-003 
7.2033e-003 8.7319e-003 
4.4171e-002 5.3545e-002 
1.9665e-005 2.3838e-005 
4.2690e-002 5.1750e-002 
6.8998e-003 8.3640e-003 
7.2035e-003 8.7322e-003 
4.5000e-001 5.4549e-001 

(BQdQS30 
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DOS Pile: BDCTOPlO.MS4 
Run Date: January 28, 1997 
Run Time: 6:28 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 102 eq (TOP) 

Nuc 1 ide 
Ra-228 
Rn-220 
Th-227 
Th-230 
Th-232 
T1-207 
U-234 
U-238 ' 

0 . 015 
0.02 
0.03 
0.04 
0.05 
0.06 
0.08 
0.1 
0.15 
0.2 
0.3 
0.4 
0.5 
0.6 
0.8 
1.0 
1.5 
2.0 
3.0 

curies 
1.0000e-003 
6.8998e-003 
7.1978e-003 
6,. 5000e-002 
1.0000e-003 
7.1836e-003 
8.7000e-004 
1.1000e-003 

tci/cmA3 
1.2122e-003 
8.3640e-003 
8.7252e-003 
7.8794e-002 
1.2122e-003 
8 . 7080e-003 
1.0546e-003 
1.3334e-003 

Nuclide curies 
Rn-219 7.2035e-003 
Rn-222 4.6379e-002 
Th-228 6.8965e-003 
Th-2 3 1 8.8000e-005 
Th-2 3 4 1.1000e-003 
T1-208 2.4776e-003 
U-235 8.8000e-005 

t ci / cm A 3 
8.7322e-003 
5.6221e-002 
8.3600e-003 
1.0667e-004 
1.3334e-003 
3 . 0034e-003 
1.0667e-004 

RESULTS FOR SENSITIVITY REFERENCE CASE (X  = 79.99) =======--= --- --- 
Activity Energy Fluence Rate Exposure Rate In Air 

. (photons/sec ) (MeV/sq cm/sec) (mR/hr) 
No Buildup With Buildup No Buildup With Buildup 

1.026e+005 4.855e-012 4.933e-012 4.164e-013 4.231e-013 
1.053e+006 4.604e-008 4.761e-008 1.595e-009 1.649e-009 
10382e+007 2.2228-003 2.382e-003 2.203e-005 2.361e-005 
3.431e+006 2.31Se-003 2.623e-003 1.024e-005 1.160e-005 
3.272e+008 l.l15e+000 1.335e+000 2.971e-003 3.556e-003 
1.149e+007 1.Olle-001 1.268e-001 2.009e-004 2 . 519e-004 
7.517e+007 1.731e+000 2.758e+00'0 2.648e-003 4.219 
6.894e+008 1.952e+001 2.699e+001 3.088e-002 

3.233e+007 3.065e+000 5.584e+000 5.047e-003 9.196e- 
8.398e+008 1.828e+002 3.654e+002 3.225e-001 6.449e-001 
5.129e+008 2.902$+002 6.221e+002 5.506e-001 1.180e+000 
6.947e+008 6.874e+002 1.487e+003 1.339e+000 2.897e+000 
5.330e+007 7.788e+001 1.661e+002 1.529e-001 3.259e-001 
8.397e+008 1.658e+003 3.462e+003 3.235e+000 6.758e+000 
2.159e+008 6.7318+00.2 1.349e+003 1.280e+000 2.566e+000 
5.2008+008 2.293e+003 4.430e+003 4.227e+000 8.165e+000 
3 . 132e+008 2.567e+003. 4 ..605e+003 4 . 319e+000 7 . 748e+000 
4.233e+008 5.305e+003 9.100e+003 8.204e+000 1.407e+001 
9.149e+007 2.037e+003 3.263e+003 2.764e+000 4.428e+000 

4*270* 

TOTAL: 5.658e+009 1.580e+004 2.889e+004 2.644e+001 4.884e+001 
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DOS File: BDC"OPlO.MS4 
Run Date: January 28, 1997 
Run Time: 6:28 p.m. Tuesday 
Title : Bottom Drn Cont w Silo 1 glass 101 eq (TOP) 

SENSITIVITY RESULTS For: X (cm) 
Case Sensitivity Energy Fluence Rate Exposure,Rate In Air 

Number Variable (MeV/sq cm/sec) (-/hr) 
Value No Buildup With Buildup No Buildup With Buildup 

1 79.99 1.580e+004 2.889e+004 2.644e+001 4.884e+001 
2 178.99 1.848e+003 3.273e+003 3.099e+000 5.547e+000 

Use the Display Menu For Energy Group Results For All Cases. 

.. . .  . I .  



Vitr@cation Pilot Plant Incident: SaJety Review Team 
Report NO. 40 100-RP-0002 

Attachment 5: Organization 

6 0 7 -  Pf . 



6 0 7  

I N T E R O F F I C E  
MEMORANDUM 

lo: Distribution 

Various 

kom: Yvonne Gale, $$ 
m: Fernald, MS524 

Silos Project A nistration 

-ion: 6484858 

Dam: October 11, 1996 

ao- N/A - M:WMTSP(SP):96-0058 

co.nt: DOE DE-AC24-920R21972 

ae)rct: Silos Project Organization 
charts 

c: File Record Storage Copy 106.4.35.9 
Nina Akgunduz, DOE-FN, MS45 
Bob Heck, MS52-5 
Jerry Lester, MS52-3 
Lynn Macenko, MS52-3 
Dennis Nix, MS52-3 

Attached are the Silos Project organization charts listing the functional responsibilities as 
well as team members. 

If you have any questions, please contact me at 6484858. 

YG: yg 

Attachment 

a FSF3034 (8/311861 



c 6 0 3  

I 
I 
I 
I 
I 
I 
I 
I 
I 

'I 
I 
I 

I 

I 

I 

I 
I 
I 
I 
I 

I 

I 
I 

L 







s 
f 



. .  



, 





h 
40 







6 0 7 . '  
f 
i! t 
9 



c 

I 

I 





Vitrijkatioon Pilot Plant Incident: Sgfew Review Team 
Report No. 40100-RP-0002 

Attachment 6: Team Member Qualifications 

Team I: Review of Safety Basis Documentation 

Raymond Crawford, Team Co-Leader 
Oualifications: Provided independent assessments of Engineering Operations, 
Nuclear Plant Operations, Fire Protection, Quality Assurance, Emergency 
Preparedness, Environmental Monitoring, and Radioactive Waste Disposal 
Programs for Senior Management. Twenty seven years experience in the 
Nuclear Industry including responsibilities for Engineering Management, 
Systems Safety, Regulatory AffBirs, Systems Testing, and Decommissioning of 
Nuclear Facilities. B.S.Ch.E. and M.S.Ch.E. Wayne State University; Ph.D. 
Engineering, University of California; Registered Professional Engineer since 
1982. 
R. Douglas Daniels, Team Member 
Oualifications: A Health Physicist with thirteen years of experience in the 
nuclear industry. Robert has been assigned in support of FDF OU4 activities for 
the past five years. He is currently acting as @e VITPP Safety Project Manager 
responsible for six functional areas within the FDF Vitrification Pilot Plant 
Project; Emergency Preparedness, Fire Protection, Occupational Safety and 
Health, Industrial Hygiene, Radiological Protection, and Nuclear Safety. He has 
a Bachelor of Science Degree in Applied Science and Technology, Radiation 
Protection. 

Team 2: Off-Normal Scenarios and Test Corrections 

Donald Nordquist, Team Member 
Oualifications: A senior level manager with twenty two years experience in the 
commercial nuclear utility industry. He has been a director of the quality 
assurance function for two nuclear utilities. In these positions, he was 
responsible for identifying and resolving quality issues and interface with the 
Nuclear Regulatory Commission. Don chaired a management level oversight 
team to identify and resolve engineering and testing issues associated with motor 
operated valves. 
At Femald, he assisted the Vitrification Pilot Plant personnel in their preparation 
for operational readiness. He is currently working in Conduct of Operations and 
perfoming Pre-Operational Assessments. He is a member of the Independent 
Safety Review Committee (ISRC) at Fernald. He has a Bachelor of Science 
Degree in Industrial Engineering. 
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Team 3: Response to Incident 

William Previly, Team Member 
Oualifcations: A consultant engineer with over 30 years management, 
operations, and engineering experience in the nuclear programs in the private 
sector and naval nuclear power. He has held several senior management 
positions for supervision and operation of nuclear reactors and facilities with 
concurrent management responsibilities for nuclear safety, maintenance, training, 
quality assurance, environmental, and assessment programs. He was a nuclear 
submarine commander and was a former Navy Deputy Director of Test and 
Evaluation, and Technology Requirements. In over two and one-half years at 
Fernald, he has worked as a consultant for conduct of operations and readiness 
programs supporting major projects and has served as Team Leader for 
Operational Readiness Assessments and as an ad hoc member of the Independent 
Safety Review Committee. Mr. Previty has a B.S. in Engineering, U.S. Naval 
Academy, and completed the Naval Reactors Senior Officer Nuclear Power 
Course. 
Lou Bogar, Team Co-Leader 
Oualifications: 
Louis C. Bogar has over 40 years experience in nuclear science and technology. 
He graduated from the Massachusetts Institute of Technology where he studied 
Nuclear Chemistry and Engineering. For 28 years he was at the Westinghouse 
Bettis Atomic Power Laboratory where he held several senior management 
positions among which were management of nuclear safety, radiological 
controls, and reactor materials performance for the Laboratory and oversight of 
chemistry and radiological controls at the Naval Reactors Facility prototype 
reactor plants and the Expended Core Facility. In addition, he was assigned by 
Naval Reactors as Radiological Controls Supervisor for the Duquesne Light Co. 
At the Shippingport Atomic Power Station during defueling of PWR Core 2 and 
fueling with the Light Water Breeder core. More recently, he was the senior 
manager for ES&H at the Feed Materials Production Center with the 
Westinghouse Materials Co. Of Ohio. During his six years at Fernald he also 
managed the development of a Westinghouse Radiological Controls Manual for 
use by all Westinghouse GOCOs which later became the model for the DOE 
Radiological Controls Manual. Mr. Bogar was a member of the Westinghouse 
Nuclear Safety and Environmental Oversight Committee which was responsible 
for senior management oversight of activities and programs at all Westinghouse 
GOCOs. He retired fiom Westinghouse in 1992. 
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Attachment 7: Documents Reviewed 

Abriam, Rosemary 0.; Baskett, Ronald L.; Crew, Daryl; Moore, Miki; 
Spruiell, Mark E.; and Vogt, Phillip J.; ARAC Site Workstation 
System User’s Guide; Lawrence Livermore National Laboratory; 
University of California, Livermore, CA (February 1995) 

Auditable Safety Record 95-0006 for Phase I Vitrification Pilot Plant 
Operations 

Building Emergency Procedure, EM-0020 

Chronology of Failure Considerations for the Air Bubbler Tubes 

Code of Federal Regulations, Energy 10 Parts 500 to End, 
Occupational Radiation Protection, 10 CFR 835, U.S. Government 
Printing Office, Washington (December, 1 993) 

Configuration Management, CM-0001, (Aprjl 1 996) 

Daily Operations Report, Unusual Occurrence OH-FN-FDF-FEMP-1996- 
0075, Vitrification Pilot Plant Melter Breach, December 26, 1996 

Design Change Notice DCN CONS\1636: 068 Rev. 0 (Approved 
10/11/95) 

Design Change Notice DCN CONS\1636: 068 Rev. 1. (Approved 
1 /11/96) 

Design Change Notice DCN CONS\1636: 068 Rev. 2 (Approved 
3/12/96) 

Design Change Notice DCN CONS\1636: 068 Rev. 3 (Approved 
4/9/9 6) 

DURATEK Letter (DURATEK to FDF), Response to PARSONS ES&H 
Questions Concerning OU-4 Pilot Plant Furnace Area, L-95388, 
(1 /23/94) 

DURATEK Letter (DURATEK to FDF), RFP: 109420: Joule-Heated 
Glass Furnace and Amendment 1, therto, L-94845, (6/2/9a) 

DURATEK Letter (DURATEK to FDF), RFP: 109420: Joule-Heated 
Glass Furnace-Questions, L-949 1 0, (6/22/94) 
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Engineering Design Change Process, 1 2-5002 (September 1 996) 

ENGINEERING, INC., .MicroShie/d@, Version 4.21 Rockville, MD 
(February, 1995) 

Environmental Impacts Due to  Melter Bottom Drain Event, Robert 
Frost 

Event Notification and Occurrence Reporting, EM-0010 

Fact Sheet, Unusual Occurrence ON-FN-FDF-FEMP-1996-0075, 
Vitrification Pilot Plant Melter Breach, December 26, 1 996 

FERMCO Configuration Management Plan, PL-3035 (September 1 994) 

FERMCO (FDF), Technical Basis for Internal Dosimetry at the Fernald 
Environmental Management Project, SD-IRST-BAS-3008, 
(December 1995) 

FERMCO, (FS), Fire Hazards Analysis'Update Building 9 4  Vitrification 
Pilot Plant (February 1996) 

FERMCO Letter (FDF to DOE), Responses to  the VITPP Melter/Gem 
Former Value Engineering Review, C:P:(FRVP):96-0012, (1 /26/96) 

FERMCO Letter (FDF to DURATEK), CRU4 Melter/Gem Machine 
Design Review Resolution, C:CRUP:(CRU4/pp):95-0O2Or (5/5/95) 

FERMCO Letter (FDF t o  DURATEK), Melter/Gem Maker Off-Normal 
Scenarios, C:CRUP:(CRU4/PP):95-0009, (2/9/95) 

FERMCO Memorandum, Closeout of Technical Review Board Issues 
from the November 29, 1995 Meeting, M:P:(FRVP):96-0035 
(1 /25/96) 

FERMCO Memorandum, CRU4 Vitrification Pilot Plant Design Review, 
M:CRUP:(CRU4/PP):95-0O6lI (5/16/95) 

FERMCO Memorandum, Design Changes to  VITPP PG-3 Components, 
M:P: (FRVP) :96-0207, (4/19/96) 

FERMCO Memorandum, Melter/Gem Maker Off-Normal Scenarios, 
M:CRU4(OR):94-038 (1 /9/94) 

FERMCO Memorandum, Site Power Outage-Recommendations for the 
Vitrification Pilot Plant, M:P:(FRVP):96-0190, (4/3/96) 



c, 6 0 7 '  

Vitii$cation Pilot Plant Incident: SajGty Review Team 
Report No. 40100-Rp-0002 

FERMCO Memorandum, Structures, Systems, and Components, 
Performance Grade Evaluation, M:P:(FRVP):96-0246, (5/2/96) 

FERMCO Memorandum, Structures, Systems, and Components, 
Performance Grade Evaluation, M:P:(FRVP):96-03 1 1, (6/6/96) 

FERMCO Memorandum, VITPP Safety Basis and Schedule, 
M:P: (FRVP):96-0244, (5/2/96) 

FERMCO, Operable Unit 4 Vitrification Pilot Plant Phase II Test Plan, 
18-SU-0004, Rev 0, (April 1985) 

FERMCO, (OS), Operating Facility Health & Safety Briefing 
(Operational Safety Guidance), Rev. 3, (December 1 996) 

FERMCO, (OU4), Request for Safety Assessment, Operable Unit 4, 
Phase I (February 1995) 

FERMCO, (SA), Final Hazard Analysis Report for Operable Unit 4, 25- 
HS-0004, (September 1995) 

FERMCO, (SA), Final Human Factors Evaluation for Design Review of 
CRU4 VITPP, SA 95-0045, (March 1996) 

FERMCO, (SA), Hazard and Operability Analysis Report for the 
Operable Unit 4 Vitrification Pilot Plant, 25-HS-0005, (September 
1995) 

FERMCO, (SA), Integrated Hazard Analysis: Preliminary Hazard 
Analysis Plan (July 1994) 

FERMCO, (SA), Preliminary Integrated Hazard Analysis (PHA) for the 
CRU4 Pilot Plant, (July 1994) 

FERMCO Technical Proposal Review, Joule-Heated Vitrification 
Furnace, Revision Date June 14, 1994 

Final Hazard Analysis Report for Operable Unit 4, October 12, 1995 

Fire Hazard Analysis, April 5, 1995 

Glass Furnaces, Rakow Library Corning Museum of Glass, Society of 
Glass Technology, Sheffield, 1987 

Page 3 



e ViPifiation Pilot Plant Incident: Safetv Review Team 
Report NO. 40100-RP-0002 

Homann, Steven G., Hotspot Health Physics Codes for the PC, 
Lawrence Livermore National Laboratory, University of California, 
Livermore, CA (March 1994) 

Integrated Hazard Analysis: Preliminary Hazard Analysis Plan, July 7, 
1994 

Melter Specifications 

Occurrence Report, Update Report, January 14, 1997 

OE Weekly Summary 97-01 

Operable Unit (OU4) Vitrification Pilot Plant Project Phase I Training 
and Qualification Program Description 25-TP-00 1 

OU4 VITPP Phase I Test Plan, 18-SU-0003, Rev. 2 (May, 1996) 

OU4 VlTPP Phase II Test Plan, 18-SU-0004, Rev. 0 (April, 1994) 

PARSONS Letter to  FDF, Bottom Drain Capacities, PARSONS ID# 
04:085: 144:0001-97,(January 1997) 

Performance Grading, ED-12-4015, Rev. 1 

Project Execution Plan for Operable Unit 4 Vitrification Pilot Plant 
(PEP), 25-WP-0017 (May 1996) 

Spill Incident Reporting and Clean-up, EP-0004 

Standing Orders for Vitrification Pilot Plant Operations, M-134 

U.S. DOE, Airborne Release Fractions/Rates and Respirable Fractions 
for Nonreactor Nuclear Facilities, DOE Handbook 301 0-94, Vol. I, 
Table 3-8, Washington, D.C. (December 1994) 

U.S. DOE, Operable Unit 4 Treatability Study Report for the 
Vitrification of Residues ,from Silos I, 2, and 3, Fernald 
Environmental Management Project, Fernald, OH (May 1 993) 

U.S. DOE, Preliminary Safety Analysis Report (PSAR) for Operable 
Unit 4, FEMP-2337, Rev. 0, (April 1994) 

U.S. DOE, Remedial Investigation Report for Operable Unit 4, Final, 
Volume I of 3, Fernald Environmental Management Project, 
Fernald, OH (November 1993) 
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USQD and Safety Evaluation System, NS-0002 (February 1994) 

Vitrification Pilot Plant Data Acquisition and Control System Alarms, 
1 1 -A-001 

Vitrification Pilot Plant Emergency Operating Procedure Loss of 
Electrical Power, 1 1 -E-001 

Vitrification Pilot Plant Emergency Operating Procedure Plant 
Emergency Shutdown, 1 1 -E-002 

Vitrification Pilot Plant Melter Bottom Draining, 1 1 -C-28 1 

Vitrification Pilot Plant Melter Control Panel Alarms and Gem Machine 
Control Panel Alarms, 1 1 -A-002 

Vitrification Pilot Plant Melter Operation, 1 1 -C-269 

Vitrification Pilot Plant Operational Safety Guidance Document 

WVDP, Safety Analysis for Vitrification System Operations and High 
Level Waste Interim Storage, WVNS-SAR-003, Rev. 2, West 
Valley Nuclear Service GROVE Co., Inc., West Valley, NY (June 
1995) 
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A/cm2 
ASTM 
C 
CERCLA 
DOE 

EPA 
FDF 
Fe 
FEMP 
FY 
HLW 
in. 
I RT 
kg 
kg/d 
Kg/hr 
LAW 

DOE-FEMP 

Ibs./hr 
Ibs. 
Ibs./d 
m 
MAWS 
MT/d 
OEPA 
PH 
PNNL 
PNNL HTM 
PPm 
RCRA 
RMI 
SRS 
TCLP 
TVS 
UITPP 
VSL 

ACRONYMS 

amperes per square centimeter 
American Society of Testing and Materials 
Celsius 
Comprehensive Environmental Response, Compensation and Liability Act 
U.S. Department of Energy 
U.S. Department of Energy - Fernald Environmental Management Project 
U.S. Environmental Protection Agency 
Fluor Daniel Fernald 
iron 
Fernald Environmental Management Project 
fiscal year 
high-level waste 
inch 
Independent Review Team 
kilogram 
kilogram per day 
kilogram per hour 
low activity waste 
pounds per hour 
pounds 
pounds per day 
meter 
Minimum Additive Waste Stabilization (facility) 
metric ton per day 
Ohio Environmental Protection Agency 
potential of hydrogen 
Pacific Northwest National Laboratory 
Pacific Northwest National Laboratory High-Temperature Melter 
part per million 
Resource Conservation and Recovery Act 
Reactive Metals, Inc. 
Savannah River Site 
Toxicity Characteristic Leaching Procedure 
Transportable Vitrification System 
Vitrification Pilot Plant 
Vitreous State Laboratory 
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1 .O INTRODUCTION 

This report recommends the path forward for the Vitrification Pilot Plant (VITPP) project at 

the Fernald Environmental Management Project (FEMP) located northwest of Cincinnati, 

Ohio. This report is one of three reports prepared by three teams that investigated a non- 

radioactive leak in the vitrification melter at the U.S. Department of Energy-owned (DOE) 

facility. 

The Data Analysis and Path Forward Team for the inves?igation of the VITPP incident was 

chartered to evaluate data and determine deficiencies for detailed design and operation, 

determine the need for low-temperature melts and alternatives to VITPP restart, determine 

melter "post-incident" data needs, and determine "path forward" for the VITPP Phase I Test 

Program. The team's output is: a 
0 A data matrix of outstanding data requirements and operations experience 

that would have been gained from the balance of Campaign 4 to support full- 
scale detailed design 

0 Recommendations for acquiring outstanding Phase I data and operating 
experience 

0 .  Options for the path forward for the VITPP Phase I Test Program 

0 Cost/benefit analysis for path forward options. 

1.1 Background 

The VITPP is located on the west perimeter of the FEMP and is the administrative 

responsibility of the Silos Project. The VITPP is a two-phase treatability study designed to 

provide remedial design information for four waste storage silos, collectively known as 

Operable Unit 4. The silos are being remediated under the Comprehensive Environmental 

1-1 
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Response Compensation and Liability Act (CERCLA) and related agreements between the 

DOE and the United States Environmental Protection Agency (EPA) and the Ohio EPA 

(OEPA). Fluor Daniel Fernald (FDF) manages FEMP remediation for the DOE. The area 

includes four waste storage silos, their ancillary structures and the surrounding soils, and 

the VITPP. Silos 1 and 2, also known as the K-65 silos, contain radium-bearing, low-level 

radioactive waste. Silo 3 contains dry, radioactive, metal oxide waste. Silo 4 was never 

used and is empty except for rainwater seepage. The VITPP contains the vitrification 

furnace and systems for product-forming and handling, off-gas treatment, furnace feed 

preparation and transfer, wastewater treatment, process support auxiliaries, and a control 

room. 

The melter and facilities were designed for a production rate of one metric ton per day for 

vitrification of K-65 (Silos 1 and 2) and Silo 3 residues. The VITPP is the third and final tier 

of an exhaustive treatability program, culminating in the design of facilities and equipment 

for the final remediation of Operable Unit 4. The pilot plant program is being conducted in 

two phases. Phase I, which is currently in progress, will process surrogate materials to 

demonstrate the vitrification technology. Phase II, which is planned to  follow Phase I 
testing, would utilize actual silo residues for confirmation of the surrogate testing. 

The VITPP primary component is a unique joule-heated melter (see Figure 1-1) designed for 

high-temperature service with waste residues that contain significa-nt concentrations of lead 

and sulfates. The melter is unique due to its three-chamber design. The center, or main 

chamber, contains the corrosive waste slurries, while the melter electrodes are housed in 

electrode chambers on each side of the main bath. The electrode chambers contain benign 

glass and are designed to isolate the 10 molybdenum electrodes from the corrosive/oxidizing 

main glass pool. 
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On December 26, 1996, at approximately 2222 hours, a breach in the bottom of the melter 

resulted in the non-radioactive molten glass draining to the bottom drain container. At this 

point in the test program, Phase I was nearing completion with nine batches of slurry feed 

remaining and was scheduled for completion in January 1997. To date, the VITPP had 

produced over 30 tons of high-quality glass. The knowledge and experience gained through 

the operation and safe shutdown of the pilot plant has provided invaluable insight and 

lessons learned required for the design, construction, and operations of the full-scale facility. 

In response to this event, FDF and DOE-FEMP have formed the following three teams: 

0 Data Analysis and Path Forward Team 
0 lnciden t Analysis Team 
0 Safety Review Team. 

Each team has a specific charter and deliverables. This report deals only with the findings 

of the Data Analysis and Path Forward Team. 

1.2 Objectives 

The primary objectives of the Data Analysis and .Path Forward Team were to evaluate all of 

the existing data to date (especially from Phase I of the VITPP) and to determine what 

additional data are needed for preparation of a high-quality melter performance specification 

and for detailed design of the rest of the facility. While focus was placed on addressing the 

data that would have been provided by completing the Phase I testing, further evaluation 

was given to the data needs for Phase I1 te,sting. Once data needs were identified, the team 

developed options to acquire the data: Both on-site [VITPP) and off-site sources were 

evaluated, and a recommendation for data acquisition was made. 

* 
The third objective of the team was to recommend the near-term path forward of the VITPP. 
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The following deliverables were identified and are addressed in this report: 

0 A data matrix of outstanding data requirements and operations experience . that would have been gained from the balance of Campaign 4 to support full- 
scale detailed design (Table 2-1 ). 

0 Options and recommendations for acquiring outstanding Phase I data, 
additional data and operating experience, as well as additional data required 
for full-scale design (Table 4-11. 

A recommendation for the path forward for the VITPP Phase I Test Program 
(Section 5.0). 

0 A comparison of cost, schedule, and risk analysis for path forward options 
(Section 4.0). 

1.3 , Assumptions a 
The Data Analysis and Path Forward Team developed the following assumptions in the 

determination and evaluation of data needs and the options to provide the needed data: 

Evaluation of data needs addresses Silos 1 and 2 materials only, due to the fact the 

Melter(s1 design, fabrication, and installation will be procured under a performance 

remaining Phase I testing addressed only those residues. 

0 

specification. 

0 FDF will design/build/operate the full-scale vitrification facility. 

0 Toxicity characteristics leaching procedure (TCLP) will be met with low-temperature 
operations; an acceptable glass formula can be produced. (The low-temperature 
formula planned for VITPP testing was developed a t  FDF as a low-viscosity 
alternative to the formula developed by The Catholic University Vitreous State 
Laboratory [VSLI). TCLP results from crucible tests at  FDF, for the lower viscosity 
glass, are well within allowable limits.) 

0 Laboratory testing is always required prior to any scale of melter testing. 
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Radioactive testing or testing of actual silo residues will be performed. That is, . 
further glass chemistry development with radioactive residues will be performed to 
support the preparation of design documents. Therefore, some Phase I data 
requirements are deleted, primarily in the area of off-gas composition. 

A waste retrieval demonstration will be performed. Slurry testing will be included in 
the waste retrieval demonstration, which will supplement the Phase I slurry 
hydraulics data. 

Minimal scale-up results in decreased risk. 

Evaluation of melter options was confined to joule-heated melters only, due to time 
constraints. 

Team 

The Data Analysis and Path Forward Team is comprised of a diverse group. of professionals 

from the Fernald site, as well as external experts from the vitrification industry. Team 

members, with biographies, are identified in Appendix C. 
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2.0 METHODOLOGY 

This section documents the steps taken to develop data needs and the path forward. for 

meeting those needs. 

The first activity was to review the previously identified data needs required to support 

remedial design as provided by planned Phases I and II operations. An original data matrix 

for each system was issued on February 7, 1996, in a letter entitled, VlTPP Physical Sample 

Points for Phases I and II Operations. This data matrix (provided in Appendix A) was very 

detailed, including specific data needs, as well as the instrument to be used, frequency of 

recording, expected values, etc. However, the lack of definition of systems available for 

testing led the team to conclude that providing the same level of detail in a subsequent 

matrix would have l i t t le value. Specific information and data requirements will be identified 

when the procurement documentation is developed for contracting this work. For 

clarification, a simplified data matrix was developed to provide an understanding of the type 

of information that is needed, rather than the specific data (Table 2-1 1. 

The data needs identified in Table 2-1 (Column 4) are grouped into four categories: 

e Phase I 
e Phase II 
e Part of waste retrieval demonstration 

New (identified as a result of the melter incident). 

Options for acquisition of needed data were then evaluated and categorized by the minimum 

scale,of facility needed to develop sufficient data that would provide confidence for use in 

the design of the final remediation facility for Silos 1 and 2. In many cases, if the data were 

obtained in a larger-scale facility, the confidence level regarding potential "scale-up" would 

be higher. The options were categorized into four categories (Column 3 of Table 2-11: 

2- 1 
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A. Laboratory scale - crucible 

B. 

C. . 
D. 

Mini-melter - - 10 kilogram (kg) - 100 kglday 

Pilot-scale melter - '1 metric ton per day (MTD) 

Full-scale melter - ' 6  MTD 

Next, specific facilities (located both on and off site) that could provide the required data 

were identified for each category (Table 2-1). Then, cost, schedule, and risk analyses were 

compared for each facility. During evaluation of the facility options, emphasis was placed 

on schedule impact and the technical risk of each specific option providing the needed data. 

The scope of data gaps was also considered. 
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3.0 IDENTIFYING OUTSTANDING AND ADDITIONAL DATA REQUIREMENTS 

A system-by-system review of the original data matrix (Appendix A) was performed and the 

data were screened. In light of lessons learned from pilot plant operations to date, the 

screening process re-evaluated the need and the importance of the data. Data no longer 

relevant or required for design of the final remediation facility were deleted from the matrix. 

In addition, the level of detail listed in the original matrix (see Appendix A) was no longer 

appropriate, since the information requested was originally developed based on the actual 

configuration of the pilot plant. The type of information indicated in the original data needs 

matrix (Appendix A) is still required but the specific sample points do not apply. Table 2-1, 

the new simplified matrix, reflects the screening effort and lists the generic data required for 

development of the upgraded pilot plant and/or final remediation facility. A detailed scope of 

work will be developed for each of the four options (identified in Section 2.0) requesting 

specific data needs prior to initiating any testing. 

During VITPP operations, many process enhancements were made, eliminating some of the 

operating constraints for the feed and off-gas systems. However, these modifications, 

combined with process lessons learned, resulted in the pilot plant no longer being 

prototypical of the proposed upgrade or final remediation facility. Consequently, data needs 

identified for the feed and off-gas systems were not fulfilled. Slurry handling and thickener 

performance data originally anticipated to come from pilot plant testing were moved from 

the Phase I Campaign 4 test to the waste retrieval demonstration. As a result of the melter 

incident, materials of construction testing were identified as a new data need critical to the 

design of a final melter. 

In summary, the most important data needs required forthe future design of the final 

remediation facility are compositional data from the optimized low-temperature glass 

formulations (Series A and B), rather than physical data. Physical data consisting of rheology 
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and hydraulic data of the slurry will be developed in the laboratory and simulated conditions 

will be confirmed in the waste retrieval demonstration. It is important to demonstrate that 

the behavior of the actual silo material closely resembles the surrogate material, therefore 

enabling various tests to be performed -- tests with differing variables to optimize the slurry- 

handling aspects of the facility and design parameters (throughput, redox state, etc.) for the 

full-scale melter. The compositional data that are required will support the design of the off- 

gas treatment system. Compositional data is defined as information regarding the 

composition of the off-gas and other streams that may be contaminated. This information 

will be used to develop the material balance and process flow diagrams for the final 

remediation facility. 

Operation of the pilot plant during the testing phase has developed operating personnel with 

unique melter operating experience. Phase I operational testing of the VITPP has been the 

proving ground for the equipment, process, and methodology of the vitrification process. 

Although the VITPP was not necessarily prototypical of the final remediation facility 

envisioned for treatment of silo material, significant operational experience was gained 

during the testing of the feed preparation and slurry handling; vitrification of surrogate 

Silos 1, 2, and 3 materials, proving the ability to vitrify materials with sulfates, phosphates, 

high lead and barium; and off-gas control and treatment. 

Throughout the planning and implementation of Silos Project activities (especially design, 

construction, and operation of the VITPP), lessons have been learned from a variety of 

internal and external sources. One of the primary sources of the lessons learned has been 

the evaluation of the VITPP operations. Other internal sources of lessons learned include 

design reviews, start-up, system operability, construction acceptance testing, formal and 

informal input from personnel involved in the project, and from the investigation of the 

melter incident. Applying this operations experience to the future vitrification program is 

critical because this material and process are unique. 
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4.0 EVALUATION OF OPTIONS FOR OBTAINING DATA 

This section provides a detailed analysis of the specific options for meeting the data needs, 

based on the minimum scale of testing required. Table 4-1 identifies the four facility scales, 

.as well as specific options for performing the tests necessary to meet the data needs. 

When developing the options available for meeting the data needs, the team's primary 

consideration was given to scale and the potential dynamics of the equipment used (i.e., 

crucible melts may not adequately demonstrate the actual dynamics of a melter, if required). 

These options are discussed in terms of the minimum scale for which the data would be 

representative. 

The detailed alternatives have been evaluated for their ability to meet the technical 

requirements. In each case, the information was gathered informally and, therefore, is only 

considered preliminary at  this time. Prior to initiating testing, additional formal discussions 

with potential vendors will be needed to confirm the assumptions and conclusions made in 

this section. 

In general, where glass composition is the concern, it appears to be appropriate to perform 

crucible melts. On the other hand, composition and rate information to support the off-gas 

design is considered to be much more representative when samples are taken from a melter 

where a feed can be sustained and steady state operations achieved. 

A major consideration with regard to the data required and the need for the data reflects the 

level of risk that is acceptable in the design of the final remediation facility. Much of the risk 

is considered to be in the scale-up; however, it is equally important that the equipment and 

process work efficiently. The potential success of scale-up is difficult to evaluate; and 

therefore, it is assumed that minimal scale-up results in decreased risk. Completion of the 

VITPP Campaign 4 (on or off site) may reduce some of this risk since the scale-up from the 

pilot scale to the final remediation facility is considered reasonable.' The process verification 

. .  
:.: ! 
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would be addressed concurrently with completion of the Campaign 4 requirements in a 

prototypical pilot-scale facility. 

As shown in Table 4-1, there are: 

Five options for laboratory scale 
Five options to meet mini-melter requirements 
Nine options to meet pilot-scale melter requirements 
Two options to meet full-scale melter requirements. 

The rest of this section provides an evaluation of each option. 
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TABLE -4-1 
DATA ACQUISITION OPTIONS 

Facility Requirements 

A. Laboratory scale - crucible (may include 
other laboratory-related activities in 
addition to vitrification testing) 

B. Mini-melter '10 kg - 100 kg/day 

C. Pilot-scale melter 1 .MT/day 

D. Full-scale melter ' 6  MT/day 

Options 

1. Catholic University VSL 
2. Clemson University 
3. FEMP - laboratory 
4. PNNL 
5. SRS 

1. Clemson University 200'pounds 
(Ibs)/day 

2. Catholic University 10-1 00 kg/day 
3. West Valley pilot melter 
4. PNNL 
5. Commercial facilities 

1. 

2. 

3. 
4. 
5. 
6 .  
7. 
0. 
9. 

VITPP at  current capacity - single 
chamber 
VITPP at current capacity - three 
chambers 
Catholic University ' 1 MT/d 
TVS ' 3  MT/d 
PNNL - HTM -2 m2 
Commercial facilities - Vectra, others 
SRS - Stir Melter 
MAWS Facility 
M-Area (for gem production data only) 

1. 

2. VITPP with 'upgraded capacity 

Module #1 ('6 MT/d) of planned 
remedial facility 

Catholic University (VSL) = The Catholic University Vitreous State Laboratory 

MAWS = 

PNNL = 

PNNLHTM = PNNL High-Temperature Melter 

SRS = Savannah River Site 

TVS = Transportable Vitrification System 

Minimum Additive Waste Stabilization (facility) . 

Pacific Northwest National Laboratory 
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4.1 Option A - Laboratory Scale 

The laboratory-scale scope of work includes testing corrosion rates of construction 

material; comparing surrogate material to actual waste; and studying low-temperature 

glass formula development, redox, and rheology of the K-65 residues. Table 4-2 

summarizes the evaluation of sources,. and details of the evaluation are provided, 

followed by the scope of work explanation. 

The evaluation of options for the laboratory-scale work focused on the capabilities of 

potential vendors, since cost and schedule were essentially the same. The cost 

estimate, approximately $280,000, is considered rough order of magnitude or 

budgetary only. The components of the estimated cost are shown in Appendix B. The 

estimated schedule is five to six months for all vendors. The schedule could be 

shortened if the corrosion/erosion testing is separated from the laboratory testing 

package and is issued to a separate vendor. Both crucible melts and the 

corrosionlerosion tests, performed in accordance with American Society.of Testing and 

Materials (ASTM) procedures, would utilize laboratory furnaces and each vendor has a 

limited number. 

Evaluation of Laboratory-Scale Sources 4.1.1 

All of l..e vendors evaluated appeared capable of per,mning the work. However, there 

are some differences in the manner in which the work would be accomplished between 

the vendors. These differences are described in the following paragraphs. 
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Table 4-2 

2. Catholic University $300K 6 months 

6 months 

4. PNNL $300K 6 months 

5. SRS $300K 6 months 

Option A-1, FDF Laboratory. The FDF laboratory has most of the equipment for the 

laboratory-scale studies. Redox determination and some of the rheology samples 

would be sent to other laboratory(s), such as Corning and/or Florida International 

University, to perform the balance of the testing. Glass making is relatively new to 

FDF; and therefore, the staff may not be as experienced and qualified as staff a t  

other laboratories. However, FDF could perform the corrosion/erosion tests in 

accordance with standard ASTM procedures. 

Option A-2, The Catholic University Vitreous State Laboratory (VSL). The Catholic 

University VSL has the capability to perform most of the required tests. Some of the 

rheology samples would be sent to a separate laboratory(s). The risk of satisfactorily 

accomplishing this work is low .since The Catholic University has significant 

experience in performing this type of work. 

Option A-3, Clemson University; Clemson University has the capability to perform 

most of the required tests. Some of the rheology samples would be sent to a 

separate laboratory(s). The risk of satisfactorily accomplishing this work is low since 

Clemson University has significant experience in performing this type of work. 
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Option A4, PNNL. PNP 

Some of the radioactive rheology samples will need to be sent to  a separate 

laboratory(s). The risk of satisfactorily accomplishing this work is low since PNNL 

has significant experience in performing this type of work. 

has the capability to perform most of the required tests. 

Option A-5, SRS. SRS has the capability to perform most of the required tests. 

Some of the rheology samples will need to be sent to a separate laboratory(s). The 

risk of satisfactorily accomplishing this work is low since SRS has significant 

experience in performing this type of work. 

4.1.2 Option A - Laboratory-Scale Scope of Work 

The laboratory-scale scope of work includes the five following tests. 

Corrosion Rates of Construction Material. Sufficient corrosion and erosion data of the 

refractory and electrode material is not available, especially at  temperatures in the range 

of 1,100 - 1,4OO0C. However, as evident by wear shown in the FEMP's pilot plant 

melter and the refractory and electrode materials' ability to reduce lead compounds in 

the waste to lead metal, the use of molybdenum and molybdenum disilicide in a melter's 

bath is not recommended for processing K-65 residues. 

ASTM testing procedures, tests will be performed to compare the relative corrosion 

(erosion) rates of possible material of construction. The knowledge of the absolute 

corrosion (erosion) rates is less important than the relative rates because these materials 

can be compared to those materials used in the VITPP. Corrosion data for the electrode 

material should be obtained in a test within a joule-heated melter where the electrode 

materials can be exposed to both electrical current and the hot glass. Corrosion rate is 

a function of the current density (amperes per square centimeter [A/cm21). For example, 

higher corrosion rates are expected with higher current density. Alternative testing 

In accordance with standard 
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methods could be developed in accordance with ASTM procedures that may provide 

appropriate information at  a similar level of confidence. 

Table 4-3 gives an overview of materials that should be considered for testing. The 

existing materials used in the VITPP should be included in the test and used as a basis 

for comparison of corrosion (erosion). Common stainless steel also should be tested, 

because some ancillary equipment made of stainless steel (e.g., gem-making machine, 

canister, etc.) may contact the molten glass at lower temperatures. 

Comparing Surrogate to Actual Waste. The K-65 residues have been analyzed for 

elemental composition and variability. However, little is known about the chemical 

composition or bonding of the elements as determined by the elemental analysis. 

Therefore, the K-65 residues should be analyzed to gain a better understanding of the 

chemical composition of the waste. Some questions to answer include: 

0 Does the sulfur in the waste bond mostly to barium as barium sulfate 
or bonded to other metals? 

e Is the lead mostly as lead oxide, or as some other compound? 

The K-65 surrogate recipes should be modified, if necessary, to provide a better 

representation of the chemical composition of the K-65 waste. Crucible melts should 

be performed to determine if the surrogate recipes accurately simulate the K-65 

residues. This can be accomplished by making the same glass, via crucible melts, 

from actual K-65 residues and from the surrogates. The behavior of the actual K-65 

material and the surrogates can be compared for the following characteristics, at a 

minimum: 

e 

e 

Elemental composition in the slurry and glass 
Glass viscosity, as a function of temperature 
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e Glass conductivity, as a function of temperature 

Sulfate destruction, as a function of temperature 
e Glass liquidus temperature 
e 

If the surrogates do not behave like the actual wastes, adjustments must be made, as 

necessary, and the crucible melts performed again. This can be included in the low- 

temperature glass formula development study. 

Low-Temperature Glass Formula Development. Most of the emphasis has been on 

producing glass a t  1,250"C; only a few crucible melts have been performed to develop 

low-temperature glasses (1,150"C). Consequently, the glass chemistry has not been 

optimized for the best combination (compromise) of waste loading versus processing 

parameters (e.g., conductivity, viscosity, and liquidus temperature) and sensitivity to 

change in the waste composition for the lower temperature. A low-temperature glass, 

known as S32L-01, has been developed and can be used as a starting point since the 

TCLP leachability measured c0.5 parts per million (ppm) lead for this glass. It is 

estimated that approximately 20 crucible melts, with accompanying analytical work, are 

necessary to determine effectively the best glass chemistry formula. Appendix B 

provides this estimate. 

Redox Study. A reductant, urea, is used to aid in processing and destroying the 

sulfates in the K-65 wastes. However, it is not known what amount of reduction 

causes the precipitation of lead sulfide and/or lead metal in the molten glass. Therefore, 

a series of crucible melts should be performed to produce redox curves for Silos 1 and 2 

glasses; this will allow determination of the redox potential (measured as a ratio of 

Fe+Z/Fe+3 in the glass) that lead sulfide and metallic lead precipitate from Silos 1 and 2 

glasses. The curve then will be validated in mini-melter runs (described later in this 

section). 
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Rheology of the K-65 Residues. The surrogates used thus far were based on the 

analyzed elemental composition of the silo residues and are pertinent only to vitrification 

or making glass in the melter. They were not developed specifically to  accurately 

simulate the rheology of the silo residues. More information needs to be known about 

the rheology of the silo residues to select and size waste retrieval and feed preparation 

equipment for a vitrification or solidification process. Therefore, the following 

parameters should be empirically determined in the laboratory for K-65 slurries using 

actual K-65 residues: 

0 Flow properties, viscosity as a function of concentration, temperature 
shear, pH, and water content 

0 Particle size distribution 

0 Settling curves 

0 Impact on slurry rheology with varying concentrations bf bentonite 

0 Dewatering characteristics 

0 Suspended solids on total dissolved solids 

0 Density of slurries. 

After the determination of the above parameters, a nonradioactive and nonhazardous 

surrogate shall be formulated that can be used for the testing of pilot and full-scale 

equipment. 
. .  

4.2 Option B - Mini-Melter . .  

This section provides a rationale for mini-melter tests, explains the scope of work, and 

evaluates the potential sources to perform the mini-melter tests described in the scope of 

work. 
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4.2.1 Overview of Option B - Mini-Melter 

uld be perform At a minimum, testing of radioactive material sh d initially at  a mini- 

melter scale that is typical of the configuration and materials of construction to be used 

in the full-scale design. 

The use of molybdenum or molybdenum disilicide in the melt bath is not recommended, 

as evidenced by the corrosion shown in the VITPP melter. For example, the Envitco 

melter a t  Clemson University uses molybdenum electrodes that are in direct contact 

with the melt bath. One could replace electrodes with lnconel metal electrodes. 

However, as a result of end-firing, the lnconel electrode could overheat at the tips, 

causing them to deform or melt. This restricts the operating temperature. Clemson 

also offers a Stir Melter mini-melter for use. Unfortunately, its recommended operating 

temperature is 1 ,O5O0C, which is too low to effectively destroy sulfates; additionally, 

its unique design does not provide scale-up data that would be applicable for more 

conventional melter designs. 

Some mini-melters available for use are simply too large to use for the limited amount of 

materials available to use for the mini-melter tests. The K-65 materials would be 

consumed before the mini-melter operation stabilized. 

The Catholic University has a 10-kg single, low-temperature melter and a 10-kg, high- 

temperature, three-chamber melter which are of the right size and configuration for use 

in the mini-melter studies. 

It is recommended that the mini-melter testing be performed after materials of 

construction testing. An option to the known facilities (sources) listed is to subcontract 
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the construction and operation of a new mini-melter. The new design could be 

constructed of the most promising materials of construction, as determined by testing 

and incorporation of lessons learned to date. This type of testing would impact the 

schedule, but would provide prototypical data at  a mini-melter scale to be utilized in the 

final design. 
I 

4.2.2 Evaluation of Mini-Melter Sources 

Five facilities were evaluated as potential sources to perform mini-melter testing. The 

evaluation follows and is summarized in Table 4-4. 

Table 4-4 
Evaluation of Mini-Melter Sources 

I I I I 

1. Clemson 

Note: Costs here include estimated costs of testing (see Appendix B), as well as any 
associated construction costs (based on professional judgment). 

Shading indicates most viable option. 

Option B-1, Clemson University. Clemson University has two mini-melters; one is 

supplied by Envitco and the other is supplied by Stir Melter. Each will be discussed 

separately: 
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The Envitco melter has a bath capacity of 60 pounds ( Ibs.) and is designed to 

operate at a nominal 20 pounds per hour (Ibs/hr) or 480 pounds per day (Ibs/d). The 

electrodes are molybdenum. Based on this information, the melter is not applicable 

for FEMP use because: (1 the electrodes are molybdenum which should not be used . 

in direct contact with high-lead glass compositions; (2) the capacity of the melter is 

too large to get extended run times with the amount of K-65 residues available; and 

(3) the residence time in the melter is too short (three hours) to allow for the 

destruction of sulfates. 

The small Stir Melter at Clemson has a bath capacity of 5 kg (10 Ibs) of glass and is 

designed to operate at  a nominal 2 kg/hr, or 50 kg/d (5 Ibs/hr or 120 Ibs/d). 

Because of its unique deSign, the Stir Melter has the potential problem of the 

undissolved/ unreacted sulfates being discharged with the glass. The impeller in the 

melter creates a vortex, and therefore may draw the sulfates down into the glass 

melt. Sulfate deposits in the glass will increase greatly the possibilities of the glass 

failing TCLP tests. 

Therefore, the generally accepted maximum operating temperature is approximately 

1,050°C to limit fatigue failure of the impeller due to torque on the lnconel shaft. 

An operating temperature of 1,050"C is considered too low to effectively destroy 

and handle sulfates. Thus, the melter is not applicable for FEMP use because: (1) 

the sulfates can be drawn into the glass without being destroyed;. (2) the operating 

temperature is too low; and (3) the melter is of unique design and has operating 

conditions that are not applicable for scale-up of a melter of conventional design. 

The risk of this option is high because of the noncompatibility cited above. Clemson 

has the technical expertise to perform the work, but currently does not have the 

equipment. Clemson could construct a mini-melter facility or move a mini-melter 

from the DOE Savannah River Site (SRS). An SRS mini-melter (20 kg/d) that would 

The melter and its impeller are of lnconel metal construction. 
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be compatible with the waste and its process requirements is available to be moved 

to Clemson. 

Option 5 2 ,  The Catholic University VSL. The Catholic University has three mini- 

melters. They are: 

A 10 - 20 kg/d high-temperature, three-chamber melter with molybdenum 
electrodes in side chambers (similar construction to the VITPP melter) 

A 10 kg/d mini-melter with lnconel plate elecjrodes 

A 100 kg/d melter with lnconel plate electrodes. 

The two 10 kg/d melters are of the appropriate size to accommodate the limited amount 

of K-65 materials available. The 100 kg/d melter is too large. There is some concern 

that the current location of the three-chamber melter is acceptable for the higher 

radioactive levels of the K-65 wastes. The melter would have to be moved to  a new 

location in the laboratory at  The Catholic University that is set up for radioactive 

contamination control. It is estimated that it would cost approximately $500,000 to 

relocate this melter and require an estimated 7-month addition to the schedule. All the 

melters are of an lnconel plate-type electrode design or simulate this phenomena and 

are conducive to uniform heating in the bath. This helps provide data that are 

applicable to scale-up for the type of melter designs envisioned for the full-scale facility. 

The 10-kg lnconel melter best fits the FEMP needs of the three melters considered and 

possibly of the mini-melter options proposed, due to  the uniform heating as a result of 
the plate-type design, resulting in higher allowable operation temperatures (1 1 50°C). 

' 

However, The Catholic University has not agreed to allow the use of the lO-kg/d single- 

chamber for running the K-65 tests. Therefore, immediate availability of this melter to 

the FEMP is uncertain, The risk with this option would be low, once permission is 
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granted for use of the 10-kg/d single-chamber melter. The Catholic University is 

experienced in this type of work. 

Option B-3, West Valley Pilot Melter. West Valley's Scaled Vitrification System (SVS-Ill 

is not likely to be cost or schedule effective. The mini-melter at West Valley is currently 

a non-radioactive testing system. Isolation and radon controls would be required to test 

K-65 materials. 

The West Valley test melter is about 12 inches (in.) wide by 24 in. long (0.2 square 

meters [m'l) surface area. This melter was used for testing redox control, melting rates, 

etc., for their production plant and its start-up. The melter currently is not operating 

but could be used for non-radioactive testing fairly quickly. This system could be 

upgraded conceptually to. Phase II operation, but it would require licensing and the 

construction of administrative and physical barriers. This melter size is too large for 

FEMP's mini-melter run needs and too small for the FEMP's pilot-scale run needs. 

The risk of this option is high because West Valley's melters are not immediately 

available for radioactive runs and because the pilot melter is too large for the mini- 

melter run. , 

Option B-4, PNNL. PNNL proposes installing a research-scale melter (6-in. diameter 

melter with a nominal processing rate of 1 kglhr) in a radioactive facility. This melter 

would be of the appropriate size and design; however, it is not immediately available. 

Cost and schedule uncertainties include the off-gas system, facility modifications, and 

permits required at the PNNL location. The assembly and installation of the mini-melter 

is estimated at $200,000. Actual melter operation is estimated to take one month. 

However, it is estimated to take approximately one year to complete, starting in June 

1997 
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The risk of this option is high because: (1) the facility does not exist; and (2) the 

facility needs to be designed, built, and tested before mini-melter runs can be 

performed. 

Option B-5, Commercial Facilities. No commercial vendors (other than those mentioned 

already) that have mini-melters that can be operated with radioactive wastes are known 

by the committee. 

4.2.3 Option B - Mini-Melter Scope of Work 

The primary purpose of mini-melter testing is to determine radioactive glass properties 

and off-gas composition utilizing actual silo residues. The mini-melter shall be operated 

with surrogates before running the actual K-65 residues. An initial information need is 

to gain a better understanding of the redox impact on the glass chemistry of the 

surrogates. The impact of different stoichiometric amounts of urea compared to the 

sulfur and nitrate content in the radioactive waste should be tested in the mini-melter. 

The urea concentration shall be increased until the lead in the glass precipitates as lead 

sulfide or lead metal. The redox of the glass will be determined at  these concentrations 

of urea, and a lead and sulfate mass balance will be performed through sampling and 

analysis of the glass in the melter. A "snapshot" of all processing parameters for this 

condition shall be measured, or samples of appropriate streams taken for analysis. 

These streams include the feed, off-gas, and glass. 

It is estimated that three mini-melter runs will be needed. To conserve the limited 

amount of K-65 residue, the mini-melter shall be started with surrogates that .have been 

validated by analyzing the actual K-65 wastes. After the mini-melter has reached 

steady state with the surrogate and after the operators are confident operating 

melter, the first mini-melter run (with actual K-65 residues) shall be performed, 

the mini- 

using 
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the optimal recipe as determined by the crucible melts. The remaining two runs shall be 

run with the actual residues that have been spiked with a high concentration of the 

components of concern (e.g., lead, barium, and sulfate). The Operable Unit 4 Feasibility 

Study report gives the expected high ranges for these components. 

The off-gas shall be analyzed for the following (at a minimum) during the melter runs: 

e Radon concentration 

e NO, concentration 

e SO, concentration 

0 Solids carryover -- This can be determined by: (1) analyzing the off-gas 
equipment liquid streams for residuals; (2) cleaning the major piping 
(especially the exhaust pipe between the melter and quenched for solids 
buildup; and ( 3 )  examining the off-gas filters after each run. 

Also, the melter (especially the melter bottom) should be investigated for lead or lead 

sulfide. 

The radioactive aspects of the process shall be determined during steady-state 

operation. For example, the dose rate'of slurry and glass shall be determined in the 

laboratory and the contact dose equipment faces measured. Radon in-growth as a 

function of time for the glass product is important in determination of the complexity of 

the product-handling design. This information is valuable for calculating expected full- 

scale facility dose rates. 

The general estimated cost for the mini-melter runs assumes three radioactive runs with 

some preliminary run-time with surrogates. The details of the estimated cost are 

provided in Appendix B and should be considered rough order of magnitude or 

budgetary only. 
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The estimated. schedule varies by facility option and is estimated to take approximately 

four months to prepare the equipment and facility for the runs, and to actually perform 

the work. The final draft report would be issued two months thereafter to  FDF, for a 

total schedule of six months. 

4.3 Option C - Pilot-Scale Melter 

. This section provides the rationale of the pilot-scale melter tests, discusses and evaluates 

nine sources with potential to perform the tests identified in the scope of work. 

4.3.1 Overview 

Testing for the plant's 

the system to be used 

0 scale-up should be conducted in a test system that is typical of 

in the plant design. The design reflected by the melters 

discussed in the following text is fairly diverse. Clemson's Envitco design and Vectra 

design employ designs that will perform differently from the PNNL and The Catholic 

University (VSL) designs. The Envitco design uses end-firing between the electrodes. 

This causes a high-temperature zone between the tips and can be used to  achieve 

higher specific throughput with a smaller melter. This can also cause reboil foaming or 

the release of oxygen from multivalent cations, such as iron. This could frustrate pilot 

testing until suitable reductants are found that can pre-reduce the waste. Although the 

Vectra design is conceptually quite similar to the PNNL system, the Vectra design 

approach requires higher power input; thus, a similar reboil problem is also likely for the 

Vectra design but potentially not'as severe as with the Envitco design. The PNNL 

approach also could be challenged by reboil but to a lesser extent than the Envitco and 

Vectra designs. The design least likely to result in reboil is the plate electrode design of 

VSL; however, reboil would still be possible with the VSL design. 
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Some vendors propose the replacement of molybdenum electrodes so the melter can be 

used with the lead K-65 slurries/glasses. However, these melters are prone to form hot 

spots at the electrodes, as indicated by the reboil potential discussion. This implies that 

the lnconel replacement could get hotter than the desired bath melt temperature of 

1,150"C and would result in melting the electrodes. Therefore, such an option is not 

recommended. This leaves the VSL 1 metric ton per day (MT/d), or the PNNL 2 MT/d as 

technically feasible options. 

4.3.2 Evaluation of Pilot-Scale Sources 

Nine sources were evaluated for their capability to perform the pilot-scale tests with 

surrogate materials as described in the scope of work. The evaluation results are 

provided in Table 4-5. 
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Table 4-5 
Evaluation of Pilot-Scale Sources 

I 

Risk I Remarks Location cost Schedule 

7 + Months 1. VITPP Single 
Chamber 

$5.OM Unsuitable materials of 
construction 

2. VlTPP Three 
Chambers 

S5.OM 7 + Months Unsuitable materials of 
construction 

$Qgg M&.@$$ 
.:.:.:.. . . ..... ... ..... . . . . . . . . . . . . . . . . . . . . 

4. TVS - Oak Ridge $N/A N/A Months H I Cannot handle lead 
SQm 
: . . . . . . *.. . ....... . . . 

$gp3;q w,&#)$ 
x.x.:.:.y.., A,.... . n .. 

4-6 Months 6. Vectra, Others $1 .OM 

7 .  SRS $1 .OM 6 Months 

8. MAWS Facility $ N/A N/A Months 

9. M-Area $ N/A N/A Months 
~ 

Shading indicates most viable option(s1. 

Option C-1, VITPP at Current Capacity, using a Single-Chamber Melter. One option is to 

use the existing VITPP melter with some modifications. Because of the undesirable 

molybdenum electrode' material, the electrodes should be exchanged with lnconel 690 

rod electrodes or plates to avoid reduction of lead compositions to metallic lead or lead 

sulfide. The E-bricks should be removed before start-up. Additionally, due to extreme 

refractory corrosion of material in the melter plenum and subpavers, the VITPP melter 

will need to be rebricked before going back in service. Furthermore, a complete 

replacement of ceramic (insulation) material, thermocouples, feed pipe, heater, 

electrodes, etc., will also be needed. 
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cost: The cost' for replacing this material is approximately $51 2,000. 
However, operations and readiness preparation could add as much as 
$4,500,000. 

Schedule: Seven months or more 

Risk: High. Replacing ceramic material in a used melter has never been done 
before. 

Option C-2, VlTPP at Current Capacity, using Three Chambers. Another option is to re- 

brick the VlTPP melter and place the melter back in service as designed. As in 

Option C-1 , this will include a complete exchange of electrode material, all refractory, 

and other ceramic (insulation) material. Ancillary equipment (i.e., thermocouples, feed 

pipe, heater, electrodes, etc.) will also need to be replaced. 

cost: The total repair cost for this melter work was estimated at $512,000. 
Again, operations and readiness preparation could add as much as 
$4,500,000. 

Schedule: Seven months or more 

Risk: High, because of the unsuitable three-chamber design (with 
molybdenum electrodes) for vitrifying Silo 1 and Silo 2 waste. 

Option C-3, The Catholic University '1 MTld Capacity. The Catholic University 1 MT/d 

"HAZMAT" melter is located at the VSL facilities in Washington, D.C. The melter is of 

rectangular construction and has four (two pair) lnconel 690 plate electrodes with a 

maximum operating temperature of 1,150"C. The electrodes are mounted on two 

opposing walls. The bottom two opposing electrodes fire together, as do the top two 

opposing electrodes. This arrangement allows more uniform current distribution and 

resultant heat distribution in the molten glass bath, than all the other melter options 

except the Fernald VlTPP melter. This electrode configuration also limits reboil in the 

melter bath. The melter's bath surface is 1.14 square meters (m'). The glass 

discharge is taken from the bottom of the melter and then flows over a weir. Discharge 
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can be. air-lift assisted/controlled. The melter has multiple air bubblers to increase 

agitation. 

cost: $675,000 

Schedule: The VSL melter is currently in warm standby and can be put into 
operation within approximately 30 days. The estimated duration of 
the melter operation is 14 days. The VSL has commitments for other 
customers, so specific timing and availability are not known. With 
adequate lead time, The Catholic University should be able to 
accommodate FDF's schedule f 30 days. 

Risk: Low. The melter is of the right size, configuration, and materials of 
construction to perform the K-65 low-temperature surrogate 
production runs. Information gained from this melter would be 
applicable for scale-up to a full-scale facility. The Catholic University is 
experienced in this type of work. They have used this melter for 
performing High-Level Waste (HLW), Hanford Low-Activity Waste 
(LAW), asbestos, medical non-radioactive, and hazardous materials 
studies. 

Option C-4, TVS with '3 MT/d Capacity. The Transportable Vitrification System (TVS) 

in Oak Ridge, Tennessee, is a large-scale, fully integrated vitrification system designed 

for treatment of low-level mixed wastes in the form of sludges, soils incinerator ash, 

and other waste streams. The unit is designed to be transportable and easily 

decontaminated. The melter is divided into three chambers. The largest is the main, 

central processing chamber which has an octagonal shape. This chamber contains the 

primary electrodes (molybdenum). Glass is drawn through a refractory lined "throat" 

into the glass drain chamber. Glass drain is controlled by moving a submerged spindle 

in the drain valve at  the bottom of the glass drain chamber. The melter was designed 

for - 3 MT/d glass throughput. 

cost: Not.available 

. 
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Schedule: Because of a glass leak, the melter drained through a joint 
between the ceramic refractory blocks in November 1996. 
Melter will be rebuilt. New start-up date unknown. 

Risk: High. This melter is designed for consumable molybdenum 
electrodes. Because of the construction principle, the 
molybdenum electrodes cannot be revised to lnconel electrodes. 

Option C-5, PNNL - HTM 2 m2. This melter has a capacity of - 2 ton/day; 1,150"C + 
glass melting, off-gas system, and sampling are available. The melter is currently 

configured with four 7-in. diameter, top-entering lnconel 690 electrodes, immersed 14 

inches into the melt, and suitable for 1,150"C testing. Higher temperatures 

(1,250-1,5OO0C) could be achieved by using consumable, top-fed molybdenum or 

graphite top entering electrodes. Side conductive E-blocks also may be available for 

high-temperature operation, if desired. The PNNL off-gas system and sampling is 

available to the FEMP. The HTM melter (also known as the pilot-scale high-temperature 

melter) is in warm standby and can be operational within '30 days. The HTM was 

constructed for support of the Hanford HLW testing for higher waste loading and 

reduced disposal volume. Since Hanford's privatization initiative was awarded in fiscal 

year (FY)96, the mission for this melter has been significantly reduced. 

cost: 

Schedule: 

Risk: 

$655,000, including one week of mini-melter pre-testing, or $755,000 
with melter draining and' examination of corrosion plus restart. 

- 60 days 

Low to moderate. The melter was designed primarily for high- 
temperature operation. However, the testing completed to date has 
only been with Incorlel 690 electrodes. Over 300 testing hours using 
simulated HLW slurries have been completed in this arrangement. , 

Although the electrode is totally immersed in the glass, control cooling 
in the sleeve at  and above the glass levels removes heat that can 
maintain a cooler electrode. Additionally, due to the electrode 
configuration and low temperature operations, a sulfate layer is 
probable that could result in an electrical short. 

F 
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Option C-6, Commercial Facilities: Vectra. This transportable melter is in cold shut 

down at Richland, Washington. The Vectra melter is currently housed in a three-trailer 

arrangement using two support trailers and the contiguous vitrification/off-gas trailer. A 

computer-control trailer is also part of the system. For a 1,350 - 1,500°C glass-melting 

temperature, it uses consumable, fed molybdenum or graphite top-entering electrodes. 

lnconel 690 rods could be used instead of the molybdenum or graphite to simplify 

testing a t  1,150"C without electrode feeding and sheathing for oxidation resistance. 

The melter has only a bottom drain for melt discharge. 

The system was designed for processing combustible dry active waste, ion exchange 

resins, and steam generator sludge, so the unit has a thermal oxidizer. Shielding was 

part of the design, so wastes up to one to five rem presumably could be vitrified. Its 

primary non radioactive testing was completed while melting Hanford LAW ('1 0 tons). 

cost: 

Schedule: 

Risk: 

$550,000 to $1,000,000 includes mobilization and setup at an 
unspecified location on the east coast (Fernald, Portsmouth, in 
Columbia, SC.) 

- 90 to 100 days until testing begins 

High. Apparently this melter was designed for consumable 
electrodes, such as molybdenum, etc. Because of the sloped 
arrangement of the electrodes, the resistivity between the 
electrodes is different. Thus, the power release (glass 
temperature) in the molten glass is different. The closer the 
electrodes, the higher the power release.. 

Option C-7, SRS Stir Melter. The SRS Stir Melter is designed to operate at  a nominal 

2.5 MT/d. Because of its unique design and because the impeller in the melter creates a 

vortex that can draw the sulfates down into the glass melt, the Stir Melter has the 

potential problem of undissolvedhnreacted sulfates discharging with the glass. Sulfate 

deposits in the glass will increase greatly the possibility of the glass failing TCLP. The 

melter and its impeller are of lnconel metal construction. Therefore, the generally 
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accepted maximum operating temperature is approximately 1,050'C to limit fatigue 

failure of the impeller. An operating temperature of 1,050°C is considered too low to 

effectively destroy and handle sulfates. Based on this information, the melter is not 

applicable for FEMP use because: (1) the sulfates can be drawn into the glass without 

being destroyed; (2) the operating temperature is too low; and (3) the melter is of 

unique design and has operating conditions that are not applicable for scale-up to a 

melter of conventional design. 

cost: Set-up is $ 700,O.OO. Operating cost per month of running is $1 50,000 
and includes feed, and crew; non-routine data collection is extra. 

Schedule: Set up in three months. 

Risk: High. In addition to the reasons listed above, the low-temperature 
operations could result in a sulfate layer that would cause an electrical 
short due to the electrode configuration. 

Option C-8, MAWS Facility. The Minimum Additive Waste Stabilization (MAWS) facility 

is located a t  the FEMP and has a pilot-sized melter with lnconel plate electrodes capable 

of processing 300 to 1,000 kg/d. The melter is too large for mini-melter runs, but would 

be useful for pilot-sized data for scalk-up to a full-scale facility. 

parts of the off-gas and feed systems have been dismantled, and the facility is located 

in Plant 9, which is scheduled for demolition. Also, the melter is scheduled for 

relocation to Reactive Metals, Incorporated (RMI) in northern Ohio. The melter has 

processed mildly contaminated wastes from the FEMP's Waste Pit 5. Therefore, the 

glass processed (at least the first few batches) may have to be treated and disposed as 

radioactive or mixed waste. The schedule to start-up and run the required tests are 

estimated to take six months to one year: The risk of this option is medium because 

parts of the supporting system are dismantled and the building housing the facility is 

scheduled for decommissioning. In addition, operation of the facility would require 

similar administrative procedures as anticipated for the restart of the VITPP. This 

6 

Unfortunately, some 
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translates into additional cost and schedule considerations for the process of the ORR 

and preparation of operating procedures, training, etc. These costs are anticipated for 

the pilot plant to be as high as $4,500,000. The major obstacles with the start-up of 

this facility are related to  support systems, such as the off-gas feed system. DOE-FEMP 

and FDF remediation priorities would need to change in order to reactivate the MAWS 

equipment in Plant 9. 

Option C-9, M-Area (for Gem Production Data only). The SRS M-Area gem-making 

machines are similar to the VlTPP gem-making machine. These machines are connected 

to a 5-MT/d melter. Making glass gems is not glass chemistry dependent. The most 

important parameter in making gems is the viscosity of the glass. As long as the 

viscosity of the glass is similar over a given temperature range, empirical data could be 

acquired from the M-Area gem machine production. 

4.3.3 Option C - Pilot-Scale Scope of Work 

The pilot-scale melter tests would be utilized to determine the specific melting rate for 

Silos 1 and 2 material, and for Silos 1 and 2 material plus bentonjte used in sizing and 

design of the plant melter (6 MT/day). The feasibility of vitrifying surrogate Silo 1 and 

Silo 2 material must be demonstrated at lower temperatures (1,150"C) at about 1 MT 

glass throughput per day. For the purpose of this pilot-plant testing, assume the 

specific melting rate is a function of waste glass compositions, degree of agitation, and 

operating temperature. 

' 

The melter maximum glass throughput has to be evaluated under different conditions. 

Lower glass viscosity possibly can have an impact at  the glass throughput 

(hydrodynamical influence) and at  the gem-making machine. 

B 
\ 
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Validation of the known “rule of thumb” - 40kg glass throughput / (m2/h) must be 

performed. Definition of the impact on the specific glass throughput with variable 

solid/liquid relationships in the feed under steady state conditions needs to be . 
developed. 

The impact on vitrifying higher quantities of bentonite with Silo 1 and Silo 2 material 

should be tested in separate melter runs. In steady state operation, a throughput of 

1 MT/d has to be demonstrated. 

4.4 Option D - Full-Scale Melter Testing with ‘6 MT/Day Capacity 

The primary scope of full-scale melter testing is confirmation of the scale-up and the 

opportunity to gain operating experience. This, in itself, dictates that the melter and facility 

should be prototypical. Operation would be with surrogate material, with eventual 

changeover to actual K-65 materials. The information gained in these operations would be 

used to refine the melter specification such that the lessons learned can be incorporated into 

the ultimate final melter design. Two sources were evaluated. 

Option D-1, Module #1 (‘6 MT/day) of Full-Scale Facility. Full-scale testing could be 

performed as part of the final remediation program. The current concept is to use 

multiple trains of melters in the full-scale facility. Feed preparation and final off-gas 

treatment would be common (along with utilities, etc.), while each individual melter 

would be supported by its own feed system and initial off-gas treatment. This path 

would assume that sufficient information is developed during the smaller-scale 

testing to support the design of the full-scale melter. The modular approach would 

require the design of the entire facility, considering staged construction, including all 

the trains of melters. The construction would be limited to only those items that 

would be required to support a single-melter train running surrogate materials. The 

, 
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balance of the plant would be constructed after the successful completion of the 

melter testing. This approach would allow minimum investment in the final full-scale 

facility prior to final confirmation of the melter design. Appropriate planning would 

allow completion of the remediation facility in a short period of time while concurrent 

melter procurement activities take place. Full-scale testing would allow the 

incorporation of lessons learned into the subsequent trains without consideration of 

the scale-up issue. 

Option D-2, VITPP with Upgraded Capacity. Upgrading the VITPP and repair or 

replacing of the existing melter could be accomplished to continue the data 

development process, but there are some limitations. The current melter design may 

not be appropriate for the K-65 material, as evidenced by the recent melter incident. 

It appears that potentially a single-chamber, low-temperature melter may be desirable 

for the full-scale facility. Repair of the existing melter would, therefore, provide little 

confirmation of the ultimate design. Replacement of the melter in the VITPP would 

have some additional restrictions that would not be required if constraints of the 

existing design were removed. Many of these restrictions, such as physical space, 

off-gas configuration, and final remediation facility location of ancillary equipment, 

could result in a melter that may not be optimum. It appears that current 

consideration of data needs and the full- or large-scale facility primarily reflect the 

concerns of scale-up. Scale-up will remain a concern until a full-scale melter has 

been developed and tested. The number of intermediate steps taken between pilot 

and final scale are difficult to estimate and, while they may reduce the risk, they 

elevate costs. 
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5.0 RECOMMENDED PATH FORWARD 

This section provides eight specific recommendations for the path forward for the 

vitrification program at the FEMP. These recommendations are based on the analysis 

provided in this report and on the conclusion stated in Section 5.1. 

5.1 Basis of Recommendations 

The VITPP's unique three-chamber design was envisioned to address the following two 

specific design considerations as it applies to waste glass chemistry: 

The high-sulfate concentration in the Silo 3 residues requires high temperatures to 
destroy sulfates, thus improving leachability performance in the final waste. 

High lead, which requires an oxidizing environment to avoid lead reducing out and 
forming a metallic phase, would eventually cause electrical shorting of the melter. 

Theoretically, the unique design was well suited for the glass chemistry that resulted from 

combining Silos 1, 2, and 3 material. 

The primary design consideration was to utilize molybdenum electrodes for the high- 

temperature service, in an isolated electrode chamber (E-chamber) containing benign glass. 

In operations, the separation of the E-chamber from the corrosive, high-lead waste is 

impractical. When the waste leaks into the E-chamber, the electrodes experience 

accelerated corrosion and cause lead to form a metallic phase in the reducing environment 

required to protect the molybdenum. Therefore, the unique design for the glass chemistry 

provides equally unique problems that potentially can be catastrophic in their impact on the 

melter materials of construction. 
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glass chemistry in order to allow usage of 

commercially available, proven techniques and materials of construction. This approach can 

be accomplished best by eliminating the high-sulfate Silo 3 waste from the vitrification 

program, and a waste loading target of 60 percent, and ensuring an oxidizing environment 

with close’ redox monitoring, as well as a means of dealing with metallic lead when it 

occurs. 

5.2 Recommendations 

The Data Analysis and Path Forward Team has developed a path forward for the ‘vitrification 

program a t  the FEMP that is based on the recommendation that the VITPP melter does not 

restart (Recommendation 1). Once this premise is accepted, the next five recommendations 

(Recommendation 2 through 6) can be performed concurrently, but may have varying 

durations. These recommendations (Recommendation 2 through 6) collectively meet the 

data needs required for design, construction, and operations of Module 1 of the Remedial 

Facility (Recommendation 7) and subsequent module(s) (Recommendation 8). This path 

e 
forward is provided in Figure 5-1. 

RECOMMENDATION 1 - VITRIFICATION PILOT PLANT SAFE SHUTDOWN 

Based on the fact that the three-chamber design, with molybdenum electrodes and multiple 

bottom penetrations, is unsuitable for vitrifying Silos 1 and 2 waste, it is recommended that 

the VITPP melter not be restarted, but be placed in a safe shutdown condition. This 

recommendation is further supported by the cost and schedule required for design, 

construction, and operational readiness involved in a VITPP restart. 

In the event the VITPP melter is not restarted, the balance of data not yet supplied by VITPP 

operations (needed to support design of the remedial facility), will need to be gathered at 
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alternative facilities (as discussed in Section 4.0 of this report). The primary vitrification 

program data need (as defined in Section 3.0 of this report), along with recommendations 

for acquisition of this data, are as follows: 

RECOMMENDATION 2 - PERFORM WASTE RETRIEVAL DEMONSTRATION 

Waste retrieval and feed system data should be supplied in the VITPP as part of the planned 

comprehensive waste retrieval demonstration following detailed rheology testing in an off- 

site laboratory. The waste retrieval demonstration is included in the Silos Project approved 

baseline. 

RECOMMENDATION 3 - PERFORM MATERIALS OF CONSTRUCTION TESTING WITH K-65 

RES ID U ES 

As a result of the melter incident, further materials of construction testing is needed for 

electrodes, refractory materials, and ancillary equipment. This testing typically would be 

performed at a qualified laboratory, using actual residues, in accordance with standard 

ASTM tests. 

RECOMMENDATION 4 - PERFORM LABORATORY TESTING OF K-65 RESIDUES TO 

VALIDATE SURROGATES 

The K-65 residues should be analyzed to gain a better understanding of the chemical 

composition of the waste. The analysis would be used to validate or modif9 the recipe for 

silo surrogate materials. 

Additional physical data consisting of the rheology and hydraulic data of the slurry will 

developed in the laboratory, with simulated conditions confirmed in the waste retrieval 

be 
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demonstration. It is important to prove that the behavior of the actual material closely 

resembles the surrogate material, therefore enabling various tests to be performed, using 

differing variables to  optimize the slurry-handling aspects of the facility. 

RECOMMENDATION 5 - PERFORM PILOT PLANT SCALE-UP WITH SURROGATE AT A 

1 MT/DAY OFFSITE FACILITY 

The primary Phase I Campaign 4 data gap lef t  by the VITPP incident is the lack of empirical 

scale-up data (throughput versus melt pool surface area) as it applies to a low-temperature 

formulation. After evaluating data needs, the team determined that data is needed a t  a 

1 MT/d or greater (surrogate glass) scale. Various facilities are available, including the 

1 MT/d, lnconel electcode, melter at The Catholic University (VSL) or possibly the 2 MT/d, 

high- temperature melter a t  PNNL. Both VSL and PNNL could perform the low-temperature 

testing with a surrogate that has been validated against analysis of actual silo material. 

Both options could provide needed Phase I data at a lower cost and in a shorter time frame. 

RECOMMENDATION 6 - PERFORM MINI-MELTER TESTING WITH K-65 RESIDUES 

The primary data that were to be supplied by Phase I1 ‘(radioactive VITPP tests) were the 

radioactive glass properties at a 1 MT/d scale, off-gas composition, and health physics data. 

After careful evaluation of data needs for full-scale remedial design, the team ,recommends 

that radioactive testing with actual silo residues can be performed in mini-melter tests and 

correlated against pilot-scale runs with surrogates that have been validated against K-65 
elemental and compound analysis. Radioactive mini-melter testing would demonstrate low- 

temperature vitrification parameters, as well as provide off-gas composition and dose 

measurements that could be utilized to validate dose modeling. In summary, all Phase II 

data needs could be met a t  the mini-melter scale, excluding radioactive operation at  the 

larger scale (1 MT/d), and prototypical off-gas and feed system testing. 
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RECOMMENDATION 7 - MODULE 1, REMEDIAL FACILITY DESIGN, CONSTRUCT AND 

OPERATE 

To reduce the risk of proceeding to full-scale design with limited pilot-scale testing, a 

sequential approach should be adopted. It is recommended that the first of several melter 

modules be used as a verification step, prior to hot operations, as confirmation of the melter 

design. The risk of scale-up is reduced in the fact that the plan will include extended 

comprehensive testing at  full scale with surrogate material prior to  operations with 

radioactive materials or procurement of the remaining full-scale modules. Operation of the 

first module will provide significant experience and serve as "proof of process testing," with 

the opportunity to incorporate "lessons learned" into the production modules. 

RECOMMENDATION 8 - ADDITIONAL REMEDIAL MODULES DESIGN, CONSTRUCT, AND 

OPERATE 

Following successful operation of the first module, larger-scale prototypical modules could 

be designed, constructed, and operated in parallel to the initial module, to fully stabilize the 

silo contents. 

5.2 Path Forward 

These recommendations (refer to Figure 5-1) provide the technical basis for the FEMP 

vitrification program path forward. Additionally, the team will work closely with the 

ongoing Silos Project Independent Review Team (IRT), which was formed in November 

1996. The IRT's charter is to recommend the path forward for the overall remediation of 

the silo residues. 
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The December 26, 1996, melter incident (evaluated in depth by the three teams), and these 

recommendations will be considered by the DOE, FDF, regulators, and the public when 

making the overall path forward decision for remehiating Operable Unit 4 wastes during 

spring of 1997. 
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Post run with surrogate and redox testing 

Cost per minimelter run 

Estimate for Mini-Melter Testing 

1 65,000 65,000 

Crucible melts to support run 
Minimelter run 
Analysis for run 
Program Management 

Subtotal 

I I I I I 
3 1 5,000 45,000 
3 65,000 195,000 
3 12,000 36,000 
3 16,000 48,000 

324,000 

,Science 25% na 8 1,000 
Reports 1 16000 16,000 
Waste Disposal 15% na 32,400 

B- 1 



Estimate for Laboratory Testing - Crucible Melts 

I .  

Low Temperature Crucible Melts 

Residue Chemical Analysis Lot 15,000 15,000 
Crucible Melts -- surrogate 15 200 3,000 
Crucible Melts -- radioactive 5 300 1,500 
viscosity and conductance -- rad 5 7 5 0  3,750 
VISCOSITY and conductance -- surrogate 15 200 3,000 
ICP 20 200 4,000 
Gamma spec 5 300 1,500 
Liquid us 20 7 5  1,500 

Science 25% na 8,938 

Overhead 5 0  % na 17,875 
Report 3,863 

Project Management 10% na 3,575 

Total 70,000 

Corrosion/Erosion Study 

Science 25% na 7,000 
Project Management 10% na 3,000 
Overhead 50% na ' 15,000 
Report 5 ,000 

Total 60,000 
-Llh 
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. .. .. 

Report 
Total 

,? . . .” ... 

4,350 
30,000 

Redox Study I I I 

I I 
Grand Total I I 
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BASIS OF ESTIMATE. 

PROJECT DESCRIPTION: Restart Melter (Evaluation) 

PROJECT LOCATION: VitPP-Femald 
PROJECT ENGINEER: Dennis Nixon . 

ESTIMATOR: G.D.Walters 
ESTIMATE NUMBER: C4-97-01-02 

WBS NUMBER: 1.1.1.1’.4.1.4.1 

Page 1 of 1 

. 

SUPPORTING DOCUMENTATION: rl Equipment List rl ~ ~ i ~ ~ ~ ~ : ~  ~1 Verbal Scope 
Drawings 
Sketch Specifications 
F1 ow Site H & S 
Diagrams P1 an Quotes 

TYPE OF ESTIMATE: 

El Base1 i ne 

P1 an/Feasbl 
T i t l e  I1 Des 
Construction 
BASIS OF ESTIMATE: 

This conceptual rough order of magnitude (ROM) estimate i s  fo r  the labor and 
material t o  repair the melter and resume Phase I Operations data analysis 
collections.  

Using the Spare Parts Inventory l i s t  provided to  CRU4 by Duratek Inc., and 
material costs provided by various vendors, the repairs t o  the melter were 
developed using estimated quantit ies by the Project Engineer. 

The scope of  work includes the following: 
1. Replace & Purchase Lid and Discharge Heaters 
2. Re-brick and Re-insulate Melter Walls, Roof, Discharge Trough and 

or i f ice ,  Riser Block 
3 .  Rework Bubbler P a t h  
4. Rep1 ace Thermocouples 
5. Replace F i l m  Cooler 
6. Prepare Bottom Drain Container 

8. 
9. Replace Feed Tube 

P & ID’S 

. E  Ti t le  I Des 
Independent H Budg/Concpt 

Government 

7. Install  New Moly Electrodes p0063’i 
Abandon ( 3 )  Bottom Drains and Prepare (1) Bottom Drai 

In addition, the Restart of  Operations, Construction Management and 
Engineering are included based on actual past history developed and provided 
by Project Controls from the 4A141, 4A151, 4A121 and, 4ACA3 cost accounts. 
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ESTIMATE ASSUMPTIONS 

PROJECT DESCRIPTION: 
WBS NUMBER: 
PROJECT LOCATION: 
PROJECT ENGINEER: 
ESTIMATOR: 
ESTIMATE NUMBER: 

Restart Melter (Evaluation) 

ViPP-Fernald 
Dennis Nixon 
G. D. Walters 

1.1.1.1.4.1.4.1 

C4-97-01-02 

QRAFT 

EXECUTION: 
Based on the schedule of ac t iv i t i e s  developed by Project Controls ' 

The estimate does n o t  include overtime and/or premium time for  the repairs t o  
the melter performed by a subcontractor. 

Based on the FY97 Craft Composite Rates 

Fluor  Daniel Fernald and A / E  based on actual past history from 4ACA3 

Based on the S i t e  Specific Productivity Factor of 1.30%; Refer t o  Attachment 
Appendix "A" 
I t  i s  assumed tha t  a l l  work i s  performed i n  a non-controlled area and does not 

Not Appl i cabl e 

Based on Construction Subcontractor Langdon for  the instal la t ion and bricking 
of the me1 t e r .  

Not Appl i cabl e 

A cost element, based on a risk analysis calculated for  t h i s  estimate t o  
cover the s t a t i s t i c a l  probability of a 50% chance of an overrun/underrun t o  
the project. 

The target  estimate i s  the sum of the base estimate and risk budget. The 
target  estimate is the basis for  establishing the Performance Baseline. The 
r i sk  budget fo r  t h i s  estimate i s  24% of the base estimate. 

An amount budgeted t o  cover costs that  may resul t  from incomplete design, 
unforeseen and unpredictable conditions or uncertainties. The amount of the 
contingency will depend on the s ta tus  of design, procurement, construction and 
the complexity and uncertainties of the component parts of the project. 
Contingency i s  not t o  be used t o  avoid making an accurate assessment of 
expected costs.  

The contingency i s  calculated as the de l t a  between a 50% chance of overrun 
~ and a 5% chance of overrun, based on a risk analysis. The contin ency for 
. this estimate is  17% of the base estimate. 

WAGE RATES: 

ENGINEERING: 

PRODUCTIVITY: 

. require any PPE's. 
ESCALATION : 

UNIT RATES: 

G 8. A (HO EXPENSE): 

RISK BUDGET: 

CONTINGENCY: 
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ESTIMATE INCLUSIONS AND EXCLUSIONS 

PROJECT DESCRIPTION: Restart Melter (Evaluation) 

PROJECT LOCATION: ViPP-Femald 
PROJECT ENGINEER: Dennis Nixon 
ESTIMATOR: G.D.Walters 

WBS NUMBER: 1.1.1.1.4.1.4.1 

ESTIMATE NUMBER: C4-97-01-02 

A .Ex 

INCLUSIONS: 
Labor and Material for the Repair of  the Melter 
Replacement and Reworking of  systems as per the scope of work 
Resume Phase I Operations developed and provided by Project Controls 
Construction Management developed and provided by Project Controls 
Engineering FDF and A / E  developed and provided by Project Controls 

Beyond Phase I Operations 
Health Physics 

EXCLUSIONS : 



1 OJEC1: Restart Melter kTE NO.: ::7-01-02 

HBS NO.: 1.1.1.1.4.1.4.1 

FLUOR DANIEL . DATE 29-Jan-97 

ESTlMATOR: G.D.Walters 

LOCATION: FERNALD 

TASK NO.: 4ni 1 n ESTIM TING SERVICES 

ESTIMATE SUMMARY SHEET 
ITEM DESCRIPTION WH 

RESTART MELTER 

TOOLS & CONSUMABLES 

EQUIPMEM RENTAL 

EMPORARY FAQMES 

m R A R V  UnuTT HOOK-UP 

IOB CLEAN-UP 

WElY 

HEALTH PHYSICS S/C 

EERUA - 40 Hrtr/m 

SITE ACCESS/JOB SPKIFIC TRNNINO - 1 S H a J m  

PAYROLL BURDENS & BENEFITS 

DVERHEAD & PROFIT 

971 

s/c s mri s EQUIPMENT s TOTAL s LABOR S 
51 9,700 

I I  
29 520.62 SbOC 

19 521.15 5m 

44 $20.62 SOOQ 

19 511.16 uoc 

soi s m , i o o i  SO! S388,80( 
! 

, 
I 

so - 

I I SS,lOO 
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Nina Akgiindiiz: Nina Akgunduz is currently with the DOE Fernald office as team leader 
of Operable Unit 4. Prior to DOE, she worked in ceramics industry 
where her experience ranges from research and development, to 
manufacturing of ceramic materials and plant operations. 
Ms. Akgunduz has been working on environmental restoration projects, 
specifically in vitrification treatment technology, for more than six 
years. She has a bachelor of science degree in ceramic engineering . 

from Rutgers University and is currently finishing her masters degree in 
environmental management from the University of Findlay. 

a 

Chris Chapman: Mr. Chapman has been directly involved in joule-heated waste glass 
melters for the past 25 years. He has led the design, construction, 
and operational testing of nine integrated vitrification systems that 
included feed, glass handling, and off-gas systems -- first in its initial 
development at  DOE's Pacific Northwest Laboratory between 1972 
and 1979 then as an independent consultant to the countries of 
Germany, Japan, and Canada. In 1982, Mr. Chapman led the process 
and remote equipment design, and eventually the testing and 
qualification program at DOE's West Valley Demonstration Project 
between 1982 and 1987. Since 1987, he has directed his focus 
toward adapting the DOE-developed waste vitrification technology to 
other waste streams including mixed, TRU, commercial, low-level 
waste (LLW), industrial hazardous, and non-hazardous solid wastes. In 
1995,' Mr. Chapman formed his own corporation to actively pursue 
commercialization of the technology to transform a diversity of wastes 
into glass and glass ceramic products. a 

Robert Frost: Mr. Frost has more than 10 years experience in environmental 
engineering, in both the private and governmental sectors. Past 
experience includes supervision of compliance and enforcement 
activities under RCRA for the State of Florida, hazardous waste 
permitting with the U.S. Environmental Protection Agency (Region IV), 
and water. resources engineering with various consulting firms. His 
training includes a masters degree in environmental engineering from 
the University of Florida, and a bachelor of science degree in geology 
from Virginia Polytechnic Institute and State University (also known as 
Virginia Tech). He is a licensed Professional Engineer (PE #41907) 
registered in the State of Florida. He'currently holds a position with 
Fluor Daniel Fernald, where he supports the CERCLA remediation 
projects using vitrification to stabilize radioactive waste. 

Rod Gimpel: Rod Gimpel is Fluor Daniel Fernald's Testing and Data Manager for the 
Silos Project. He has five years experience in vitrification glass 
chemistry development, melter design, and process scale-up. He is a 
chemical engineer from the University of Idaho, with 21 years 
experience in environmental programs and project management, 
process development and design, and environmental safety analysis a t  
Hanford, Richland, Washington; Idaho National Engineering Laboratory, 
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Idaho Falls, Idaho; and the Fernald Environmental Management Project, 
Cincinnati, Ohio. Previously, he was coordinator and project engineer 
for Fernald's CERCLA Operable Unit 1 (Waste Pit Area) Remedial 
Action. He organized and started development programs, including the 
Minimum Additive Waste Stabilization (MAWS) vitrification 
development program. He made and directed the life-cycle cost 
estimates for Operable Unit 1 and the MAWS programs. These 
development programs incorporated vitrification, soil washing, 
grouting/solidification, and water treatment technologies to turn 
wastes into glass, cement, clean soil, and clean water. Since these 
processes have not been used for large remedial projects (i.e., 100 
ton/day), these processes are going through laboratory, bench, and 
pilot-scale development to determine scale-up parameters. He is 
presently serving on a peer review team on the waste pit solidification 
effort at Weldon Spring near Saint Louis, Missouri. He has published 
many papers on waste treatment, process scale-up, and vitrification. 

\ 

Doug Maynor: Doug Maynor joined the DOE Ohio Field Office (OH) as a technology 
support engineer in 1994. Prior to joining DOE in 1993, Doug worked 
in the chemical processing industry in engineering and operations 
positions. His work experience with large multi-national companies 
and a small entrepreneurial company included service as start-up 
manager of three "grass-roots" plants, one in Brazil. He received a 
bachelor of science degree in chemical engineering from Virginia 
Polytechnic Institute in 1966 and a masters degree in business 
administration from Western New England College in 1969. 

Dennis Nixon: Dennis A. Nixon is currently performing the role of Pilot Plant Program 
Manager for Fluor Daniel Fernald. Mr. Nixon has been involved in the 
environmental field more than 13 years, most of which includes 
experience at the FEMP. He has a bachelor of science degree in 
construction management and an associate degree in civil engineering. 

Don Paine: As Silos Project Manager, Dr. Paine is responsible for the programmatic 
and functional operation for the environmental clean-up and restoration 
of Operable Unit 4. He has more than 20 years of ES&H and project 
management experience, including emergency services management, 
in all aspects of the nuclear fuel cycle applicable to the FEMP site. 
This includes fuel manufacturing, safe shutdown, waste management, 
decontamination and decommissioning (D&D) of contaminated 
facilities, and remediation of hazardous and mixed waste sites at DOE 
and NRC licensed facilities. Dr. Paine has successfully managed ES&H 
programs a t  an NRC Category I, Licensed Special Nuclear Fuel 
Fabrication Facility. He has a bachelor of science degree in 
mathematics and biology, a master of science degree in health physics, 
and a Ph.D. in radiology and radiation biology. 
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John Plodinec: Dr. Plodinec is an internationally recognized expert in waste 
management and glass science. He has led glass development at  the 
Savannah River Site (SRS) almost from the beginning of the Defense 
Waste Processing Facility (DWPF) project. He has made important 
contributions which range from waste characterization (co-inventor of 
a sludge sampler currently in use at  SRS) to glass durability modeling 
(initial developer of free energy of hydration model). He helped to 
design, and then operated, the first four glass melters at SRS. Many 
of the features on the current DWPF melter are a direct result of his 
work (use of cameras for viewing, plenum heaters to improve melter 
throughput, and prevention of direct current to extend melter life). 

He also was DOE's technical lead on the team which persuaded the 
EPA to declare vitrification to be the Best Demonstrated Available 
Technology for high-level waste and for heavy metals. He was DOE 
EM:s primary author for the Waste Acceptance Product Specifications, 
which govern all of the high-level waste glass products produced in 
the United States. In 1995, he served on the Hanford Low-level Waste 
Melter Technical Advisory Panel. In late 1995, he led a team including 
personnel form DOE's Tanks, Mixed Waste, and Landfills Stabilization 
Focus Areas which prepared a database of melters available to DOE for 
testing. He currently is the Technical Integration Manager for the 
Immobilization Functional Area for DOE's Tanks Focus Area. He has a 
bachelor of science in chemistry from Franklin and Marshall College, 
and a Ph.D. in physical chemistry from the University of Florida. 

He has a bachelor of science degree in chemical engineering from the 
University of Cape Town and a masters degree in business 
administration from California State University at  Long Beach. 
Mr. Robertson has over 32 years of experience in the management and 
engineering environment of a variety of government and industrial 
projects, including several projects for the DOE. 

Harry Robertson: 

Currently, he is Department Manager of the Environmental Engineering 
Department for Fluor Daniel Fernald. 

Other assignments during his 28 years at Fluor Daniel have included: 
area manager for the Vitrification Building, the major process building 
on the Hanford Waste Vitrification Plant. This project was to design a 
plant to immobilize high-level nuclear waste in .glass for permanent ' 

long-term storage. 

John Smets: He has a bachelor of science mechanical engineering/West Coast 
University Business Management Certificate/University of California. 
Mr. Smets has 30 years of design engineering experience and nuclear 
experience. At Hanford's Process Facility Modification Plant, he was 
responsible for facility design and coordination of the design effort. In 
1988, he was assigned as. the engineering manager for the Hanford 
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Waste Vitrification Plant, generally responsible for plant design 
development including technical criteria, safety analysis, nuclear 
engineering, and process engineering. The intent to duplicate the 
DWPF required a significant understanding of'the Savannah River 
Facility and the work performed at West Valley. He continued building 
his vitrification background with several assignments, including studies 
at  Hanford for alternative processing schemes for the low-level waste 
in the underground tanks. These tasks resulted in extensive work, 
gathering background on all of the vitrification facilities in the world, 
including visits to plants in Belgium and France. He supported the 
Hanford Process Engineering group in the Low-Level Melter "melt off" 
for potential melter selection for a Low-Level Waste Vitrification Plant. 
His most recent assignment is the FEMP, at a project he has supported 
since mid-1995. He performs technical reviews of the pilot plant and 
initiates preliminary engineering tasks to support the ultimate design of 
the full-scale vitrification facility. He performed the Pilot Plant Upgrade 
Study and most recently lead the group to develop the capital cost 
estimates for the treatment alternatives identified for the silo .wastes. 

. 

Detlef Stritzke: Dr. Stritzke is a radio chemist and chemical engineer with 24 years of 
experience in the nuclear industry (high temperature gas cooled reactor 
[HTGR], vitrification of high-level waste, PUREX-process). For 
five years, he was research and.development manager at the PAMELA 
Vitrification Facility in Mol, Belgium. He was involved in development 
and operation of radioactive waste vitrification systems. He was also 
involved in the Tank Waste Remediation System at  Hanford for high- 
and low-level waste vitrification. 

.. 

Robert Vogel: Mr. Vogel has more than 10 years DOE site experience, most of which 
has been focused on the Operable Unit 4 silos and the selection of a 
treatment method for this material. This primarily has involved the 
testing of vitrification technology of Operable Unit 4 materials. This 
effort began in 1989 with a scoping study on K-65 material, a more 
elaborate test on K-65 material in 1990 involving off-gas generation. 
This was followed by a treatability study in 1992, which included 
Silo 3 as well as the K-65 silos, and which determined the potential for 
a separate metal phase. He also supported the glass development 
study, which determined the optimum durability of the waste form and 
maximum waste loading. His other primary area of focus has been the 
measurement and treatment of radon. Previous experience has been in 
the area of environmental analysis (microscopy), energy conservation, 
and cholesterol adsorption. He has a masters degree in engineering 
with an area of concentration in hazardous and toxic substances. 

Dave Yockman: Mr. Yockman has a bachelor of science degree in chemical engineering 
from Virginia Polytechnic Institute and State University, and a master 
of science degree in.environmental engineering from the University of 
Maryland. He has worked for the DOE for more than five years, over 
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four of which was spent at DOE Headquarters as a program manager 
developing environmental restoration policy, guidance, budget, and 
overseeing clean-up activities at the Fernald and Savannah River sites. 
Most recently, he has spent the past six months at the Fernald site as 
the DOE project engineer overseeing operations of the Fernald 
Vitrification Pilot Plant, and other remediation activities. 
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