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Abstract: In most cases, arsenic is an unfavorable element in metallurgical processes. The mechanism
of arsenic removal was investigated through roasting experiments performed on arsenopyrite-bearing
iron ore. Thermodynamic calculation of arsenic recovery was carried out by FactSage 7.0 software
(Thermfact/CRCT, Montreal, Canada; GTT-Technologies, Ahern, Germany). Moreover, the arsenic
residues in dust ash were recovered by roasting dust ash in a reducing atmosphere. Furthermore, the
corresponding chemical properties of the roasted ore and dust ash were determined by X-ray diffraction,
inductively coupled plasma atomic emission spectrometry, and scanning electron microscopy, coupled
with energy-dispersive X-ray spectroscopy. The experimental results revealed that the arsenic in
arsenopyrite-bearing iron ore can be removed in the form of As2O3(g) in an air or nitrogen atmosphere
by a roasting method. The efficiency of arsenic removal through roasting in air was found to be less
than that in nitrogen atmosphere. The method of roasting in a reducing atmosphere is feasible for
arsenic recovery from dust ash. When the carbon mass ratio in dust ash is 1.83%, the arsenic removal
products is almost volatilized and recovered in the form of As2O3(g).

Keywords: arsenopyrite; arsenic removal; mechanism; roasting; arsenate; dust ash; arsenic recovery

1. Introduction

Arsenic content in the earth’s crust is up to 5 mg·kg−1, and more than 300 arsenic species occur in
nature. Arsenic is mainly associated with minerals such as pyrite, arsenopyrite, or enargite [1,2]. In
most cases, arsenic is an unfavorable element in metallurgical processes. For example, arsenic reduces
the quality of raw materials, affects the extraction of metal, interferes with the purity of the product,
and poses serious environmental hazards [1]. Arsenic has an adverse effect on steel; for instance, the
surface hot shortness increases, and the reduction of area and impact toughness decrease with the
increase of arsenic content in steel [3–6]. Under the hot rolling or welding conditions, the arsenic in the
steel leads to the increase in the content of arsenic at grain boundaries and the expansion of welding
cracks [4,7–9]. Moreover, as the oxidability of arsenic is less than that of iron, it is difficult to remove
arsenic by oxidation in the ironmaking or steelmaking process. It is theoretically possible to remove
arsenic from molten iron by using excessive Al and Ca–Fe alloys or rare earth elements, but it also needs
deep deoxidation and desulfurization before arsenic removal can be achieved, so the cost of arsenic
removal is too high to be feasible in realistic production [10]. However, the price of arsenic-bearing iron
ore is cheaper than that of high-grade iron ore. Moreover, the total amount of high-grade iron ore is
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decreasing greatly in the earth, and arsenic-bearing ore needs to be comprehensively utilized through
ore blending. Some metallurgical enterprises at home and abroad, such as Peru, Chile, Philippines,
France, Mexico, and China, have adopted some arsenic-bearing ore in the metallurgical industry [11].
When these arsenic-bearing ores are used, they are faced with the problem of arsenic removal from ores
and the problem of arsenic-bearing dust treatment from the point of view of environmental protection.

Arsenic can be removed from arsenic-bearing ore by a roasting or sintering method due to the
volatile nature of arsenic and its compounds [12]; thus, some scholars have explored the appropriate
arsenic removal conditions by performing roasting or sintering experiments. Yin et al. and Lu et
al. studied arsenic removal from copper–silver ore using a roasting method [13,14], and the impact
of different parameters (e.g., temperature, atmosphere, and roasting time) on the arsenic removal
ratio was also evaluated. Lu et al. investigated arsenic removal from arsenic-bearing iron ore
during the sintering process [15,16]. The effects of temperature, bed depth, gas pressure, and coal
ratio on arsenic removal during the sintering process were studied, and the reasonable technical
parameters were obtained. In addition to the arsenic removal tests by roasting and sintering methods,
a number of scholars also carried out thermodynamic calculations on arsenic removal, and discussed
the arsenic-bearing products and suitable conditions for arsenic removal. Chakraborti and Lynch
analyzed the As–S–O vapor system [17] and further identified the importance of bed depth in the
rapid release of arsenic from arsenical materials under an oxidizing atmosphere. Contreras et al.
evaluated the impact of various factors, such as trace element concentration, flue gas composition,
temperature, and pressure, on the equilibrium composition based on the arsenic interactions in the
co-combustion processes [18]. Nakazawa et al. and Zhang et al. studied the thermodynamics of
arsenic removal from arsenic-containing copper ore during roasting [19] and arsenic-bearing iron ores
during sintering [20–23], respectively, and obtained the equilibrium components containing arsenic
and the arsenic removal rate.

The arsenic removed by roasting is mixed in the dust ash. For arsenic existing in dust, chemical
adsorption of gaseous arsenic by CaO or CaCO3 can effectively control arsenic content in flue gas and
prevent arsenic pollution [24–26], but arsenate is easy to remain in dust, which is not conducive to the
use of dust ash as raw material for sintering or roasting ore. Therefore, recovery of As2O3 is another
feasible method.

Although arsenic removal experiments and thermodynamic calculations have been carried out by
many scholars [12–23], and the volatilization behavior of arsenic in the process of roasting has also been
explored [13,22], the mechanism of arsenic removal by roasting has never been reported. Exploration
of the mechanism of arsenic removal by a roasting process and investigation of the residual form of
arsenic in the roasted ore are important for controlling the arsenic removal efficiency and the arsenic
component. Moreover, it is important to recover arsenic from dust ash to prevent further mobilization
of arsenic and arsenic contamination. Therefore, these problems were attempted in this research.

2. Materials and Methods

2.1. Experiment on Arsenic Removal from Roasting Iron Ore

The composition of mixed ore used in the test is listed in Table 1.

Table 1. Composition and proportion of roasting ore.

Ore Name
Component/wt %

Proportion/%
Fe2O3 SiO2 CaO Al2O3 MgO FeAsS S

Iron ore 71.36 10.64 0.40 7.39 0.31 0.05 0.06 90
Arsenopyrite / / / / / 92.71 / 10

Mixed ore 64.22 9.58 0.36 6.65 0.28 9.37 0.05 100

Note: “/” Represents “the chemical composition is not determined”.
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The mixed ore can be obtained by mixing 90% iron ore with 10% arsenopyrite. Mixed ore was
crushed by an F77-1 sealed sample grinder for 1 min, then screened by a 75 mesh sieve. The ore powder
larger than 75 mesh was crushed again until all powders were less than 75 mesh, and then the crushed
powder was mixed. Mixed ore was blended with water to make iron ore balls with a diameter of 10
± 2 mm. Furthermore, the iron ore balls were heated in an oven at 110 ◦C for 3 h, until they were
completely dry. Then, the balls were taken out and reserved for further experiments.

The roasting test was carried out in a horizontal resistance furnace with 60 mm i.d. quartz tube,
and the constant temperature zone of the resistance furnace was controlled using a thermocouple.
The experiments were carried out in an air atmosphere and nitrogen atmosphere (1 L·min−1, STP),
respectively. The roasting temperature was 700, 800, 900, and 1000 ◦C, respectively, and the roasting
time was 60 min. The porcelain boat loaded with the ore ball was put into the constant temperature
zone of the tube furnace. When the roasting time was over, the power was turned off, and the sample
was cooled down to room temperature and analyzed by various techniques. The schematic illustration
of the roasting method is shown in Figure 1.
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Figure 1. Schematic illustration of roasting test.

2.2. Experiment on Recovery of Arsenic by Roasting Dust Ash

The composition of dust ash of roasting iron ore from an iron plant is shown in Table 2. After
adding 10% As2O3 chemically pure powder to the dust ash, the XRD pattern of the mixed dust ash
powder is shown in Figure 2.

Table 2. Composition of dust ash from roasted iron ore.

Fe CaO MgO SiO2 Al2O3 TiO2 S K2O Na2O Cl−

42.34 7.08 0.82 4.80 3.04 0.72 0.65 1.16 0.15 1.06

The arsenic recovery experiment by roasting was carried out in two different atmospheres with
10% As2O3 powder in the dust ash. The experiment was carried out in a horizontal resistance furnace
with a 60 mm i.d. quartz tube. The dust ash was first placed in the constant temperature zone of the
quartz tube. When the roasting experiment was carried out under an anaerobic atmosphere, the quartz
tube was evacuated and washed with high-purity nitrogen 3 times before heating up the furnace. The
test process was protected by 100 mL/min of high-purity nitrogen. The dust ash was heated to 600
◦C and then cooled to room temperature after an hour of constant temperature. The experimental
steps of roasting in a reducing atmosphere with 2% graphite powder as raw material are the same for
the anaerobic atmosphere. When the roasting time was over, the sample was cooled down to room
temperature and analyzed by the following various tests.
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Figure 2. XRD spectra of the mixed dust ash powder. 
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Figure 2. XRD spectra of the mixed dust ash powder.

2.3. Sample Analysis and Testing

The phase composition of iron ore was evaluated by PANalytical XPert PRO MPD XRD (Panaco,
Almelo, Netherlands)with Cu target, K radiation, and 40 kV operating voltage. The chemical component
of roasted ore was determined by IRIS Advantage Radial inductively coupled plasma atomic emission
spectrometry (ICP-AES, Thermo Elemental, Massachusetts, America), and the physicochemical
properties of the roasted ore were analyzed by FEI Nova NanoSEM400 (FEI, Hillsboro, America)
scanning electron microscopy (SEM), coupled with energy-dispersive X-ray spectroscopy (EDS, FEI,
Hillsboro, America).

3. Results

The white volatile that condensed in the cold beaker at the end of the quartz tube during the
roasting process is shown in Figure 3a, b, and its XRD pattern is presented in Figure 3c. The XRD
pattern and ICP-AES analysis indicated that the white volatiles corresponded to As2O3 powder with
89.12% purity, which confirms that the arsenic removal in an oxygen atmosphere is mainly carried
out via Equation (1). The arsenic content in the ore after roasting at different temperatures is listed
in Table 3.

2FeAsS + 5O2(g) = Fe2O3 + As2O3(g) + 2SO2(g) (1)Processes 2019, 7, x FOR PEER REVIEW 5 of 13 
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Figure 3. (a) Arsenic removal from mixed ore by roasting in resistance furnace with quartz tube under
air atmosphere and 1000 ◦C; (b) Collected As2O3 powers condensed in cold beaker; (c) XRD spectra of
collected As2O3 powers condensed in cold beaker.



Processes 2019, 7, 754 5 of 12

Table 3. Arsenic removal rate of ore subjected to roasting.

Temperature/◦C

Arsenic Removal Rate in Air
Atmosphere/wt %

Arsenic Removal Rate in Nitrogen
Atmosphere/wt %

Before
Roasting

After
Roasting

Arsenic
Removal Rate

Before
Roasting

After
Roasting

Arsenic
Removal Rate

700 4.31 3.78 12.30 4.31 1.000 76.80
800 4.31 3.86 10.44 4.31 0.186 95.68
900 4.31 0.88 79.58 4.31 0.051 98.82
1000 4.31 0.57 86.77 4.31 0.027 99.37

Table 3 summarizes how arsenic can be removed from arsenopyrite-bearing iron ore by roasting
in an air atmosphere or nitrogen atmosphere. The arsenic removal rate increases with the increase of
temperature from 700 to 1000 ◦C. The arsenic removal rate by roasting method in an air atmosphere
is less than that in the nitrogen atmosphere. The arsenic removal rate in the air atmosphere is
poor at 700–800 ◦C, and the arsenic removal rate is about 12%, while the rate is 76.8–95.68% in the
nitrogen atmosphere.

4. Discussion

4.1. Thermodynamic Calculation of Mixed Ore Subjected to Roasting

In order to explain the reason for the increase in arsenic removal rate with increasing temperature
during roasting, the thermodynamic calculations of the roasting mixed ore in the air atmosphere were
carried out by FactSage 7.0 (version 7.0, Thermfact/CRCT, Montreal, Canada, GTT-Technologies, Ahern,
Germany) thermodynamic software. The effect of partial pressure of oxygen on the residual arsenic
rate at different temperatures was calculated as shown in Figure 4. The results show that arsenate is the
residual product in air roasting of arsenic-bearing ores at 700–1000 ◦C. Figure 4 shows that excessive
partial pressure of oxygen is not beneficial to arsenic removal. Moreover, with the decrease of roasting
temperature from 1000 to 700 ◦C, arsenic removal requires lower partial pressure of oxygen, which is
the reason why the arsenic removal rate at 700 ◦C is lower than that at 1000 ◦C.
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The arsenic removal rate by roasting method in the air atmosphere is poor, which is probably
attributed to the reaction between As2O3 and oxygen to generate As2O5, and then the As2O5 reacts
with other oxides (Fe2O3, Al2O3, CaO) via Equations (2) to (4) to generate arsenate. Thus, the roasting
product contains a variety of arsenic residues. The arsenic removal rate at 900–1000 ◦C increases to
79.58–86.77% in air; the formation rate of As2O3 is accelerated at high temperature, and a large amount
of gas escapes rapidly.

As2O3
(
g) + O2(g) + Fe2O3 = 2FeAsO4 (2)
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As2O3(g) + O2(g) + Al2O3 = 2AlAsO4 (3)

As2O3(g) + O2(g) + 3CaO = Ca3 (AsO 4)2 (4)

4.2. X-Ray Diffraction Analysis of the Roasted Ore and Dust in Different Atmospheres

The XRD spectra of the roasted ore in air and nitrogen atmospheres are shown in Figure 5a,b,
respectively. In the raw material ore, arsenic exists in the form of FeAsS (Figure 5a, bottom). Figure 5a
shows the disappearance of peaks of FeAsS due to its decomposition when the ore was roasted at
700–1000 ◦C, and a small amount of peaks of AlAsO4 at 800 ◦C and As2O3 at 1000 ◦C appear for the
roasted ore, indicating that FeAsS underwent decomposition via Equation (1) and As2O3(g) underwent
reaction via Equation (3). Figure 5b demonstrates that the arsenic removal by roasting in the nitrogen
atmosphere is more thorough, and the peaks of arsenates and As2O3(s) are not found in XRD spectra of
roasted ore. The reaction of arsenic removal is mainly carried out via Equation (1). The investigation
of the mechanism on arsenic removal by roasting method proves that arsenic is mainly removed in
the form of gaseous As2O3(g) in the oxidation or nitrogen atmosphere, while the residual arsenic is
mostly arsenate.Processes 2019, 7, x FOR PEER REVIEW 7 of 13 

 

10 20 30 40 50 60 70 80 90

∇♦ ⊗
∗∗∗

∗

∗
∗

∗

∗∗

∇ ♦♦♦♦♦

♦

♦
♦

♦

 

 Raw material ♦Fe2O3

∗ FeAsS
∇ SiO2
ΔFe2O3⋅H2O
⊗ CaAl4Fe8O19

 FeLiO4Ti
Δ

♦

∇

∗ ⊗

2θ (°)

 700℃

♦

♣ AlAsO4

 800℃

♣In
te

ns
ity

  (
a.

u.
)

 900℃

(a)

©©©

 1000℃

∇

© As2O3

 
10 20 30 40 50 60 70 80 90

 

In
te

ns
ity

 (a
.u

.)

2θ (°)

 Raw material ♦Fe2O3
∗ FeAsS
∇ SiO2
ΔFe2O3⋅H2O
⊗ CaAl4Fe8O19

 FeLiO4Ti∇♦ ⊗
∗∗∗

∗

∗
∗

∗

∗∗

∇ ♦♦♦♦♦
♦

♦

♦
Δ

♦

∇

∗ ⊗

♦

(b)

∇

♦♦
♦

♦♦♦♦♦
♦

♦

♦

 700℃ ♦

 800℃

 900℃

 

 1000℃

 
Figure 5. XRD spectra of the roasted ore and dust in: (a) Air and (b) nitrogen atmosphere. 

4.3. Mechanism Research on Arsenic Removal by Roasting Method and Scanning Electron Microscopy and 
Energy-Dispersive X-Ray Spectroscopy Analysis 

Arsenic removal efficiency in the air atmosphere was found to be poor. Therefore, the arsenic 
residual form in the roasted sample under an air atmosphere was further studied by SEM coupled 
with EDS. Figure 6 shows the SEM images of the roasted ore under an air atmosphere at different 
roasting temperatures. Chemical composition of the raw ore and roasted ore is shown in Table 4. 
Figure 6a demonstrates that arsenic and sulfur occur simultaneously in the raw material, and arsenic 
is present in the form of FeAsS. Figure 6b shows that arsenic is found in the samples roasted at 700 
°C; however, sulfur is not found, which indicates the decomposition of FeAsS, where arsenic is 
present in FeAsO4 and Ca3(AsO4)2. Figures 5 and 6c show that the arsenic in the roasted ore is 
present as AlAsO4 and FeAsO4 at 800 °C, respectively. The results exhibited in Figure 6d,e are 
similar to those shown in Figure 6c. The abovementioned SEM and EDS results further confirm that 
arsenic is removed in the form of As2O3(g) by roasting in the air atmosphere, and the residual arsenic 
reacts with oxide in the ore to generate arsenates. 

  

Figure 5. XRD spectra of the roasted ore and dust in: (a) Air and (b) nitrogen atmosphere.

4.3. Mechanism Research on Arsenic Removal by Roasting Method and Scanning Electron Microscopy and
Energy-Dispersive X-Ray Spectroscopy Analysis

Arsenic removal efficiency in the air atmosphere was found to be poor. Therefore, the arsenic
residual form in the roasted sample under an air atmosphere was further studied by SEM coupled with
EDS. Figure 6 shows the SEM images of the roasted ore under an air atmosphere at different roasting
temperatures. Chemical composition of the raw ore and roasted ore is shown in Table 4. Figure 6a
demonstrates that arsenic and sulfur occur simultaneously in the raw material, and arsenic is present
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in the form of FeAsS. Figure 6b shows that arsenic is found in the samples roasted at 700 ◦C; however,
sulfur is not found, which indicates the decomposition of FeAsS, where arsenic is present in FeAsO4

and Ca3(AsO4)2. Figures 5 and 6c show that the arsenic in the roasted ore is present as AlAsO4 and
FeAsO4 at 800 ◦C, respectively. The results exhibited in Figure 6d,e are similar to those shown in
Figure 6c. The abovementioned SEM and EDS results further confirm that arsenic is removed in the
form of As2O3(g) by roasting in the air atmosphere, and the residual arsenic reacts with oxide in the
ore to generate arsenates.

Table 4. Chemical composition of the raw ore and roasted ore.

Figure No. Point No.
Atomic Ratio of Elements/at %

Mg Al Ca Cr Si S Mn Fe Ni As Nb O

6a
(raw ore)

A - - - - 5.40 - - 33.53 - - - 61.08
B 5.97 - - - 10.86 - - 22.20 - - - 60.98
C - 9.18 - - 6.73 - - 22.75 - - - 61.35
D - - - - 7.50 0.26 0.43 28.61 - 1.64 - 61.57
E - - - - - - - 40 - - - 60
F - - - - - 5.91 - 32.42 - 0.48 - 61.18
G - - - - 7.23 2.14 - 22.82 - 5.08 - 62.73

6b
(700 ◦C)

A - - - - 7.30 - - 24.31 - 0.082 4.36 63.21
B - - - - 11.16 - 1.15 24.35 0.80 0.70 - 61.84
C - - - - 3.12 - - 35.84 - 0.42 - 60.62
D - - 0.46 - 10.45 - - 25.06 0.42 1.70 - 61.92
E - - 0.64 - 8.38 - - 28.03 - 0.81 - 61.65
F - - - 0.36 7.73 - - 29.08 - 1.28 - 61.55
G - - - - 2.10 - - 37.48 - - - 60.42

6c
(800 ◦C)

A - - - 0.36 10.00 - 0.38 27.33 - - - 61.92
B - - - 0.34 8.42 - - 29.56 - - - 61.68
C - - - - 22.59 - - 12.55 - 0.34 - 64.52
D - - - - 11.86 - - 25.76 - - - 62.37
E - - - - 8.02 - 3.49 27.58 - - - 60.91
F 2.59 - - - 19.04 - - 15.08 - - - 63.29
G - - - - 24.37 - 0.40 9.85 - 0.58 - 64.79
H - - - - 12.95 - - 19.00 - 0.25 3.72 64.08

6d
(900 ◦C)

A - - - - 9.79 - - 28.25 - - - 61.96
B - - - - 7.12 - - 23.55 - 2.00 4.22 63.11
C - - - - 9.72 - - 25.08 - 3.25 - 61.94
D - 7.01 - 0.39 3.87 - - 27.95 - - - 60.77
E - - - 0.46 6.49 - - 31.75 - - - 60.30
F - - - 0.34 5.44 - - 32.65 - 0.49 - 61.09

6e
(1000 ◦C)

A - - - 0.96 7.34 - - 30.23 - - - 61.47
B - 1.16 - - 1.75 - - 36.74 - - - 60.35
C - 2.93 - - 2.50 - - 26.14 - - 5.66 62.76
D - 1.46 - - - - - 38.54 - - - 60.00
E - - - - 2.45 - - 35.38 - 1.68 - 60.49
F - 0.89 - 0.49 16.73 - - 18.54 - - - 63.35
G - - - 1.02 8.67 - - 26.13 - 2.44 - 61.73

Note: “-” Represents “below the detection limit”.
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Figure 5. XRD spectra of the roasted ore and dust in: (a) Air and (b) nitrogen atmosphere. 

4.3. Mechanism Research on Arsenic Removal by Roasting Method and Scanning Electron Microscopy and 
Energy-Dispersive X-Ray Spectroscopy Analysis 

Arsenic removal efficiency in the air atmosphere was found to be poor. Therefore, the arsenic 
residual form in the roasted sample under an air atmosphere was further studied by SEM coupled 
with EDS. Figure 6 shows the SEM images of the roasted ore under an air atmosphere at different 
roasting temperatures. Chemical composition of the raw ore and roasted ore is shown in Table 4. 
Figure 6a demonstrates that arsenic and sulfur occur simultaneously in the raw material, and arsenic 
is present in the form of FeAsS. Figure 6b shows that arsenic is found in the samples roasted at 700 
°C; however, sulfur is not found, which indicates the decomposition of FeAsS, where arsenic is 
present in FeAsO4 and Ca3(AsO4)2. Figures 5 and 6c show that the arsenic in the roasted ore is 
present as AlAsO4 and FeAsO4 at 800 °C, respectively. The results exhibited in Figure 6d,e are 
similar to those shown in Figure 6c. The abovementioned SEM and EDS results further confirm that 
arsenic is removed in the form of As2O3(g) by roasting in the air atmosphere, and the residual arsenic 
reacts with oxide in the ore to generate arsenates. 
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4.4. Route for the Recovery of Arsenic from Arsenic-Bearing Dust Ash

The arsenic recovery experiment by roasting in the atmosphere of air, anaerobic and reducing,
was carried out with the dust ash containing 10% As2O3 powder [20]. The experiment confirms that
arsenic recovery from dust ash by roasting in the atmosphere of air or an anaerobic atmosphere is
difficult, and that arsenate easily remains in the dust ash. Figure 7 shows the effect of temperature on
arsenic-containing products in dust ash by reduction roasting. Thermodynamic calculation of arsenic
recovery by roasting under a reduction environment shows that arsenic is not easy to be removed from
dust and that arsenate is easy to be formed when the roasting temperature is below 390 ◦C. The arsenic
is easily volatilized and recovered when the dust is roasted above 390–890 ◦C, but it is easy to produce
arsenate when the dust ash is roasted above 890 ◦C, which affects the recovery of arsenic.
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The arsenic recovery experiment by roasting in the reducing atmosphere was carried out with 
dust ash containing 2% carbon powder. Figure 9a shows the recovered products condensed on the 
edge wall of the quartz tube. Figure 9b exhibits the XRD spectrum of the recovered products. The 
recovered products are almost As2O3(g). Figure 9c is the XRD spectrum of the roasted dust ash, and 
the peak of arsenic is almost invisible in the XRD spectrum. By comparing dust ash before roasting 
in Figure 2, it can be seen that almost all arsenic in the dust ash has been volatilized and recovered 
in the low-temperature section at the end of the quartz tube. Thermodynamic calculation of Figure 
8 shows that arsenic volatilized in the form of gaseous As2O3(g) when dust ash was roasted with 2% 
carbon. The results demonstrate that the thermodynamic calculation results are in good agreement 
with the experimental results. 

Figure 7. Effect of temperature on arsenic-containing products in dust ash by reduction roasting.

4.5. Effect of Carbon Mass Ratio on Arsenic Removal Products of Dust Ash by Roasting

According to the dust ash in Table 2, the thermodynamic calculation of the effect of carbon powder
on arsenic removal products was done using FactSage 7.0. Figure 8 shows the results of the effect of
carbon ratio on arsenic removal products of dust ash by roasting using thermodynamic calculations.
When the arsenic-bearing dust ash was roasted with a carbon mass ratio increasing from 0 to 1.83%,
the percentage of residual solid AlAsO4(s) in dust ash gradually decreased from 100% to 0, and the
percentage of gaseous As2O3(g) gradually increased to 100%. When the arsenic-bearing dust ash was
roasted with a carbon mass ratio was below 1.63%, the arsenic removal products were the majority
of AlAsO4(s) and a small amount of As2O3(g). When the carbon mass ratio was 1.83%, the arsenic
removal product was almost volatilized in the form of As2O3(g). Subsequently, with the increase of
carbon mass ratio, the percentage of volatile As2O3(g) gradually decreased, while the percentages
of As2(g) and As4(g) gradually increased. When the carbon mass ratio increased to 5%, arsenic was
almost removed by volatilization of As2(g) and As4(g).
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Figure 8. Effect of carbon ratio on arsenic removal products of dust ash by roasting.

The arsenic recovery experiment by roasting in the reducing atmosphere was carried out with
dust ash containing 2% carbon powder. Figure 9a shows the recovered products condensed on the
edge wall of the quartz tube. Figure 9b exhibits the XRD spectrum of the recovered products. The
recovered products are almost As2O3(g). Figure 9c is the XRD spectrum of the roasted dust ash, and
the peak of arsenic is almost invisible in the XRD spectrum. By comparing dust ash before roasting in
Figure 2, it can be seen that almost all arsenic in the dust ash has been volatilized and recovered in the
low-temperature section at the end of the quartz tube. Thermodynamic calculation of Figure 8 shows
that arsenic volatilized in the form of gaseous As2O3(g) when dust ash was roasted with 2% carbon.
The results demonstrate that the thermodynamic calculation results are in good agreement with the
experimental results.
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5. Conclusions 

(1) Arsenic in arsenopyite-bearing iron ore can be removed by roasting method in an air or 
nitrogen atmosphere; 

(2) The mechanism of arsenic removal by roasting method indicates that the efficiency of arsenic 
removal by roasting in air is less than that in nitrogen atmosphere. The poor arsenic removal 
efficiency at low temperature and in an air atmosphere is due to the formation of arsenates by 
the reaction of As2O3(g) with other oxides in the strong oxidizing atmosphere. Lower partial 
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atmosphere is difficult, and arsenic easily reacts with oxides to form arsenate and remains in 
the dust ash. The method of roasting in a reducing atmosphere is feasible for arsenic recovery 
from dust ash. When the arsenic-bearing dust ash is roasted with a carbon mass ratio below 
1.63%, the arsenic removal products are the majority of AlAsO4(s) and a small amount of 
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Figure 9. (a) Volatile compounds photograph, (b) XRD spectrum of volatile compounds collected
during roasting dust ash, and (c) the dust ash after roasting.

5. Conclusions

(1) Arsenic in arsenopyite-bearing iron ore can be removed by roasting method in an air or
nitrogen atmosphere;

(2) The mechanism of arsenic removal by roasting method indicates that the efficiency of arsenic
removal by roasting in air is less than that in nitrogen atmosphere. The poor arsenic removal
efficiency at low temperature and in an air atmosphere is due to the formation of arsenates by
the reaction of As2O3(g) with other oxides in the strong oxidizing atmosphere. Lower partial
pressure of oxygen is required to ensure an effective arsenic removal rate when arsenic-bearing
ore is roasted at lower temperatures. Arsenic is removed in the form of As2O3(g) by the roasting
method, and residual arsenic reacts with oxides in the ore to generate arsenates.

(3) The arsenic recovery from dust ash by roasting in the atmosphere of an air or anaerobic atmosphere
is difficult, and arsenic easily reacts with oxides to form arsenate and remains in the dust ash. The
method of roasting in a reducing atmosphere is feasible for arsenic recovery from dust ash. When
the arsenic-bearing dust ash is roasted with a carbon mass ratio below 1.63%, the arsenic removal
products are the majority of AlAsO4(s) and a small amount of As2O3(g). When the carbon mass
ratio is 1.83%, the arsenic removal product is almost volatilized and recovered in the form of
As2O3(g).

Author Contributions: R.C., H.Z., and H.N. conceived this contribution; R.C., and H.N. wrote this paper; R.C.
and H.Z. conducted experiments and analyzed the data. R.C. and H.Z. received funding acquisition.

Funding: This research was funded by the Open Youth Fund of The State Key Laboratory of Refractories and
Metallurgy, Wuhan University of Science and Technology (Grant No. 2018QN03), National Key R and D Program
of China (2018YFC1900602) and the Research Project of Hubei Provincial Department of Education (D20171104).

Conflicts of Interest: The authors declare no conflict of interest.



Processes 2019, 7, 754 11 of 12

References

1. Riveros, P.A.; Dutrizac, J.E.; Spencer, P. Arsenic disposal practices in the metallurgical industry. Can. Metall.
Q. 2001, 40, 395–420. [CrossRef]

2. Díaz, J.A.; Serrano, J.; Leiva, E. Bioleaching of Arsenic-Bearing Copper Ores. Minerals 2018, 8, 215. [CrossRef]
3. Xin, W.B.; Song, B.; Yang, Z.B.; Yang, Y.H.; Li, L.F. Effect of Arsenic and Copper+Arsenic on high temperature

oxidation and hot shortness behavior of C–Mn steel. ISIJ Int. 2016, 56, 1232–1240. [CrossRef]
4. Xin, W.B.; Song, B.; Huang, C.G.; Song, M.M.; Song, G.Y. Effect of Arsenic content and quenching temperature

on solidification microstructure and Arsenic distribution in iron-arsenic alloys. Int. J. Miner. Metall. Mater.
2015, 22, 704–713. [CrossRef]

5. Yin, L.; Seetharaman, S. Effects of residual elements Arsenic, Antimony, and Tin on surface hot shortness.
Metall. Mater. Trans. B 2011, 42, 1031–1043. [CrossRef]

6. Huang, C.G.; Song, B.; Xin, W.B.; Jia, S.J.; Yang, Y.H. Influence of rare earth La on hot ductility of low carbon
steel containing As and Sn. Heat Treat. Met. 2015, 40, 1–6.

7. Zhu, Y.Z.; Li, B.L.; Liu, P. Effect of annealing and hot rolling on grain boundary segregation of Arsenic in an
Mn-steel microalloyed by Ti, Cr and Nb. J. Iron Steel Res. Int. 2013, 20, 67–72. [CrossRef]

8. Xin, W.B.; Song, B.; Song, M.M.; Song, G.Y. Effect of cerium on characteristic of inclusions and grain boundary
segregation of arsenic in iron melts. Steel Res. Int. 2015, 86, 1430–1438. [CrossRef]

9. Geng, M.S.; Xiang, L.; Wang, X.H.; Zhang, J.M.; Xiao, J.G. Effect of residual elements on continuous cast slab
and surface quality of hot rolled plate. J. Iron Steel Res. 2009, 21, 19–21. (In Chinese)

10. Wang, J.J.; Luo, L.G.; Kong, H.; Zhou, L. The Arsenic removal from molten steel. High Temp. Mater. Proc.
2011, 30, 171–173. [CrossRef]

11. Valenzuela, A. Arsenic Management in the Metallurgical Industry. Master’s Thesis, University of Laval,
Quebec, QC, Canada, 2000.

12. Mihajlovic, I.; Strbac, N.; Nikolic, D.; Živkovic, Z. Potential metallurgical treatment of Copper concentrates
with high Arsenic contents. J. S. Afr. Inst. Min. Metall. 2011, 111, 409–416.

13. Yin, Z.L.; Lu, W.H.; Xiao, H. Arsenic removal from copper-silver ore by roasting in vacuum. Vacuum 2014,
101, 350–353. [CrossRef]

14. Lu, W.H.; Yin, Z.L. Study on thermal decomposition and Arsenic removal of a Silver bearing Copper ore. Int.
J. Miner. Process. 2016, 153, 1–7. [CrossRef]

15. Lv, Q.; Zhang, S.H.; Hu, X. Study on removal Arsenic from iron ore with Arsenic in sintering process. Adv.
Mater. Res. 2011, 284, 238–241.

16. Cheng, R.J.; Ni, H.W.; Zhang, H.; He, H.Y.; Yang, H.H.; Xiong, S. Experimental study on arsenic removal
from low arsenic-bearing iron ore with sintering process. Sinter. Pelletizing 2016, 41, 13–16. (In Chinese)

17. Chakraborti, N.; Lynch, D.C. Thermodynamic analysis of the As–S–O vapor system. Can. Metall. Q. 1985, 24,
39–45. [CrossRef]

18. Contreras, M.L.; Arostegui, J.M.; Armesto, L. Arsenic interactions during co-combustion processes based on
thermodynamic equilibrium calculations. Fuel 2009, 88, 539–546. [CrossRef]

19. Nakazawa, S.; Yazawa, A.; Jorgensen, F.R.A. Simulation of the removal of Arsenic during the roasting of
Copper concentrate. Metall. Mater. Trans. B 1999, 30, 393–401. [CrossRef]

20. Zhang, S.H.; Lü, Q.; Hu, X. Thermodynamics of arsenic removal from arsenic-bearing iron ores. Chin. J.
Nonferrous Met. 2011, 21, 1705–1712. (In Chinese)

21. Cheng, R.J.; Ni, H.W.; Zhang, H.; Jia, S.K.; Xiong, S. Thermodynamics of arsenic removal from arsenic-bearing
iron ores with sintering process and dust ash by roasting. Iron Steel. 2017, 52, 26–33. (In Chinese)

22. Jiang, T.; Huang, Y.F.; Zhang, Y.B.; Han, G.H.; Li, G.H.; Guo, Y.F. Behavior of arsenic in arsenic-bearing iron
concentrate pellets by preoxidizing–weak reduction roasting process. J. Cent. South Univ. Sci. Technol. 2010,
41, 1–7. (In Chinese)

23. Cheng, R.J.; Ni, H.W.; Zhang, H.; Zhang, X.K.; Bai, S.C. Mechanism research on arsenic removal from
arsenopyrite ore during sintering process. Int. J. Miner. Metall. Mater. 2017, 24, 353–359. [CrossRef]

24. Li, Y.Z.; Tong, H.L.; Zhuo, Y.Q.; Li, Y.; Xu, X.C. Simultaneous removal of SO2 and trace As2O3 from flue
gas: Mechanism, kinetics study, and effect of main gases on arsenic capture. Environ. Sci. Technol. 2007, 41,
2894–2900. [CrossRef] [PubMed]



Processes 2019, 7, 754 12 of 12

25. Díaz-Somoano, M.; López-Antón, M.A.; Huggins, F.E.; Martínez-Tarazona, M.R. The stability of arsenic and
selenium compounds that were retained in limestone in a coal gasification atmosphere. J. Hazard. Mater.
2010, 173, 450–454. [CrossRef] [PubMed]

26. Nadia, M.V.; Roberto, B.G.; José, A.R.L.; Miguel, A.B.; Alan, D.C.; Elías, R.F.; Mario, V. Arsenic mobility
controlled by solid calcium arsenates-A case study in Mexico showcasing a potentially widespread
environmental problem. Environ. Pollut. 2013, 176, 114–122.

© 2019 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

Powered by TCPDF (www.tcpdf.org)

http://www.tcpdf.org

