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Abstract: The isothermal reduction of iron oxide pellet fines–carbon composites was investigated at
temperatures of 900–1100 ◦C. The reduction reactions were monitored using the thermogravimetric
(TG) technique. Alternatively, a Quadruple Mass Spectrometer (QMS) analyzed the CO and CO2

gases evolved from the reduction reactions. The effect of temperature, carbon source, and reaction
time on the rate of reduction was extensively studied. The phase composition and the morphological
structure of the reduced composites were identified by X-ray diffraction (XRD) and a scanning electron
microscope (SEM). The results showed that the reduction rate was affected by the temperature and
source of carbon. For all composite compacts, the reduction rate, as well as the conversion degree
(α) increased with increasing temperature. Under the same temperature, the conversion degree and
the reduction rate of composites were greater according to using the following carbon sources order:
Activated charcoal > charcoal > coal. The reduction of the different composites was shown to occur
stepwise from hematite to metallic iron. The reduction, either by activated charcoal or charcoal, is
characterized by two behaviors. During the initial stage, the chemical reaction model (1 − α)−2

controls the reduction process whereas the final stage is controlled by gas diffusion [1 − (1 − α)1/2]2.
In the case of reduction with coal, the reduction mechanism is regulated by the Avrami–Erofeev
model [−ln (1−α)2] at the initial stage. The rate-controlling mechanism is the 3-D diffusion model
(Z-L-T), namely [(1−α)−1/3−1]2 at the latter stage. The results indicated that using biomass carbon
sources is favorable to replace fossil-origin carbon-bearing materials for the reduction of iron oxide
pellet fines.

Keywords: iron oxide pellet fines; self-reducing mixtures; gasification; kinetics; biomass

1. Introduction

Iron and steel-making are one of the most energy- and carbon-intensive, polluting,
and greenhouse-gas-emitting sectors, accounting for 5–7 percent of the worldwide CO2
emissions [1]. The amount of CO2 released by steel-making plants is expected to rise to
approximately 3.0 billion tonnes by 2050 [2]. Coke and other fossil fuels account for over
70% of crude steel production [3]. In the search for strategies to decrease the amount of
emitted CO2, biomass is considered an important promising option. In the iron and steel
industry, biomass has been recognized as one alternative raw resource for replacing part
of fossil fuels [4]. Nowadays, the greatest issues facing steel-making are environmental
pollution and CO2 emissions. As a result, the expansion of the steel sector needs the
development of new techniques that are both commercially and environmentally viable [5].
In recent years, global population growth has necessitated increased industrial production
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and, as a result, rising energy demand. In this view, using renewable energy sources
(such as biomass) as an alternative to fossil fuels appears to be a vital option for lowering
greenhouse gas emissions [6,7]. According to Safarian et al. [8], biomass accounts for only
9.7 percent of primary energy, whereas fossil fuels account for 81.4 percent.

Biomass is a carbon-neutral and renewable energy source. The utilization of biomass
for energy in the industry has the potential to minimize CO2 emissions and fossil fuel
consumption. Coke and coal can be substituted in the ironmaking process due to the
abundance of biomass sources. It has been stated that biomass has been used in iron ore
sintering, blast furnaces, and some innovative iron-making processes [9–12]. Biomass
can reduce coke breeze and SO2 emissions during sintering without affecting the sinter
quality [9,10]. Biomass can also help to minimize the amount of coke used in a blast
furnace [11]. Charcoal can substitute coke directly inside the blast furnace. An iron ore
composite with biomass char can reduce coke indirectly in the furnace [12]. Biomass
is employed in some novel technologies, such as two-step direct reduction ironmaking
technology, in addition to applications in the traditional ironmaking process. Iron ore
and biomass pellets are utilized as raw materials in this process, which results in sponge
iron [13,14].

In addition to the energy issue, one of the major issues facing worldwide steel produc-
tion is the handling of wastes such as slags, dust, mill scales, sludges, and fines generated
at different stages of the iron and steel manufacturing process. The utilization of these
wastes is a critical strategy for conserving resources and reducing pollution [15,16]. More-
over, replacing by-products with natural resources in manufacturing processes can save
energy and enhance efficiency. This includes decreasing the exploitation of natural re-
sources and pollution, as well as the utilization of environmentally friendly substitute raw
materials [15–18].

Composites containing iron oxide as well as carbon sources have recently received a
great deal of attention in the iron-making process [19,20]. The utilization of composite in
the blast furnace (BF) was observed not only to decrease the use of coke but also to improve
the performance, consequently increasing productivity [3]. The effect of carbon content
on the reduction rate was previously investigated by different researchers [3,12,21–27].
Many researchers [28–31] reported that as the amount of carbon in the composite increased,
the reduction rate increased monotonically at 1000 ◦C. Whereas others [24,31,32] have
shown that raising the amount of carbon over the stoichiometric value has little impact
on the reduction degree at temperatures over 1200 ◦C. Yang et al. [33] studied the effect of
several variables on the reduction behavior of composites such as a temperature range of
1100–1400 ◦C, the gas flow rate, and the graphite particle size. It was found that direct
reduction controlled the reduction reaction in the early stages of the reaction, while the
reduction process was controlled by indirect reduction mixed with a carbon solution as the
partial pressure of CO increased with temperature. Liu et al. [34] investigated the reduction
of an iron ore–coal mixture. They concluded that the reduction of magnetite to wustite
occurred between 740 and 870 ◦C. Wustite is reduced to metallic iron at approximately
870–1200 ◦C and the reduction rate is slower at 740–800 ◦C than at 800–870 ◦C. Sun et al. [35]
studied the reduction kinetics of oolitic iron ore-coal at 1423–1573 K. They concluded that
the C/O molar ratio and the temperature have a considerable impact on the reduction rate
and reduction degree. The reduction reaction was divided into three steps, each with an
apparent activation energy of 48.26, 69.80, and 127.58 kJ/mol, respectively. The reduction
reaction during the first stages is regulated by the combined effect of the chemical reaction
and gas diffusion. During the second step, the reduction process is dominated by the
chemical reaction, whereas the coupled solid-state diffusion and boundary reaction control
the final stage. The reduction of iron ore fines with different carbon sources was investigated
non-isothermally using different heating rates by Hammam et al. [36]. It was concluded
that the heating rates have a significant influence on the conversion degree and the rate
of reduction. At the same heating rate, the reduction extent and rate of reduction were
both greater when charcoal was used instead of coal. When utilizing coal, the reduction
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behavior progressed from Fe2O3 to Fe3O4, then from Fe3O4 to FeO, and ultimately from
FeO to Fe. When using charcoal, the reduction reaction progressed from Fe2O3 to FeO, then
from FeO to Fe. The reduction mechanism is dominated by gas diffusion at the earliest
stages, while the later stages are controlled by the nucleation reaction.

Currently, researchers all over the world are interested in researching and finding
future raw materials for the iron-making industry. Understanding the reaction kinetics
of such materials, as well as their impact on process parameters and performance, has
prompted scientists to continue their research to obtain better insight into the reduction
kinetics of these materials. The current study is planned to investigate the isothermal
reduction kinetics of fines rejected from iron oxide pellets in direct reduction (DR) plants
with different biomass materials such as activated charcoal and charcoal. Composite
compacts were tested at different temperatures (900–1100 ◦C) in the presence of an argon
(Ar) atmosphere. The reduction kinetics was investigated for activated charcoal and
charcoal and then compared with those of coal.

2. Experimental
2.1. Raw Materials
2.1.1. Iron Oxide Pellet Fines

Iron oxide pellet fines utilized in this research were obtained from the transportation
and handling of iron oxide pellets in the DR plant (Al-Ezz El-Dekheila steel Company,
Alexandria, Egypt). The chemical composition, mean particle size, and main phases of iron
oxide pellet fines are illustrated elsewhere [36].

2.1.2. Carbon-Bearing Materials

Activated charcoal, charcoal, and coal are the carbon-bearing materials that are used as
reductants. Their proximate analysis is given in Table 1. The activated charcoal has higher
fixed carbon and lower ash content than charcoal and coal. The three reductants have
nearly the same mean particle size of <100 µm. The surface area analyzer (Quantachrome,
Nova 2000, Boynton Beach, FL, USA) was used to measure the specific surface area of the
three reductants. The specific surface area of activated charcoal, charcoal, and coal are 817.3,
625.5, and 316.4 cm2/g, respectively.

Table 1. Proximate analysis of carbon-bearing materials (wt.%).

Carbon Source Moisture Volatiles Ash Fixed Carbon

Act. charcoal 4.5 12 2.5 81
Charcoal 9 14 3 74

Coal 4.5 33.5 4 58

Reactivity Behavior

The gasification behavior and the reactivity were assessed for the selected carbon-
bearing materials in CO2 gas up to 1100 ◦C using a heating rate of 10 ◦C/min and holding
time of 40 min as shown in Figure 1. It is clear that all of the carbon-bearing materials
have exhibited three weight-loss steps (dehydration, de-volatilization, and gasification).
The dehydration stage of the three types is nearly at the same temperature range up to
200 ◦C with mass loss values of 9, 4.5, and 4.5 wt.% for charcoal, activated charcoal, and
coal, respectively. The de-volatilization stage indicates that the activated charcoal and
charcoal have low volatiles with a mass loss of 12 wt.% and 14 wt.% at temperature ranges
of approximately 200–700 ◦C and 200–780 ◦C, respectively, with small peaks in the DTG
curve. Meanwhile, in the case of coal, the liberation of coal volatiles began at 200 and ended
at approximately 800 ◦C with a mass loss of approximately 33 wt.% with a marked peak
in the DTG curve. These volatiles cause the appearance of an intense peak of CO gas at
the same temperature range. Finally, the gasification step (III) shows a difference in the
starting temperature between the three types of carbon-bearing materials. The gasification
temperature of activated charcoal starts at approximately 700 ◦C with a mass loss of 80 wt.%
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and a continuous marked stream of CO gas and stops after 20 min of holding at 1100 ◦C.
Meanwhile, the gasification of charcoal starts at 780 ◦C with a mass loss of 73 wt.% and a
detectable amount of CO gas and terminates after 10 min of holding time at 1100 ◦C. On
the other hand, the gasification temperature of coal is shifted to a higher temperature at
approximately 800 ◦C with the lowest mass loss of 57 wt.% and a low amount of CO gas.
The results of the thermal analysis of the three carbon-bearing materials are consistently
reliable with the proximate analysis, as shown in Table 1. It is worth mentioning that the
difference in the gasification temperature of the carbon-bearing materials may be related to
the variations in the specific surface area, active sites, porosity, as well as the amount of
fixed carbon. Activated charcoal appears to be the most reactive carbon-bearing substance,
followed by charcoal, and finally coal.
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CO2 atmosphere: (A) Charcoal, (B) activated charcoal, (C) coal.

2.2. Compact Preparation

First, self-reducing mixtures were prepared by gentle but thorough blending of iron
oxide pellet fines with activated charcoal, charcoal, or coal in an agate mortar and then
in a ball mill for 1 h to ensure homogeneity. The quantity of carbon was computed and
adjusted at a 3:1 molar ratio to guarantee that all reducible oxygen in the iron oxide pellet
fines sample was eliminated. Compacts were formed by moistening the mixture with 6%
distilled water, then compressing similar weights (1.5 g) in a cylindrical mold (d = 10 mm)
at 20 kg/cm2 with a hydraulic press to achieve a uniform size and shape of compacts.
The produced composite compacts were dried for 24 h at 110 ◦C before being kept in a
desiccator for future testing. Three types of composite compacts, namely iron oxide pellet
fines-activated charcoal, iron oxide pellet fines-charcoal, and iron oxide pellet fines-coal
were produced and are hereinafter named composites I, II, and III, respectively.

The porosity of the different composites was measured by a mercury pore sizer (Mi-
cromeritics Pore Sizer 9320, Norcross, GA, USA). The relationship between the cumulative
pore volumes and incremental volume against the pore diameter is shown in Figure 2. It
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can be seen that composite I and composite II give a wide range of pore sizes whereas
composite III shows a relatively narrow range of pore sizes. The total porosity of composite
I, composite II, and composite III is 39.63, 32.55, and 26.24%, respectively.
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different composites.

The reduction conversion (α) was determined by using the mass loss data in Equation (1)

α =
Wi − Wt

Wi − W∞
(1)

where Wi is the initial weight of the sample, Wt is the actual weight of the sample at a
particular time, and W∞ is the maximum theoretical weight loss.

2.3. Reduction System and Procedure

During the experiments, the total mass loss was continually recorded using the (TG)
approach to follow the reduction reaction of composites. Furthermore, an advanced gas
analyzer is employed to measure the amounts of carbon monoxide and carbon dioxide in
the off-gases. The reduction apparatus is depicted schematically in Figure 3. The reduction
system consists of a vertical tube furnace, equipped with an alumina reaction tube and
an automated sensitive balance at the top. The output of the balance is coupled to the
recording system for continual weight loss monitoring. The control parts consist of two
different thermocouples (T1 and T2). Thermocouples T1 and T2 are used to measure the
furnace and the sample temperatures, respectively.

Composites are isothermally reduced at 900–1100 ◦C in a purified argon atmosphere.
The furnace is pre-heated to a specified temperature and kept there for approximately 5 min
in each test. During the heating process of the furnace, argon gas is supplied at a flow rate
of 500 mL/min and remained constant until the experiment is completed. The compact
was then put in a platinum basket supported from the balance arm by platinum wire before
being deposited in the hot zone of the furnace. During experiments, the weight loss was
continually measured as a function of time until the sample weight remains constant. After
the experiment was completed, the furnace was cooled down to ambient temperature and
the reduced sample was quickly taken to avoid re-oxidation and stored in a desiccator for
subsequent characterization.
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3. Results and Discussion
3.1. Effect of Temperature on the Reduction of Composites

Figure 4a–c shows the variation in the calculated extents of reduction and the reaction
time for composites I, II, and III at 900–1100 ◦C, respectively. It can be observed that the
reduction rate was clearly affected by the temperature. For a given composite compact,
the measured weight loss was more obvious at the initial stages of reduction up to specific
extents based on the applied temperature. The high reduction rate was followed by
a significant decrease at subsequent stages until the reduction reaction was completed,
resulting in a plateau form at the last reduction stages. The reduction extent to which this
plateau occurred increased with a rise in temperature. The reduction processes of hematite
to magnetite and magnetite to wustite, as well as the gasification of carbon, are responsible
for the high rate of reduction at the beginning and middle stages. In the last stages, the
rate of reduction slows down due to the relatively slower reduction reaction of wustite to
metallic iron, which is considered the rate-controlling step in the reduction process. The
type of carbon-bearing material has a considerable impact on the reduction behavior at
lower temperatures of 900 and 950 ◦C. At 1000 ◦C, the reduction rates of composites I
and composite II are higher and close to each other, which is not the case with composite
III where the reduction rate is relatively lower. As the temperature increased to 1100 ◦C,
the difference between the rates of reduction for all composites was decreased and the
reduction extents reached almost 100%. This indicated that the influence of temperature on
the rate of reduction became more pronounced and the type of carbon source had a smaller
effect at such high temperatures.
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3.2. Kinetics Analysis

The rate of reduction reactions (r) can be described by the differential of the conversion
degree (α) and time (t) as follows [37]:

r =
dα

dt
= k(T) f (α) (2)

where k(T) represents the reaction rate constant depending on the applied temperature (T)
and f(α) expresses the function of the mechanism that depicts the mechanism during the
reduction reaction. There are numerous models tabulated elsewhere [37,38] for evaluating
the most probable reduction mechanism and the kinetic parameters.

Vyazovkin et al. [39] proposed that the integral approach was the optimum method
of analyzing the data resulting in thermal analysis (TG) to generalize kinetic calculations.
As a result, the integral approach was used to evaluate the reduction data. Equation (2) is
rearranged and integrated, and the equation below was derived (3).

G(α) =
∫ a

0

d(a)
f (a)

=
∫ t

0
k(T)dt = k(T)t (3)

where G(α) denotes the integral expression of the mechanism function. Testing the linearity
of G(α) against time can be used to establish the mechanism function. The slope represents
the rate constant k(T), and the best-fitting equation is the most likely mechanism.

The rate-controlling mechanism of reduction can be predicted by the integral method.
The chart of G(α) against time is shown in Figure 5. The reduction reaction, either by
activated charcoal or charcoal, is characterized by two behaviors, as given in Figure 5.
The first one is obtained up to conversion degree α ≤ 0.4 of the chemical reaction model,
(n = 3) reaction order, namely (1−α)−2 provides the best statistical result (R = 0.99). This
revealed that the chemical reaction is the regulating mechanism at this stage. The second
stage is obtained up to the conversion degree of 0.4 < α ≤ 0.9 for the diffusion model,
namely [1 − (1 − α)1/2]2 shows a liner pattern with R greater than 0.99 indicating that
the gas diffusion regulates the reduction reaction. In the case of reduction with coal, the
reduction is controlled by the Avrami–Erofeev Equation (m = 1/2 ) model [−ln (1 − α)2]
at the initial stage. The rate-controlling mechanism is the 3-D diffusion model (Z-L-T),
namely [(1−α)1/3−1]2 at the last stage. These findings were similar to those obtained by
other researchers [1,6,35,37].

3.3. Determination of Activation Energy Values Ea

The Arrhenius equation (Equation (4)) was used to determine the activation energy
values (Ea) for composite reduction processes.

k(T) = Aexp
(
−Ea

RT

)
(4)

where A represents the pre-exponential factor, Ea represents the apparent activation energy,
R expresses the gas constant, and T refers to the absolute temperature.

Figure 6a–c depicts the Arrhenius plots in which the activation energy values (Ea)
were calculated by graphing (lnk) vs. (1/T) at the early and final stages. Table 2 shows the
obtained Ea values.

The lower Ea values computed for composite I and composite II compared to composite
III are due to the larger surface area, higher fixed carbon, active sites, as well as higher
porosity of activated charcoal and charcoal particles, which provide more opportunities for
iron oxide reduction with carbon or carbon monoxide gas (direct and indirect reactions).
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Table 2. Computed Ea values for different composites.

Computed Ea (kJ/mol) At Initial Stage At Final Stage

Composite I 62.39 172.29
Composite II 77.45 196.48
Composite III 88.66 219.19

The morphological changes developed in reduced samples were evaluated under
a scanning electron microscope (SEM). Figure 7 shows SEM images of composites I, II,
and III reduced at 950 and 1050 ◦C, respectively. At 950 ◦C, Figure 7a–c depicts that the
structure includes the creation of metallic iron whiskers, which decrease in number as the
temperature increases. From Figure 7d–f, it can be seen that metallic iron grain growth
occurs in a dense matrix structure, in which the number of whiskers greatly decreased. The
structure formed becomes denser as the reduction temperature increases. This resulted
from the metallic iron grains’ coalescence and connection with each other.
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The various phases formed during the reduction of composite compacts were identified
using X-ray diffraction. The XRD partial reduction patterns of the three different composites are
shown in Figure 8. Hematite, magnetite, wustite, and metallic iron were clearly the predominant
components in these samples. It was observed that the reduction of iron oxide pellet fines
(Fe2O3) to metallic iron (Fe) occurs step by step (Fe2O3→ Fe3O4→ FeO→ Fe), which was in
agreement with the conclusions obtained by other researchers [20,40–42].

Sustainability 2022, 14, x FOR PEER REVIEW 12 of 17 
 

of iron oxide pellet fines (Fe2O3) to metallic iron (Fe) occurs step by step (Fe2O3 → Fe3O4 

→ FeO → Fe), which was in agreement with the conclusions obtained by other researchers 

[20,40–42]. 

 
(a) 

 
(b) 

Sustainability 2022, 14, x FOR PEER REVIEW 13 of 17 
 

 
(c) 

Figure 8. XRD patterns of partial reduction of iron oxide pellet fines composites at 1000 °C, (a) Com-

posite I, (b) Composite II, (c) Composite III. 

3.4. Measurements Based on (QMS) Analysis 

The reduction mechanism was predicted by analyzing carbon monoxide and carbon 

dioxide in the output gas resulting from the reduction of iron oxide pellet fines/C compo-

sites. Figure 9a–c demonstrates the relationship between the gas composition CO and CO2 

and the reduction time for composites I, II, and III at 1000 °C. The results show that the 

reduction of iron oxide pellet fines may be categorized into three successive reaction 

phases, which represent the reduction of Fe2O3 to Fe as follows: 

i. The reduction of Fe2O3 was accomplished in the first step by a direct interaction be-

tween Fe2O3 and carbon (3Fe2O3 + C = 2Fe3O4 + CO). As a result, CO gas was produced 

at the expense of nearby carbon particles. The CO gas generated in situ can also help 

in the reduction of hematite to magnetite (3Fe2O3 + CO = 2Fe3O4 + CO2). As a result, 

the amount of CO2 in the output gas increased. 

ii. In the second step, a portion of produced CO2 gas reacted with solid carbon to pro-

duce new and active CO gas (CO2 + C = 2CO). As a result, the CO concentration in 

the output gas increased. Depending on the gas concentration and the applied tem-

perature, the produced CO gas could participate in the reduction of magnetite to 

wustite and part of FeO to metallic iron. 

iii. The unreduced FeO reacted with CO gas in the third step to form metallic iron (FeO 

+ CO = Fe +CO2). The conversion of FeO to metallic iron took place at a rather modest 

pace. As a result, CO and CO2 concentrations in the output gas are comparatively 

low. 

Figure 8. XRD patterns of partial reduction of iron oxide pellet fines composites at 1000 ◦C,
(a) Composite I, (b) Composite II, (c) Composite III.



Sustainability 2022, 14, 8647 13 of 16

3.4. Measurements Based on (QMS) Analysis

The reduction mechanism was predicted by analyzing carbon monoxide and carbon
dioxide in the output gas resulting from the reduction of iron oxide pellet fines/C com-
posites. Figure 9a–c demonstrates the relationship between the gas composition CO and
CO2 and the reduction time for composites I, II, and III at 1000 ◦C. The results show that
the reduction of iron oxide pellet fines may be categorized into three successive reaction
phases, which represent the reduction of Fe2O3 to Fe as follows:

i. The reduction of Fe2O3 was accomplished in the first step by a direct interaction
between Fe2O3 and carbon (3Fe2O3 + C = 2Fe3O4 + CO). As a result, CO gas was
produced at the expense of nearby carbon particles. The CO gas generated in situ can
also help in the reduction of hematite to magnetite (3Fe2O3 + CO = 2Fe3O4 + CO2).
As a result, the amount of CO2 in the output gas increased.

ii. In the second step, a portion of produced CO2 gas reacted with solid carbon to
produce new and active CO gas (CO2 + C = 2CO). As a result, the CO concentration
in the output gas increased. Depending on the gas concentration and the applied
temperature, the produced CO gas could participate in the reduction of magnetite to
wustite and part of FeO to metallic iron.

iii. The unreduced FeO reacted with CO gas in the third step to form metallic iron
(FeO + CO = Fe +CO2). The conversion of FeO to metallic iron took place at a
rather modest pace. As a result, CO and CO2 concentrations in the output gas are
comparatively low.
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4. Conclusions

The current work was planned to study the reduction of fines rejected from iron
pellets in DR plants with biomass carbon-bearing materials, namely activated charcoal and
charcoal, which are isothermally reduced at 900–1100 ◦C in the presence of argon gas using
TG and QMS techniques. The kinetic reduction results were compared with those of coal.
The results obtained concluded the following:

• The impact of a reducing agent on the reduction process is remarkable at relatively
low temperatures.

• The rate of reduction increased upon raising the temperature at the initial stage, and
then progressively decreased during the final stages.

• At the same temperature, the reduction rate and degree of reduction with activated
charcoal and charcoal are higher than those with coal due to higher fixed carbon,
surface area, and porosity.

• The reduction reaction takes place step by step from hematite to metallic iron (Fe2O3
→ Fe3O4 → FeO→ Fe).

• The reduction reaction, whether using activated charcoal or charcoal, has two different
characteristics. The first one is obtained up to a conversion degree of α ≤ 0.4 and
corresponds to the chemical reaction model (1−α)−2 indicating that the chemical
reaction is the regulating mechanism at the first stage. At the latter stage, it occurs
up to the conversion degree of 0.4 < α ≤ 0.9 for the gas diffusion model, namely
2 is the rate-controlling mechanism. In the case of reduction with coal, the reduction
reaction is regulated by the Avrame–Erofeev model [−ln(1 − α)2] in the early stage,
whereas in the last stage, the rate-controlling mechanism is the 3-D diffusion model
(Z-L-T), namely [(1 − α)−1/3 − 1]2.

• The obtained activation energy values Ea for the reduction of composites I, II, and III
at the initial stage are 62.39, 77.45, and 88.66 kJ/mole, respectively, while at the final
stage, the computed Ea values are 172.29, 196.66, and 219.19 kJ/mole, respectively.

• In QMS measurements, the examination of CO and CO2 concentrations reveals that the
reduction process is significantly influenced by carbon gasification, which accelerates
the rate of reduction.

• The utilization of biomass carbon-bearing materials rather than fossil-origin resources
is a vital option for the reduction of iron oxide pellet fines.
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