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ABSTRACT

A process and apparatus for treating and detoxifying salts-
hydroxides scrubber wastes containing nitrite salts or sulfite
salts so that the final product has low nitrite or sulfite
content, a neutral pH and is usable either as a base blend or
as a stand-alone liquid product for agricultural applications.
One approach is to have a continuous flow oxidation of the
waste solution by ozone followed by a neutralization step
with MKP. Another approach is to perform oxidation and
neutralization in one step by the addition of hydrogen
peroxide and MKP.
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PROCESS AND APPARATUS FOR
OXIDIZING AND NEUTRALIZING CAUSTIC
WASTE TO LIQUID FERTILIZER

The U.S. Government has a royalty-free license in this
invention as provided for by the terms of Contract No.
F04611-93-C-0091 awarded by Phillips Laboratory, OLAC
PL/RKFE.

BACKGROUND AND SUMMARY OF THE
INVENTION

The present invention relates to a process and apparatus
for treating and detoxifying nitrite- and sulfite-containing
caustic scrubber waste to a chemical form suitable for land
application such as fertilizer or direct disposal. In particular,
the process and apparatus of the present invention oxidizes
nitrites and sulfites to nitrates and sulfates, respectively, and
neutralizes the resulting solution to neutral pH’s near 7. The
process as described can be carried out in situ with existing
NO, and SO, scrubber systems, or on stored scrubber waste.

Dinitrogen tetroxide (N,0,) is used at East and West
Coast space launch facilities as hypergolic fuel, but the
liquid waste generated by the NO, scrubbers associated with
those facilities poses a serious environmental problem.
Industrial processes such as fired process heaters, fossil fuel
fired boilers, production of nitric acid, and IC engine
exhausts also have the potential of producing environmen-
tally dangerous NO, and SO, emissions. Scrubber waste can
also produce NO, emissions which makes the waste
extremely hazardous since the OSHA STEL is 1 ppm.

Previous processes for treating and detoxifying wastes
used strong acids such as nitric acid which made the final pH
of the waste difficult to control and rendered the final
product unsuitable for direct disposal unless additional treat-
ment steps were taken for pH adjustment.

A process described in U.S. Pat. No. 5,206,002, for
example, removes SO, and NO, gas by oxidation in the
gas-phase, absorbs the oxidized species into solution, and
then neutralizes the solution. This process does not, how-
ever, treat exisiing waste. The scrubbing of SO, and NO,
streams is also known from U.S. Pat. Nos. 3,473,298;
4,784,835; 4,799,941; and 4,999,167.

Processes for the treatment of gas streams containing
nitrogen oxides have also been described in U.S. Pat. Nos.
4,603,036 and 5,017,348 which use absorption of nitrogen
oxides into an aqueous solution of hydrogen peroxide with
the subsequent conversion of the nitrogen oxides to acids.
The absorption solution in these known processes is acidic,
and the final solution is not neutralized for disposal.

Other processes for the production of liquid fertilizer are
described in U.S. Pat. Nos. 3,711,269; 4,013,443; and 5,211,
735 which utilize reactions which include phosphoric acid,
sulfuric acid, monobasic potassium phosphate (MKP), and
ammonia. These conventional processes do not use MKP for
the neutralization of salts-hydroxide stricily for the produc-
tion of neutralized solution to be applied as liquid fertilizer.

It is an object of the present invention to provide a method
and apparatus which produce a final product with high
potassium and phosphate content directly suitable as liquid
fertilizer or a base blend substrate for liquid or solid fertil-
izer.

It is another object of the present invention to produce a
final product of neutral pH and low nitrite or sulfite content
which is suitable to meet local, state, and federal EPA
regulations for direct sewage disposal.
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The foregoing objects have been achieved by the use of
processes for detoxifying nitrite (NO,") and sulfite (50,27
containing salts-hydroxides (e.g., NaOH, KOH, Ca(OH),)
first by oxidation of the nitrites and sulfites to nitrates
(NO5"™) and sulfates (SO,%), respectively, and second by the
subsequent neutralization of the salts-hydroxide to a final
neutral pH.

An advantage of the method of the present invention is
that it is also applicable to most sulfite, nitrite, NO,, and SO,
by-product streams which are prevalent in commercial pro-
cesses. Consequently, the detoxification processes described
herein, along with a scrubber operation such as that used in
the launch scrubbers, can eliminate or at least greatly reduce
environmental NO,/SO, emissions.

More specifically, processes which we have found to
oxidize and neutralize a caustic waste solution containing
NaNO,, NaNOQ,, and NaOH comprise a first process (a) on
which there is a continuous flow oxidation of the waste by
ozore (O;) followed by a neutralization step with KH,PO,,
or monobasic potassium phosphate (MKP); and, alterna-
tively, a second process (b) comprising a one-step oxidation
and neutralization with the addition of H,0, and MKP.

The first-mentioned process is amenable to batch treat-
ment or continuous flow gas-liquid contacting towers, and to
direct integration into scrubber system operations with the
addition of ozone in the NO, scrubber stream. The details of
these processes also include configurations which provide a
“secondary” scrubber safeguard against NO, emissions
(OSHA STEL of 1 ppm) utilizing additional scrubber waste
vessels connected in series with the primary treatment
vessel,

A summary of the reactions involved in the first-men-
tioned process in accordance with the present invention is as
follows:

(A) Oxidation

NO,+0;3 “NO;™0, 1]

$0,7+0, ~50,~+0, 2]

(B) Neutralization
NaOH(+NO; +S0,**#,P0, = (K,Na,P0,,N03,50,),,,,+H,0 {3]

- 'The second-mentioned detoxification process offers sim-
plified treatment which does not require ozone. The emis-
sion of any NO, resulting from the waste acidification is
trapped in a “secondary scrubber” vessel of untreated scrub-
ber waste or redirected to an NO, scrubber tower.

The reactions summarizing the second-mentioned treat-
ment process in accordance with the present invention are as
follows:

(A) Oxidation

NO,+H,0, ®NO;+H,0 [4]

S0,~+H,0, S0, 1,0 5]

(B) Neutralization

NaOH(NO; ™ +80, +KH,PO, «* (K,Na,PO,,NO3,S0,) o1t
H,0 3]
The neutralization step of both processes produces a

fertilizér with high potassium and phosphate content which

can serve as a base blend or as a stand-alone liquid product
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for numerous agricultural applications. The acid utilized in .

the process, namely monobasic potassium phosphate
(MKP), is a solid characterized by low toxicity, low cost,
and pK,’s which provide for a controlled neutralization
process resulting in fertilizer having a pH of approximately
7.

A further advantage is that the detoxification of scrubber
waste can be accomplished at ambient temperatures and
pressures, with commercially available equipment such as
mixing tanks, mixers, ozone generators, and associated
valves and fittings. The NO, emissions resulting from the
oxidation and neutralization steps can be controlled below 1
ppm (by volume), the current OSHA STEL.

We have also discovered that the neutralization process of
nitrite-containing waste must result in pH’s slightly basic
(greater than 7) in order to mitigate the evolution of toxic
NO,. When the pH of nitrite containing solutions drops
below a pH of 7, nitric oxide can be produced to react with
oxygen in the air and produce NO, and other nitrogen oxides
(NO,) as follows: '
(a) evolution of NO from solution

3NO, +2H* = 2NO(@+NO;+H,0 6]

(b) production of “NO,” gases
NO(@) + 5~ Onfg) = NO@) 7l
NOx(g) +NO(g) = N203(g) — NiO3(E0) (8]

The process of the present invention minimizes the above
reactions (Equations 6 through 8) first by oxidizing the
nitrites and then neutralizing the reaction product to a pH
greater than 7 so as to minimize the NO release described in
Equation 6 as the increased concentration of H* shifts the
reaction to the right.

The final product of the oxidation and neutralization
process of the present invention is usable, as noted above,
for direct land application or disposal. Liquid fertilizers have
become a viable source of agricultural nuirient addition.
Consequently, the conversion of the scrubber waste to a
usable fertilizer form potentially provides for at least part of
the cost recovery of the scrubber operation and detoxifica-
tion processes.

There is a particularly high demand for fertilizer with the
potassium content being similar to the phosphorous content
as noted in U.S. Pat. No. 3,711,269. Fertilizer is typically
rated as to its nitrogen, phosphorous, and potassium content,
N-P-K. The numbers are weight per cent expressed for the
composition of N as atomic nitrogen, the equivalent of P as
P,0, and the equivalent of K as K,0. The neutralized waste
stock generated by the methods of the present invention
produce liquid fertilizer with potassium (K,O) to phospho-
rous (P,Os) ratios of 1 to 1.5. Higher final concentrations of
potassium are possible for scrubber waste solutions com-
prised of potassium hydroxide. Without departing from the
principles of the present invention, low N content can be
augmented by addition of urea and ammonium nitrate, as is
commonly practiced in the fertilizer industry, to produce a
“complete” fertilizer.

Definitions for certain terms used throughout this Speci-
fication are as follows:

Salts-Hydroxide or Caustic: Solutions comprised of hydrox-
ides such as Ca(OH),, KOH, and NaOH, with pH’s gener-
ally at 12 or higher. Caustic solutions are used in effluent
scrubbing operations due to their reactive capabilities of
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removing SO, and NO, gas producing sulfites and nitrites in
solution, respectively.

NO,: A collective term used to describe the family of
nitrogen oxide gases. These gases are generally produced
from nitric oxide NO and subsequent oxidation with oxygen
in air. Nitrogen dioxide NO, is one of the more toxic oxides
with an OSHA STEL of 1 ppm.

Liquid Fertilizer: Aqueous solutions containing varying
weight percents of nitrogen, potassium, and phosphorous for
use in land application fertilization. Liquid or solid fertilizer
is generally rated in weight percent as to its total nitrogen
content N, total potassium content K as K, O equivalent, and
total phosphorous content P as P,O, equivalent, and
expressed as N-P-K.

MKP: Monobasic potassium phosphate, or KH,PO,;
molecular weight 136.085.

BRIEF DESCRIPTION OF THE DRAWINGS

These and other objects, features and advantages of the
present invention will become more readily apparent from
the following detailed description thereof when taken in
conjunction with the accompanying drawings wherein:

FIG. 1a is a schematic flow chart of a single-step hydro-
gen peroxide/MKP oxidation and neutralization process;

FIG. 1b is a schematic of a batch reactor equipped with
sparge tube and impeller;

FIG. 2 is a schematic flow chart of dual-step ozone
oxidation and MKP neutralization process;

FIG. 3 is a schematic view of a continuous flow gas-liquid
contacting column for oxidizing and neutralizing scrubber
liquid wastes.

FIG. 4a is a graph showing NO, concentration as a
function of time for a nitrite-containing waste solution;

FIG. 4b is a graph similar to FIG. 4a with a different waste
solution;

FIG. 5 is a graph of nitrite-conversion profiles when
oxidized by hydrogen peroxide; and

FIG. 6 is a graph showing the neutralization process with
MKEP.

DETAILED DESCRIPTION OF THE DRAWINGS

In FIG. 1g, hydrogen peroxide and MKP are added to a
waste solution (Waste 1) containing the sulfites and/or
nitrites in a primary vessel 10. The waste solution is con-
tinuously purged with compressed air and mixed by a
conventional impeller of the type used in the batch reactor
of FIG. 1b. After the hydrogen peroxide and MKP are added,
the vessel is closed and the detoxification reaction proceeds.
Due to the toxic nature of NO,, the vessel must be located
in a well-ventilated area or in a fume hood to comply with
all local and federal regulations.

The primary waste solution vessel 10 can be connected in
series with other waste solution vessels 11, . . . , n so that any
NO, emissions resulting from the pH lowering of the
hydrogen peroxide/MKP reaction are carried by the air
purge to the next series-connected reactor. The additional
reactors, 11 through n, in FIG. 1a contain scrubber waste just
as the primary waste vessel and all equipped with sparge
rings and impeller mixers. The air carrier stream purging
vessel 10 will also carry air and any evolved NO, from
vessel 10 to vessel 11 and so on to vessel . .. n. Conse-
quently, the salt-hydroxide in vessels 11 through n will
continue to scrub NO, leaving the primary reactor 10 by the
scrubber reaction



5,607,653

5

INaOH+2NO, =NaNO,+NaNO;+H,0 (9]

This process adds additional nitrites and nitrates to the
secondary reactors already containing nitrites, nitrates, and
salts-hydroxide of the original scrubber waste. Depending
on the number of secondary reactors or vessels 11 through
n placed in series with the primary reactor 10, the NO,
emissions can be reduced to levels of 1 ppm or less as
demonstrated. By appropriate valving and sequencing
arrangements in a full-scale automated application, the sec-
ondary reactors 11 through n could be moved up in the
reactor train to a primary reactor position as the previous
primary vessel 10 is taken off-line following complete
oxidation and neutralization. Thus, reactor 11 would become
the primary reactor with reactor n now being filled with
untreated scrubber waste to serve as the last secondary
reactor in the series. The final NO, emission leaving the train
of n reactors must be monitored or verified to meet all local
and federal emissions guidelines.

FIG. 2 illustrates the ozone oxidation and MKP neutral-
ization process whereby ozone contained in an air or oxygen
stream is admitted through a conventional sparge ring 12 at
the bottom of the closed, primary reactor vessel 10" and
dispersed via a conventional radial flow impeller 13 (FIG.
1b). The relationships between the liquid level 2 in the vessel
10', the impeller diameter D and the tank diameter T are also
shown in FIG. 1. During the oxidation process, the unre-
acted ozone sparged through the primary reactor and con-
tained in the air sparge stream can be directed into a sparge
tube of a secondary reactor, vessel 11', containing additional
scrubber waste. As measured, all of the ozone sparged
through the primary reactor 10' will not react with the nitrites
in solution due to mass transfer limitations, so secondary
reactors 11' and so on provide for more efficient use of the
ozone. After completion of the oxidation step for primary
vessel 10', the neutralization step with MKP is initiated with
the secondary vessel 11' still in line with an air purge
continuing through both vessels 1' and 11'. The vessel 10' is
opened, MKP is added, the vessel is resealed, and the vessel
is sparged with air and mixed by the impeller 13. In
accordance with Equation 6 above, lowering the pH can
result in NO, emissions from residual nitrites in solution,
which will be subsequently entrained by the air purge and
re-scrubbed per Equation 9 by the secondary scrubber
solution in vessel 11'. At completion of the salts-hydroxide
neutralization process with vessel 10', vessel 11' can be
moved up to primary reaction vessel with appropriate valve
sequencing and plumbing. Vessel 10' can then be drained
and refilled with untreated scrubber waste to serve as the
secondary vessel for the primary vessel 11'.

As illustrated in FIGS. 1a, 1b and 2, the liquid fertilizer
can be extracted from the reactors after completion of the
reaction and verified by pH measurements and the presence
of nitrites and/or sulfites with appropriate known analytical
techniques which need not be described here because they
will be within the knowledge of one of ordinary skill.

The best mode for carrying out the process is presently
contemplated to be a series of batch units or a gas-liquid
contacting tower. Secondary waste units in series with a
primary unit provide a precautionary step to mitigate any
NO, releases which might result from the primary treatment
vessel during oxidation and neutralization. Although
releases of NO, should be minimal in accordance with the
present invention, this additional precaution against expo-
sure is recommended for both safety and also to maximize
the efficiency of ozone usage if the two-step treatment
process is implemented as described herein. A continuous
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flow absorption system could likewise be used to impilement
this invention.

FIG. 3 illustrates a gas-liquid contacting device desig-
nated generally by numeral 14 which reacts the NO,-
containing gas stream with the salts-hydroxide containing
liquid stream. The gas stream is joined with an air and ozone
stream prior to the column inlet. The NO, will react with the
salts hydroxide according to Equation 9 above, forming
nitrites in the down-flowing liquid stream. The nitrites will
then react in the contacting device with the ozone per the
oxidation reaction of Equation 1 above to form nitrates in
solution. The resulting scrubber liquor can then be collected
and neutralized with MKP per Equation 3 above. The
addition of ozone to the gas-phase stream will also aid in the
oxidation of the gas-phase NO, species (namely, NO and
NO,) per Equations 7 and 8 above to higher order oxides,
thereby increasing the solubility of the species is in the
aqueous stream. The residual NO,, ozone and air carrier
stream could be further processed by feeding to batch
scrubber or additional gas liquid contacting towers or batch
scrubbers such as those in FIGS. 16 and 3 to achieve the
desired NO, effluent concentration. It is also recommended
to validate the NO, emissions from the specific process
utilizing the present invention. One known method for doing
so is described by Saltzman, “Colorimetric Microdetermi-
nation of Nitrogen Dioxide in the Atmosphere,” Analytical
Chemistry Vol. 26, pp. 1949-54 (1954) which is sensitive to
sub-ppm levels of NO,.

Oxidation and neutralization processes have been per-
formed on waste containing up to 10 weight percent NaNO,
and 10 weight percent NaOH. The initial waste was poured
into a reactor, sealed, agitated, and purged via a sparge tube.
The system was sparged with air or nitrogen in the case of
the single-step hydrogen peroxide-MKP process (FIG. 1),
and an ozone (1%)-air purge for the ozone-MKP process
(FIG. 2). The effluent from the reactor was then sparged
through a secondary vessel to either measure the concen-
tration of NO, or to absorb any NO, emissions by additional
caustic scrubber solution which could then subsequently be
treated following the same detoxification process. The actual
flow rate of the sparge gas is dependent upon the desired
concentration of NO, in the effluent which is permitted by
local and federal regulations. Temperatures for the oxida-
tion-neutralization processes are that of ambient, between 50
and 100 degrees F.

Nitrite oxidation efficiencies greater than 99.0% were
typically achieved with the ozone-MKP process of FIG. 2,
with ozone usage efficiencies of 35% at 5 to 8 scfh air. The
oxidation rates were measured to be 0.25 moles NO,™ per
liter per hour (0.1 pounds NO,™ per gallon per hour). As an
example of the kinetics for the oxidation reaction (Equation
1), FIG. 4a shows the decrease in NO,~ concentration as a
function of time for a nitrite-containing waste solution of 10
weight percent NaOH and initial concentration of NO,™ of
0.82 weight percent. The feed rate of ozone to the reactor
containing 150 cubic centimeters of waste solution was 0.05
g-moles ozone per hour, and the final conversion of nitrite to
nitrate was 98.7% after 1.5 hours. FIG. 4b shows another
waste oxidation process starting with a 3.5 weight percent
solution of NO,™. The oxidation reaction and conversion of
nitrite to nitrate was 99.8% after 4.5 hours.

For the hydrogen peroxide oxidation-MKP neutralization
process of FIG. 1, NO,™ was converted to NO;~ at a rate
(moles NO,™ per liter per hour) of 0.656 times the concen-
tration of NO,~ in moles-per liter. The oxidation reaction
was found to be approximately first order with respect to the
nitrite concentration. Final conversion efficiencies of the
nitrite to nitrate were 97-99%.
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FIG. 5 shows the nitrite-conversion profiles for the oxi-
dation of nitrite in caustic waste using hydrogen peroxide
when hydrogen peroxide and MKP are mixed with the
nitrite-containing waste in the proportion of 10 moles hydro-

gen peroxide to 1 mole NO,™ and 1.25 moles MKP per mole 5

of NaOH (or, equivalently, OH").

The neutralization process using MKP and the expected
pH for both the ozone oxidation process (FIG. 2) and
hydrogen peroxide oxidation process (FIG. 1) in relation to
moles MKP per mole NaOH is illustrated in FIG. 6.

EXAMPLE 1

Ozone Oxidation and MKP Neutralization

The ozone oxidation and neutralization of a waste liquor
containing 10 weight percent NaOH, 3.9 weight percent
NO,, and 5.2 weight percent NO;~ was performed. The
total weight of the waste solution was 175.4 grams, at a
density of 1.19 g/cm?, and the temperature was 75° E. The
solution was contained in a reactor fitted with thermocouples
and sampling ports so as to monitor the reaction progress.
An impeller and sparge tube was fitted to the system as
shown in FIG. 1b, and the waste conversion process was
initiated by purging with a stream of air at 8 scth containing
ozone at a partial pressure of 1.0x107 atm. The impeller
Reynold’s number for the test was 4,300. After 4.5 hours of
operation the conversion of nitrite to nitrate was 99.8%, and
the final concentration of the waste solution was 10.4 weight
percent NO;™ in the 10 weight percent NaOH solution at a
pH of 13.5. The total ozone used for the oxidation process
relative to that fed to the reactor was 35.2%. By attaching an
additional NaOH solution to the effluent of the reactor
during air/ozone purge, the average NO, concentration
evolved during the test was measured via Saltzman’s
method and found to be less than 0.002 pm (volume).

Following the oxidation step, MKP in the proportions of
4.2 1b per gallon of waste was added to the waste solution
to drop the pH to 7.8. The measured NO, emissions for the
process was equivalent to 0.008 ppm (volume). The result-
ing waste solution in this example had a final fertilizer rating
N-P-K of 2-20-13.

EXAMPLE 2

Ozone Oxidation

The ozone oxidation and neutralization of a waste liquor
containing 10 weight percent NaOH, 0.82 weight percent
NO,7, and 1.1 weight percent NO,~ was performed. The
total weight of the waste solution was 169.5 grams, at a
density of 1.13 g/em?, and the temperature was 50° F. The
solution was contained in a reactor fitted with thermocouples
and sampling ports so as to monitor the reaction progress.
The waste conversion process was carried out with a 5 scfh
air purge containing 1.2% ozone by volume. The impeller
Reynold’s number for the test was 2,150. After operating the
process for 1.3 hours, the conversion of nitrite to nitrate was
98.1% and the final concentration of the waste solution was
2.2 weight percent NO,™ in the 10 weight percent NaOH
solution. The total ozone used for the oxidation process
relative to that fed to the reactor was 22.2%, and the average
effluent NO, concentration was less than 0.008 ppm by
volume.
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EXAMPLE 3

Hydrogen Peroxide Oxidation and MKP
Neutralization

The single-step hydrogen peroxide oxidation and MKP
neutralization of a waste liquor containing 10 weight percent
NaOH, 3.9 weight percent NO,~, and 5.2 weight percent
NO;™ was performed at room temperature. The total weight
of the waste solution was 175.4 grams, at a density of 1.19
g/cm®. The starting pH of the solution was 13.5. The waste
solution was poured into a reactor fitted with a sparge
connection and effluent port connected to a Saltzman solu-
tion to measure the evolved NO,. Hydrogen peroxide was
added to the system in the proportion of 10 moles per mole
NaNO,, and MKP was added in the proportions of 1.5 moles
MKP per mole of NaOH. After adding these reactants, the
vessel was sealed, agitated, and purged at 42.5 liters (STP)
per hour air. After 3 hours, the conversion of nitrite to nitrate
was 89%, and after 5 hours, the conversion reached 97%.
The final pH of the waste solution was 6.3, with a fertilizer
rating of 1-12-8. By way of established analytical techniques
and the Saltzman colorimetric method, the average effluent
concentration of NO, during the course of the test was 1.5
ppm (volume). This concentration could be further diluted
by increasing the air purge rate through the system during
the test.

The following examples are scaled-up from smaller scale
experiments based on reaction and process variables such as
the oxidation rates and reactant proportions illustrated in
FIGS. 4a, 4b, 5 and 6, as well as dimensionless quantities
such as impeller Reynold’s number.

EXAMPLE 4

The oxidation and neutralization of nitrite waste with
hydrogen peroxide and MKP is carried out in a single batch
step. The initial NaOH content of the waste is measured via
standard acid-base titration techniques, and the initial nitrite
content can be determined by the aforementioned method
described by Saltzman. Ten gallons of waste with 10 weight
percent NaNO,™~ (approximately 14.2x10~* 1b mole NO,/
gallon) and equal parts of NaNO, are placed in a reaction
vessel containing 10 weight percent NaOH. The vessel is
sealed and agitated with an impeller Reynolds number (see,
Oldshue, “Fluid Mixing Technology” (McGraw-Hill 1983)
of 5000, and sparged with 10 scfh compressed air. Hydrogen
peroxide is added to the vessel at 10 moles hydrogen
peroxide to 1 mole of NO,™ (7.4 pounds hydrogen peroxide
per pound of NO,"), and then MKP is added at approxi-
mately 1.25 moles per mole of NaOH contained in the waste.
With pH monitoring, the total amount of MKP should be
added in increments so as not to drop below a pH of 7. At
measured oxidation rates for this process, the waste is
oxidized in approximately 7 hours, and the tesulting fertil-
izer rating (N-P-K) for this example is 2-12-8.

EXAMPLE 5

The oxidation and neutralization process using ozone and
then MKP is carried out in a dual step method. The initial
NaOH content of the waste is measured via standard acid-
base titration techniques, and the initial nitrite content is
determined by the aforementioned Saltzman method. Fifty
gallons of waste with 2 weight percent NaNO, (approxi-
mately 2.92x107> Ib mole NO,7/gallon) equal parts of
NaNO,, and 10 weight percent NaOH are placed in a
reaction vessel. The vessel is sealed and agitated with an
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impeller Reynolds number of 2200 or greater, and sparged
with an air/ozone stream from a commercial ozone generator
operating at 400 pounds O; per day (0.35 pound-moles of
ozone per hour). The processing time for this operation is
approximately 1 hour. MKP is then added to neutralize the
waste at approximately 1.25 moles per mole of NaOH
contained in the waste. Where pH monitoring is possible, the
total amount of MKP should be added in increments so as
not to drop below a pH of 7. The resulting fertilizer rating
(N-P-K) for this example is 1-16-10.

Similar examples can be provided for sulfite oxidation
and waste solutions neutralization based upon oxidation data
already available as seen, for example in J. Hoigne, H.
Bader, W. R. Haag and J. Stachelin, Rate constants of
reactions of ozone with organic and inorganic compounds in
water, Water Res., 19(8), p 9931004, 1985. The oxidation
rates of sulfite-to-sulfate are much higher than the above
rates for nitrite-to-nitrates and will be understood by one
skilled in the art in light of the above disclosure.

Although the invention has been described and illustrated
in detail, it is to be clearly understood that the same is by
way of illustration and example, and is not to be taken by
way of limitation. The spirit and scope of the present
invention are to be limited only by the terms of the appended
claims.

We claim:

1. A process for treating a basic aqueous solution com-
prising a hydroxide and at least one of a nitrite salt or sulfite
salt, said process comprising the step of reacting ozone with
the waste solution to oxide the anions of the salt.

2. The process according to claim 1, wherein the solution
is neutralized with monobasic potassium phosphate after the
oxidation step.

3. The process according to claim 2, wherein the process
is a batch process.
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4. The process according to claim 2, wherein the process
is a continuous process.

5. The process according to claim 1, wherein the oxidation
step occurs in a primary reactor to which is connected an
additional reactor for scrubbing NO, emissions.

6. The process according to claim 5, wherein the solution
is nentralized with monobasic potassium phosphate after the
oxidation step.

7. The process according to claim 1, wherein the oxidation
step occurs in an continuous flow absorption column with an
air-ozone mixture constituting a gas phase and the waste
scrubber solution constituting a counter flowing liquid
phase. ‘

8. The process according to claim 1, wherein the ozone is
introduced into an NO, scrubber stream.

9. A process for treating a basic aqueous solution com-
prising a hydroxide and at least one of a nitrite salt or sulfite
salt, said process comprising the step of reacting hydrogen
peroxide and monobasic potassium phosphate with the
waste solution to oxidize the anions and neutralize the
hydroxide, respectively.

10. The process according to claim 9, wherein the oxi-
dation step occurs in a primary reactor to which is connected
at least one additional reactor for capturing NO,emissions.

11. The process according to claim 9, wherein the oxida-
tion and neutralization reactions occur in a primary vessel
and NO, emissions are one of trapped in a separate scrubber
vessel containing untreated scrubber waste and directed to
an NO, scrubber tower.

12. The process of producing a liquid fertilizer comprising
potassium and phosphorus wherein monobasic potassium
phosphate is used to neutralize a basic aqueous solution.
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