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Abstract

Steel mills generate large amounts of by-product gas during operation, including coke oven gas, blast
furnace gas, and converter gas. Against the backdrop of the “dual carbon” goals, achieving the efficient
utilization of by-product gas has become one of the key tasks for China’s development. This article
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elaborates on the compositional characteristics of three types of by-product coal gas, discusses the
utilization methods and chemical applications of different coal gases, and looks forward to the future
of efficient coal gas utilization technologies. The results indicate that diversifying the utilization of by-
product gas—including upgrading, power generation, and chemical synthesis based on compositional
differences—can significantly improve energy efficiency, reduce carbon emissions and production
costs, and represents a key technological pathway for China’s steel industry to achieve low-carbon
transformation and high-quality development.
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1. 5|8

MU HARGIAUR, FIEARERAT ML RE R BUR FREAICR . BT & S OREMTT 2, Oy
ERFRERAL . S BR8N ). RBRAT W BERERR T AT SR 1 (b3 s S T i) [
RGN R RS+ A TUE IR BRI SE BRI SCRER™ R B M P B2k, It S5 il ] &
BRI AR MR HBAERIR.

FEARRBHRAWE LR . L FFSINRI T FT, 2024 4Fp ERANEIL 10.05 120, S5 E
PR ULE, BAERAT WA Dy [ RS BF (0 LA, T REVETH FE S BB AR 1] BEE XU
A3 B HEBE AT AN BRAT b v Jo A R (0 R, AR IA MR A b = AR IO, e A e 2 45 8 X 43
PAEkif S o e T B B (2] ARGt - Bl KIS TR Bedh . P RN Bl
ERE . FLNSED IR o, SRR, P B DL R B RS R RS A E TR,
M IKREVR[3] [4]. H AT, FEMRSA R HIRIFH S ZAFF, FEAB 7 $OVERH. 1FN
INFAMORLSCHEAE . B R R TS5 7955

ASCH GRS R P RO, B T =R BRI T K 3 R Y ik BT TR
SR RIS, T =FE PR SRR R R A T EE B SIS RS, X T BT A
REIRAE . FRARAE A BB R B BRI .

2. BIFESEE RS
2.1. EIPRES

Table 1. Composition of coke oven gas [7]

= 1. BPRSSER T ER]T]

Ho/% CHa4/% CO/% N2/% CO2/%

55~60 23~27 5~8 3~7 1.5~3

FEIPR R AR F T LR R AR T, FEAR R b o i AR 77 H A M ™t P [ IS

1
2

https://www.gov.cn/zhengce/zhengceku/202406/content_6956307.htm
https://www.gov.cn/zhengce/202510/content7046050.htm
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FIP= A 1 —Fh AT R SR . BRI TRE AT AR P AP 300~350 m® (FRUEIRZ), HHVE N EERRIES 5K 17~19
MJ, FEERS N Haw CHaw CO. Now CO,, HEfi KIAETIE 16~18 MI/m® [6], EARR W4 1 iR,

2.2. SRS

T PR S P AR AR P R B P B AT R SR8, B PSR EE A N COL CO, Ny Ha CHy,s
HT&5EKEN N5 CO,, MEBL, 10N 3500 KI/md Edr. S A= mis i K 1, SAARE s
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Figure 1. Flowchart of blast furnace gas production

E 1. SPRSESRIZEE

Table 2. Composition of blast furnace gas [8]
T2 BIPRSSERSEMS]

CO/% CO2/% N2/% H2/% CHa/%
25~30 15~19 55~60 1.5~3 0.2~0.5
2.3. HIRS

AP SRR R R P AN R E R, K B R S RN R AR S AR B — R SRR S (9] e
S EERS N COL COx Now How 0a, HEHKE—HAK, BIHERK, W= F IS 121.8~140
m?, FEARIE 3,

Table 3. Composition of converter gas [9]

3. BIPRS SRS ERK[I]

CO/% CO2/% N2/% H2/% 02/%

50~60 15~20 20~30 1~3 0.4~1.5

3. FRAPRSFI ARSI
3.1. BRIPRSEIRERS
TESIT 30 4, B SARBRAT Ak A Euitr e A Tl Ml B B R R T B AAT Ml e K 10]-[12].
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REREROEREF L, FEEPESFEL 2100 12 m®, MFKE I 30%ET4E R, SETED -
AALTRHEZ 4500 JimE, (AL GURERAT WL BIHT R R . AR N B AR IR SRS, AMUAT B> Tl RS
FIHEBC A R SR g 5 g, i LB RE RS Bh AR FH 2 F 3lai, X Fomah 4 ardRE KRR H R R
KIEFHH

RE ARG, MBS RAR TR — PR RUE, R 6E 1480 7 m®, BA RIFIHIHESE5
Rai[13]. HRT, S HIER RS A o BE R R ek T 2R 14]. oy B y0@ i ot it
AT ER AL, BEBRER . B AR, FIRMKEL > B CH, SEILE SR A 1) CH,
BRI LNG, AEFE 1000 m? A A 0] 77 42 220~260 m® KRS 15177 L&A E . SREK, H
CHy RS, Hyy CO S5 IR ARAT B s AR A o« FGEAL T 20 2wl Tl AL 1 i T2 16],
Sl Ak 5 I AP S AT IR BE R, EMAGTI NI ER R, B COL CO 5 Hy KA RN A i CH,
[17], BEJGEHEERA DB S5k, B4R LNG, AL 1000 m? A 74 K 460 m® RIRS
[15]6eAb T 2R F H B s S A Jl R e, s v R s

CO + 3H,—CH4 + H2O (1)
CO; + 4H,—CHs4 + 2H0 )

XA SIS S SRR L, X A AR AR 7] B T 22 B AR T 4, 348 1T e 25 5 AN T vy ek Py
FeA A TR pe S5 T 2 i, R R R R A 2 2SR B 9 P o 7V AT AR R = 1 S 78 0
b, REIRFIH R &, (L2, B 5BITRATE . &% LZAEHASFIHRE. 770
GER L BRARER Y ) . b B R AR O AT ), TR G AR R S S )R
BRME . ZEANG AR R B BRSNS CO, HEAT T EBE S M 18], FEFE T RIS E M RN S8 CO,
VORI R, HESIAT L a AL . SRR . B ATiZa AR 2 5 iR IE, IE PRt Tksye s A,
&G R G T ML, BREEEBCRIET 20%0h 1, 38/b COs HE 30% A 45[19]. H Btk T 2 HIHUR AR
SMmiE s EENE 2 fis.

Pk I FRAREE

‘ “X[
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FEIEREE

LNGTFfiiE

Figure 2. Schematic diagram of natural gas production from coke oven gas via the chemical process

B 2. RS UFEFIRARS TEE

3.2. BARSHEIRES

FEE S QUK s K BEIRAE R T 5N, AL STREIRAE 2R o5 1 S A v 7 A B0 e B HIR TSI R A
B, T E T RRHR RGN, AR RE b B AR GEAE AT REIR ) RIS ELAE A E[20] 0 AP (il
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SRR — MR UG 1 G AR R AR A 30%~50%, FEAEHl SRR, sy R E i & i &
BFE217,

H AT, 3 SE 1 i AP B R L2 S8 RS Ha 23 85 IR T BEFIHE S AT R R AT R TT
R AR EE A . VB R AR RN R A B S RA IRV E . R
SR IB I AN [F] ) W B AN [F) SRR B T e, DA B 4682 99.999% 1) Ha FHilEX[22], {HiX
TP 757 A AE [N AR AN B FE Ay ) [ 23] B B3R AN H AR5 T IR S U & 4R, SRR T B
FRAAIG[21]o BZEBTREVR R PR A mlb R AU A8 T AL 401, 070 % o1 SRR IR B, &= AT B
MAFLHE, I ECE A B 99.999%HETHF] 99.9999% . TR L IRE M A R SR A B A, M
MIERN TS BRI T ERAR, 19215H 83%~88%ME Mk, AW AT IO AR E] ™= 5, (HA R #
VERAE[24]. A8 RN IR S B AR A T3 WA 3. fh 2Rk R A, @i i ke, —S bR
LRBGRENAWEANEASOEAR, ZEER AT, ([EX RN EER WA BEKPE
KRENF . RETTIESG T, 0 T 505 He i LA SIS v ()15 Re UR s AT AR E

BHaEs

ﬁm AN A E%
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Figure 3. Schematic diagrams of pressure swing adsorption (a) and membrane separation (b) for hydro-
gen production [21] [25]
3. TEMRMHES (MRS BIRE(D)REE21] [25]

MRS BORR R ARIE RN, A AER R 24T T R ELS & B S 5L
RIEFIE B AR ST e . 4 4 X LR R X AN T I T2, s M RSETm, W
N5 TR i B AR IR IR B Al s AP A T ZESEEU B Oy s, T 2R g R T,
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HICONFIN T R, IR S R AR BB OIS 2 . 2 e ke, B RAmE R
UERT vz B

Table 4. Comparison of natural gas and hydrogen production from coke oven gas [17]
4. BPRSTIRRS S5XEE[17]

FH 51 PR HIRR S I RAHIES

e TR TR
- A TF o E . R IR TN
I Hith 7.2 AR PRI By B RS
=R/ B A 7 B
Fi& TR WTREL PR, ERA. AEA BRI
REEF & 86.57% /
55 EU A 3.48 4 2.05 4

4. BFRESFIATARIIK
4.1. SPESRELREB

RS R AR R R BRI PR, R B IRERYR[26]. ERE AR R FR KR R R M R
PR R, @R EE TR R E(TRT), BB H SR I Re R AR A N HLRE I 1T BE R AR [27]
[28]. FRAEHTEE[291%F TRT % F4R 2N m MMLAHIE AT AR ARSE 08, i R oo A SR I8 50T, KISE
AW 5 SR AL B IR TSR 1. 2 Bl S B s ml s BRIRSE[30RAWT T T =i < TRT 7EF
KGR AE R BEARFHE S EH TR, Wl 7 T3 TRT HoR M @ R BR AR ORI R E %, 1&
MFRBREZ X, @5 TRT HiAREH T @ ARSI 13 5, (BT E 2 G R R K b 3
R, B4 NTRIET RS L 2R R (ARIEIZIT R4 L 2ZMAEEI(b): #8310 7 s RaR
JE RIS H 2 B AR N 5 40 5 1 T R, ARk Al b TR RE R . BRARRERE . $ETHA 0 Ras AR R s
MEZEIEH.
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Figure 4. Process flow diagram for the dry-process system (a) and process flow diagram for the wet-process system (b)

E 4. FEEBITRZIZREERMEESITRGE I ZREE(Db)

R 50 R JE IR R SR T 1R T Bk COMBRAT M BE Pk 2 S5UAT 3l THJl ) 10368 R T 2 1 0 5 AN Bk AT
AR BE R BORBGE . WM, PR R T SE B AL REVR R Wie, — A& 5000 S7.77
KPR R AT > AR L) 560 20, By AL AR BB WANARREA, EARBLANL R AL
Gy o TR, DXSREVR S M R HORE 3%, AR BGR . REVEON SMICHUEE 0 X 38, Al m] A TRT
BRI E SR AR, FERIZE R, maERATRIEES . B RARR P, ok arg
HFERA TRT BRI, e RO A T

4.2. EFRES CO HIE

BEAE PR ORESR I H 25 74%, MRS HE RSBk, mdp B Co & K, ARAR
F IR FNE32], RS CO MATIREBURAI 77k H 2538 2 . B2k BE[33 15X i< CO 4 Bt
HEANTEIT R I, BT CO MR mi 5 4y BRI G, R R X CO A 5RHRHTRE 711 LiX 7Tk
B 7 LR S AL RS A B [34) A EIT A 1 DA 22 CO MR 71 PU-1 9% O HRIAZ R Bt 23 B9 CO 4R
AR BRI B R4 CO TVk3EE; Gao ZF[351EI #1200, MBREER. CO P2,
CO, AT FIFHZR . CHy FALR R REFESS TN 1% T 2T T T, $RH T —FioR H S b O i b 22 B h
A SRR A 3 45 -5 P FI R CA 46 CO F L2 Tao Z5[3613RH T —&FIH B e RM Er S 3 &
£ CO MBAARAL, 5 TG ERIES S RIS > 55% HRsFERARIIRCR, HEEWF S < 300
kPa. FEPftIE /7 5~20 kPa. i % 343~363 K; Flores-Granobles Z£[371JF & I T —Fh 38 K 8 K A AR
Wb 2255 T2 (PS-RWGS), SEIM S il E CO Kt i RGuEJI7E 1.05 bar 5 18.7 bar 2 [H] V)
e, AT EHES RN 58%1H CO (B BE/R b < RIWi 0.13 JBEZR CO); Oh &5[38]& . 1 VUK ZE /S H CO-
VPSA [BUCERERY, BZE L, 7£ 60°CAHI 2.5~6.4 bar [RIZE TR, TSEHL 79.9~87.4 mol%I[H) CO [HYH
(CO 4liJF >90 mol%), LAK 71.8%~81.8%I1] CO [HZR(CO 4i/E > 99 mol%).

5. BIPRSFAMREIR
5.1. FEKPIRSHREEFIF
S SUR P AANI FEP P A (R, thRANBR T REIR(30]. BRI I
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TRPE A 1400°C~1600°C [40], X HEAT AR AW, A sSEIlRe BRI A, 3E— Dt il B R BRI
R . 2EBRTT BN INBLTEEE, BRI A S CCER Wi BUN KRB SR AR &, i
PRSI F 5 BEHE I A B 5 TP B IRl RS AR[4 113 7 28 O A T A 5 v T P [ AR P
A, ERCE N 85.30%, BEVETIZRIER] 25.20%, CO»EHERE N 0.51 kg/m®, WA HE AN 1.25 gm?,
T AL GE IS RICR R AR ELRSCR B 555 X R (421408 HH 3T S 8 P A O St 0L AE R BR324 T LA
FaE SRR T, RN R AL O P shaS TRIsIRIREC L, MERe e B2 JosbeR F ik R 1
CRERILTT R, THREF R 14000~18000 mP/h, $ i T EAPIE SR 2 SR & M43 1TF K T R FHE
AT A S R ST RA R R 1t A R R SR FH 73 . TE I SR PN T T 25 R SRR AN P I 570.3°C,
TR 38.3%, IFEI AL BN TESHERT T IR NG EE . £ = 9 R P AT AR SR A HuX
BEAT B RS LR O VR IR, OGS N RN SGE T e RE, BN LA 6%~8 % & 8% B AR A
(R R Y R R TR A s A5 [44SR BB BN S50 45 & 18 77 1R AT 9 3 SRR se X Bt AP FRORIURR S PR R e
2, RIS AHKERIRE RN CO mRBURRal 1M EER R ERSEAE[45152 H e K7 B 2% A
2%, i TS ERRIRE A, (ERTRER BUABERCE I 74.64% 52T 2 98.86%, J5 kel BUAKERCE
M 44.08%$2 T2 95.05%, SEIL 1 BT R = U R -

5.2. ¥rrRSHIRER

P CO R BT Ik 60% A b, K AR A T 247 (SRR L T B I [46], #E4 H
PRIRIE B 2 1 PR TR USRS SR BTG S, b COL HERL, S BT B AL A o XU A5 [47 152 T H
Feap SR R AR I L2, SRR LY 2.05~2.1, 5 ARSI SME b <A 7= R AR L
AR BT R E 2 A Vh i HLREAEAR, SEBL T SRR ORI AT s REVLH S48 B0 AR A Ui Y i
SRR, SR 7RO R L E, WK S, BRREDR U ) Hy/CO, A RERR T CO
FIFHZ, PR T RS FERE RV SBA s IR [40 ISR « 1S (R I J5E S - R0 AR Ao s LR
W, RO R IR T 23%, JRARFRIRE 13%; BIEF[S0TH FIAR Sk Al A i e v gl i A <
AR SO ERE, IR AL A B T E (A R T 5.3 MPa) B~ S, kG TR 405 13 B2 98% LA
FRHEE
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Figure 5. Flowchart of the methanol production process using a mixture of coke oven gas and converter gas [51]
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FepP BRI RI I R A RBOR A AR B B T 7 AR RS, (X0 A R L 3 (AL, E PR 7Y
HRHBIC,  A/NNERAL R R @S A IR, 2R EHREETT 30, rTHE RO = BN, e
RS, K=MK R E R X, ERRGE T IS & & R B A Bk, FLBR SRR AT R
BRECHRA F,  IEE D U P BRSO, I RF L3RI il — BBz AR B AR AR -

6. REERE

) SIPH S A RER CHy A1 Ho, RS 51 RIR T QO  (BATIA7 A H AL fEALH 5
SR YURE AR R 73 125 45 A A3 e A SHE IS5 ] o L 7P 2 SR % 2k 2 1] L 4% WY S RO 20 W ) 5 75
FE AR R A I Rl e iR AU PR RS T30 IR & PUARBON AR BT A, T
KIS A B B FE AL -

2) HPIER R IREEIE AR A LR ORI AT R AR, e 5 2T 65%. iR IR S AR AVE
TR P B A BE R e, EAE AL 22 REVR FE [T T T i 0 B REAE /8 ARG Ae E MEAS R 4 1)l AT A A6
Befb /NEAL TRT ERAIER H /MY R, SRR RER R € Bl JTRRIRHVE . IR AF R
CO M ROUE AL RBRIE « PR SE i PINELAG 2, ESh b I AL 2 RE e (LR S 90 SR AN BRI 5
AR

3) BB CO RN VB RIS R BRI A AFAE IR A XL, /MR 2 U
RORBE N, ML THAC I 5280 T AR LL R . AL R . 2R REA 2 A . 5 oA
SRR O IR R BT, R R 2 SRR S R A Bk, B ARt .« IR
RARRAAE S G BRI, B AR B A4 v v BEAR EL AL TR A R
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