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Abstract: The waste generated from the process of steel shot blasting must be safely disposed of due
to its classification, non-hazardous and non-inert, and, consequently, is sent to landfills. One of the
possibilities for reusing this waste is in the cement materials industry. In this context, the aim of this
study was to evaluate the addition of waste from steel shot blasting, thereby replacing natural sand,
for the manufacture of cementitious material with properties that shield against ionizing radiation.
Three forms of steel shot (commercial steel shot—AG1, intermediate steel shot waste—AG2, and
steel shot dust—AG3) were used to replace natural sand in different proportions (0%, 10%, 20%, 30%,
and 40% by volume). Compressive strength results were found with values above the minimum
compressive strength (20 MPa) requirement of structural concrete. The results indicated that AG1,
AG2, and AG3 can be used to attenuate X-ray radiation. Regarding the reference samples (mortar
developed without natural sand replacement), an increase in X-ray shielding of 76.7%, 72.5%, and
59.3% was found for samples with AG1, AG2, and AG3, respectively. Therefore, the waste generated
in the steel shot blasting process had the potential to be used in mortar developed to attenuate
X-ray radiation.

Keywords: mortar; waste; steel shot blasting; X-ray shielding

1. Introduction

In the last years, due to industrial developments, technological advances, population growth, and,
consequently, increased consumption, the uncontrolled exploitation of non-renewable resources, the
increased energy consumption and the generation of a large volume of urban and industrial waste
have been observed [1,2].

Among the industries that generate waste is the metallurgical industry, which, in one of its
activities, uses an abrasive called steel shot for the process of preparing the surfaces of metal structures,
a process known as steel shot blasting. In this process, the steel shot is worn down due to the impact
against the surface of the material to be processed, thus changing the shape and size of the original steel
shot. The material generated is called steel shot dust, which is a waste that NBR 10004 [3] classifies
as class IIA—non-hazardous and non-inert (when not contaminated with paints, solvents, and other
hazardous material). This waste needs to be properly disposed of, as set out in resolution number 313
of the National Environment Council [4] and in the National Solid Waste Policy as per Law 12,305 of
2010 [5]. The disposal used by the companies is based on sending the material to landfills and, when
necessary, previous toxicity analyses are carried out and the toxic components are stabilized [6].

According to the metallurgy industry that provided the steel shot dust for the development of this
work, 20 tons of this waste are generated per month. This industry is concerned with the significant
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costs and environmental impacts related to the disposal of this waste and seeks alternatives for its reuse.
One of the alternatives is to use grit power as aggregate, replacing natural sand, in the development of
heavy concretes and mortar, which is generally used to attenuate radiation [7–9].

Studies involving the development of materials for civil construction that have the function
of attenuating radiation are very important due to the wide use of radiation techniques in various
fields, such as health units carrying out radiation therapy, nuclear research facilities, as well as nuclear
engineering and space technology [2,10–12]. For a long time, lead was used for X-ray protection.
The utilization of lead in X-ray protection would surely be a good choice in terms of protection
against radiation but for the fact that it is heavy and expensive. On the other hand, lead has many
important disadvantages which limit its areas of application and usage, such as extremely high toxicity
for both people and the environment, its heaviness, and low mechanic and chemical stability and
inflexibility [13].

Seeking to find materials with radiation-shielding characteristics, much research has been carried
out [14–19]. In the development of concrete and mortar, generally conventional aggregates (natural
sand and gravel) are partially or totally replaced by heavy aggregates, such as barite [9,20], steel
shoot [11], and magnetite, among others [21]. For example, Waly and Bourham [22] sought to develop
material for a radiation shield that used various combinations of aggregates (magnetite, lead oxide,
and iron phosphorus) to replace sand. All combinations had a higher density than the reference
concrete, the highest value obtained being that for concrete which contained 39% magnetite and 16%
lead oxide. The combination that generated the concrete of the highest density also obtained the
highest attenuation coefficient. The attenuation obtained for this combination was approximately nine
times greater than that of the reference concrete. Creutz and Downes [23] prepared radiation-shielding
concrete with magnetite and found that concrete with magnetite has appreciably better shielding
properties than ordinary concrete. Maslehuddin et al. [11] studied the unit weight, compressive
strength, radiation shielding of concrete with steel shots, and electric arc furnace slag aggregates.
The results indicated that maximum gamma-ray attenuation was measured in the concrete with 100%
steel shots, but the minimum gamma-ray attenuation was found in the concrete with 35% steel shots
and 65% electric arc furnace slag aggregates. It should also be noted that concrete with 50% electric
arc furnace slag aggregates and 50% steel shots meets the weight and radiation requirements of
radiation-shielding concrete.

Regarding the use of steel shot dust, some studies have already been carried out. Meneghel [24]
evaluated the possibility of compacting the shot waste using a sintering process (metallurgy of the
powder), thereby generating briquettes that could be used by industries at a future stage. The study
carried out by Qomariah et al. [25] analyzed the suitability of contaminated sandblasting grit for
production of cement mortars and found that substituting natural sand with waste sand develops the
strength of mortar and small pores and increases the weight of mortar, but the waste was made up
of sand and not steel shot. Jhamad et al. [26] replaced cement by steel shot dust and evaluated the
compressive strength. It is concluded that the steel shot dust can be used as a replacement material
for cement and 5% replacement of steel shot dust gives a promising result in the strength aspect and
quality aspect, and it is better than the control concrete.

Although a number of experimental and theoretical works have been performed on the radiation
shielding of concrete and mortar with heavy aggregate, there is still a lack of consensus on the utilization
of steel shot blasting waste (steel shot dust) to improve the shielding radiation. Nevertheless, the
purpose of this paper was to study the effects of using steel shot and waste derived from the process of
steel shot blasting on the properties of mortar, such as compressive strength, air void, densities (wet
and dry), water absorption, and effects of X-ray attenuation.
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2. Materials and Methods

2.1. Materials

CPV-ARI Portland cement (InterCement Brasil, Candiota, Rio Grande do Sul, Brazil) was used
as a binder. It has the peculiarity of reaching high resistance already in the first days of application.
The development of high initial strength is achieved by using a different dosage of limestone and clay
in the production of clinker, as well as by finer grinding of the cement, so that, when reacting with
water, it acquires high strengths with greater speed. Clinker is the same one used for the manufacture
of conventional cement but remains in the mill for a longer time. The characteristics of this cement,
according to the report on assays provided by the manufacturer, are shown in Table 1.

Table 1. Specification of the properties of the CPV-ARI Portland cement.

Cement
Type

Physical Properties

Setting Time
Blaine
cm2/g

#200 % #325 % CS
1 mm

D 2 g/cm3
Compressive Strength (Average)

Initial
h:min

Last
h:min 3 Days MPa 7

Days MPa
28

Days MPa

CPV-ARI 03:19 04:01 4.411 0.07 0.33 0.21 3.09 39.5 ± 1.2 45.3 ± 1.2 53.8 ± 1.0

Cement
type

Chemical Properties

Al2O3 % SiO2 % Fe2O3 % CaO % MgO % SO3 % LOI 3 % Free CaO % I.R. 4 % A.E. 5 %

CPV-ARI 4.46 19.28 3.0 61.86 2.59 2.95 3.62 0.97 0.81 0.68
1 CS: Cement Soundness; 2 D: Density; 3 LOI: Loss on ignition; 4 I.R.: Insoluble Residue; 5 A.E.: Alkaline Equivalent.

The fine aggregate used was natural sand. In Figure 1, the granulometric distribution curve can
be seen. Its fineness modulus and bulk density of natural sand were 1.77 and 1470 kg/m3, respectively.
The water used was of drinking quality and was supplied by Corsan, Passo Fundo/RS.
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Figure 1. Granulometric curve of average and normalized sand (ABNT, 2003). Figure 1. Granulometric curve of average and normalized sand (ABNT, 2003).

The steel shot was obtained directly from the manufacturer. It is a spherical sample type S330C.
In the experimental planning, this shot was called aggregate 1 (AG1). Table 2 shows the chemical
composition and properties of the steel shot supplied by the manufacturer.
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Table 2. Chemical composition and properties of the S330C steel shoot [27].

Steel Shot Type
Chemical Composition (%) Properties

C Mn Si S P Hardness Density Microstructure

S330C 0.8 to 1.20 0.60 to 1.20 ≥0.40 ≤0.05 ≤0.05 40 to 51 ≥7.0 g/cm3 Martensite

Steel shot waste was collected directly from the disposal containers, located around the equipment
that uses steel shot in the industrial blasting process, in a metallurgical factory in the north of the
Brazilian state of Rio Grande do Sul. The collection and treatment of the samples were carried out as
per standard NBR 10007 [28].

The intermediate waste is characterized by a granulometry between the new steel shot and the
steel shot dust and has irregular characteristics since they come from the steel shot sphere that had
become worn during the industrial blasting process. This material was called aggregate 2 (AG2) in the
experimental procedure. Steel shot dust is the final waste of the process and has very small particles.
This waste was called aggregate 3 (AG3) in the experimental design.

Figure 2 shows the equipment used in the blasting process, where the place of entry and exit of
the parts subjected to the blasting process and the location of the extractor responsible for the removal
of steel shot dust (AG3) can be observed. It is important to note that not collected material (AG2) by
the extractor can be reused in the system, i.e., AG2 returns to the blasting process.
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2.2. Waste Characterization

To characterize the materials, granulometric analysis, density, morphology, and chemical
composition were determined. Granulometric analysis assays were carried out using sieving and,
also, LASER granulometry. The sieving for making the granulometric analysis was performed as per
the procedure set out in NBR NM 248 [29]. Cilas laser granulometer model 1190 (Anton Paar GmbH
Graz, Austria), with an amplitude of measurement from 0.04 to 2500.00 µm, was used for particle size
analysis for AG3 because it has powdery characteristics.

The pycnometry assay was performed to determine the density of the steel shot and waste, following
the recommendations of the ASTM D854 standard [30]. A 500 mL pycnometer was used, for which
the standard recommends using distilled water as a reference fluid. However, due to the hydrophobic
characteristic of the wastes (AG2 and AG3), the water had to be replaced with solvent (gasoline). This
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hydrophobic characteristic is possibly related to nonpolar substances from surfaces of materials subject to
the shot blasting process. To remove any bubbles, the samples remained connected to a vacuum system,
generated by a compressor, for 15 min. Analysis was performed at a temperature of 20 ◦C.

The iron content of the AG1, AG2, and AG3 was determined by the titanium (III) chloride
reduction method, according to NBR ISO 2597-2 [31], in which the titration is based on an oxy-reduction
reaction between the titrate (Fe2+) and the titrant (K2Cr2O7). Approximately 0.400 g of each sample
was dissolved in HCl solution, reduced, oxidized, and finally titrated with a standard potassium
dichromate solution to determine iron content.

To verify the morphology and elemental chemical characterization of the materials to be used as
aggregates in the production of mortar, a scanning electron microscopy (SEM) assay was performed in
conjunction with energy dispersive spectrometry (EDS).

The major oxides in the AG3 were determined by X-ray fluorescence spectrometry (FRX) assay,
carried out on a PANalytical spectrometer, model MiniPal 4 (PANalytical B.V., Almelo, The Netherlands),
at the Research Center for Petrology and Geochemistry (CPGq), Nucleus of Lithochemistry and Mineral
Analysis of the Geosciences Institute at Federal University of Rio Grande do Sul (UFRGS).

2.3. Production of Mortar Specimens and Experimental Design

Previous experiments were carried out to determine the dosage and percentages of substitution of
natural sand by steel shot blasting waste. The chosen trace was in volume due to the difference in the
density of the aggregates.

The cylindrical specimens were produced as per Brazilian standard NBR 5738 [32]. Initially,
the mixtures of the solids (cement + aggregates) were made, and water was added sequentially.
The cement material mixing was performed by a mortar mixer with a speed of 140 rpm. After mixture
homogenization, the cement mass was added to the cylindrical specimens with dimensions of
100 × 50 mm. The compaction was done according to the standard already mentioned. After 24 h, the
specimens were demolded and kept at room temperature (25 ◦C) for the curing process which lasted
for a period of 28 days.

Table 3 shows the experimental matrix used to make the specimens. In this experimental matrix,
it can be seen that the design of the experiment was built with two factors: type of aggregate
(sand + aggregates) and percentage of replacement. Three levels for the aggregate type were used
(AG1, AG2, and AG3) and 5 levels of substitution (0%, 10%, 20%, 30%, and 40% in relation to the
volume of sand). For example, 1 dm3 of natural sand equals 0% substitution, and 0.9 dm3 of natural
sand + 0.1 dm3 of waste equals 10% substitution. Six specimens were molded for each combination,
totaling 90 specimens.

Table 3. Experimental matrix. (W/C—water/cement ratio)

Order Cement
(kg/m3)

Sand
(kg/m3)

Aggregate
(kg/m3) W/C % Replacement

(by Volume)
Aggregate

Type

1 990 1470 0 0.4 0% Without
2 990 1320 480 0.4 10% AG1
3 990 1180 980 0.4 20% AG1
4 990 1020 1400 0.4 30% AG1
5 990 900 1910 0.4 40% AG1
6 990 1320 460 0.4 10% AG2
7 990 1180 820 0.4 20% AG2
8 990 1020 1300 0.4 30% AG2
9 990 900 1680 0.4 40% AG2
10 990 1320 270 0.4 10% AG3
11 990 1180 500 0.4 20% AG3
12 990 1020 700 0.4 30% AG3
13 990 900 890 0.4 40% AG3
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2.4. Characterization of the Specimens

The mortar specimens were subjected to the following characterization assays: compressive
strength; dry and saturated bulk density; air void (apparent porosity); water absorption and X-ray
transmission assay to check the attenuation generated by incorporating the waste.

2.4.1. Compressive Strength

Compressive strength was determined using the procedures described in the Brazilian standard
NBR 5739 [33]. For this assay, an EMIC press, model PC 200C (EMIC-PC100C, Instron, Norwood, MA,
USA), with a capacity of 2000 kN, breaking speed of 0.7 mm/min and precision of approximately 1% of
the applied load, was used.

2.4.2. Dry and Wet Bulk Density, Air Void, and Water Absorption by Immersion

Values of water absorption by immersion (%), wet bulk density (kg/m3), dry bulk density (kg/m3),
and air void (apparent porosity, %) were obtained after testing as described by ASTM C948-81 [34] and
NBR 9778 standards [35].

2.4.3. X-Ray Attenuation

Three cylindrical samples were used for each mix proportion to assess the properties of radiation
shielding. High-frequency-generator X-ray equipment (ORANGE 1060HF model; 40–100 kV/0.32–100
mA; 2× 2 mm focal point; Toshiba tube) was used as a radiation source. Measurements were carried out
using an experimental method based on one type of detector Radcal AGMS-D+ sensor and electrometer
(ACCU-GOLD+) with an interface software to show the output dose, dose-rate, time, kVp, and Flash
HVL. All samples were exposed to 70 kVp for 1 s. The sensor was placed 40 mm beneath the test
samples and an X-ray source was placed 500 mm above the test samples. In addition to the cementitious
material samples, a 1 mm lead rubber was used in the experiments to determine the equivalent lead
thickness sequentially. Figure 3a shows the schematic of the experimental test setup used for this
study. The attenuation coefficient for each sample was determined by measuring the intensity of X-ray
transmitted from different thicknesses by applying the Lambert Equation (1) [21,36–39]:

Ix = I0·e−µ(x) (1)

where Ix is the transmitted X-ray intensity, I0 is the incident intensity of X-rays, µis the linear attenuation
coefficient (mm−1), and x is the thickness of the sample (mm). The Half Value Layer (HVL) and the Tenth
Value Layer (TVL) for each mortar mix were also obtained from the following Equations (2) and (3):

HVL =
ln(2)
µ

(2)

TVL =
ln(10)
µ

(3)

Radiographic images were made to compare qualitatively the X-ray shielding, i.e., the darker the
radiographic image was, the lower the radiation attenuation was. Figure 3b shows the image formed
of the assay with 10% of replacement to AG1.

To determine the ideal specimen size for the X-ray assays, a prior assay was carried out with the
specimen in its original size, equal to those used in the other assays. However, as the result was a
blockage of practically 100%, the option was made to use specimens with a thickness of 19 mm.
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3. Results and Discussion

The presentation of the results is divided into two parts, which describe the characterization of
the waste used (aggregates) and the effects of the factors on the properties of the materials developed.

3.1. Characterization of AG1, AG2, and AG3 Aggregates

3.1.1. Particle Size Analysis

The results of sieving the shot and the wastes are shown in Figure 4, where the granulometric
distribution curve of the AG1, AG2, and AG3 aggregates and photographs of them can be seen.
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For AG1, 99% of the particles were retained in the 0.60 mm aperture sieve. For AG2, 72% was
retained in the 0.3 mm aperture sieve and 18% in the 0.15 mm aperture sieve. For AG3, 28% was retained
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in the 0.075 mm aperture sieve and 45% was retained in the 0.044 mm aperture sieve. The fineness
modulus for AG1, AG2, and AG3, as per ASTM C136 [40], were 3.01, 1.64, and 0.17, respectively.
The results of granulometry and fineness modulus for AG2 are very similar to the results found for
natural sand.

Due to the large percentage of material retained in the 0.075 mm, 0.044 mm, and bottom sieves, it
was decided to analyze the AG3 by LASER granulometry. In Figure 5, the granulometric curve for
AG3 can be seen, which presented an average particle diameter of 22.40 µm.
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3.1.2. Density and % Total Iron

The results obtained from the pycnometry assays show a variation in the density of the materials
according to their degree of use. AG1 obtained the highest density with 7820 ± 80 kg/m3, followed by
AG2 with 7580 ± 40 kg/m3, and AG3 had the lowest density AG3, namely 7060 ± 50 kg/m3. Those results
can be correlated to the utilization factor of the material in the industrial sandblasting process, i.e., the
more that is used, the smaller its granulometry and, consequently, the lower its density, since, under
normal conditions, without compaction, there will be a greater amount of air between the particles, thus
promoting a lower density. Another aspect that can contribute to this reduction in density is the possible
presence of some type of contamination, or impurities (for example, mill scale, oxidations, paintings, oils,
and solvents, among others which have a large amount of components such as lead, chromium, barium,
and others [24], related to the materials that were exposed to the blasting process).

In the assay performed, based on the analytical method for determining total iron [41], it was
found that AG1 presented a percentage of 95.6 ± 0.8% of total iron, AG2 presented 96.8 ± 0.5%, and
AG3 presented 92.6 ± 1.1%, the latter being the lowest percentage of the three materials, which can be
justified by its composition, which may contain a higher percentage of impurities.

3.1.3. Morphology and Chemical Composition

Figure 6 shows the morphology observed in micrographs for each of the analyzed materials.
The gradual reduction in grain size starting from AG1, still unused, can be seen. The final waste (AG3)
appears as small “sheets” (lamellae). The differentiated morphology of AG3 is due to the process of
using shot blasting, where the shot is thrown against the metal of the structures and, due to the impact
on the collision, ends up suffering wear and/or rupture.
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allowed the chemical elements of the region indicated in Figure 6c for AG3, thus obtaining the results
shown in Figure 8.
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The results listed in Table 4 refer to X-ray fluorescence for the AG3 sample, obtained from
quantitative analysis and performed via the fused sample technique with rock pattern calibration
curves. The values are shown as a percentage of the weight of the sample.

Table 4. Chemical analysis of AG3 obtained using the X-ray fluorescence assay.

Description
Oxides (%)

Fe2O3 Al2O3 SiO2 MnO CaO Cr2O3 Cl CuO SO3 ZnO NiO MoO3 Total

Amount 95.453 1.352 1.031 0.782 0.476 0.317 0.309 0.090 0.075 0.073 0.022 0.02 100.0

3.2. Compressive Strength

Figure 9 shows the behavior of the compressive strength of the materials produced according
to the type of aggregate used and their replacement percentages. AG1 and AG2 aggregates showed
increasing compressive strength values up to 20% replacement. For higher percentages, there was a
decrease in the compressive strength, which fell below the compressive strength values of the reference
mortar. AG3 showed decreasing results for compressive strength. Despite the lower results for the 40%
replacement, the values obtained were above the minimum compressive strength (20 MPa) requirement
of a structural concrete [42].
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Figure 9. Compressive strength according to the percentage of replacement of aggregates and types
of aggregates.

Figure 6 shows that AG1 and AG2 wastes have a more rounded morphological characteristic, which
may explain the increase in compressive strength. However, AG3 has a more lamellar characteristic as
can be seen in Figure 7b,c and also because of the size of its particles, which are smaller than those of the
other aggregates. As the size of these particles is very small, consequently there is a large surface area
and therefore, there is a greater need for water to hydrate the cement and can lead to the weakening
of the interfacial zone between the AG3 and the cement paste. Furthermore, it is possible that the
contamination of the AG3 causes a lack of adequate adhesion to the C-S-H matrix. As the water/cement
ratio was fixed, this aspect may have influenced the behavior of the compressive strength of AG3.

Kan et al. [43] obtained the lowest result of compressive strength with a mixture of 10% aggregates
and the highest value with a mixture of 40% metallic aggregates. This behavior was not observed in
this research because for 40% of substitution, the lowest values of compressive strength of mortars
were obtained. In the research by Esen and Doğan [44], the higher the percentage of replacement of the
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aggregate was, the lower the result for compressive strength was, i.e., the behavior was more similar to
the results obtained in this study.

3.3. Air Void, Water Absorption, and Dry and Wet Bulk Densities

Figure 10 shows the graphs of the air void, water absorption, saturated bulk density, and dry bulk
density as a function of the percentage of substitution for the different aggregates.
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Figure 10a shows that the air void had similar results for mortars produced with AG1 and AG2 if
compared with the results of AG3. While the results of AG1 and AG2 were, for the most part, below
the values of the reference mortar. AG3 presented an opposite result, where, with the increase in the
percentage of replacement of the aggregate, the air void was higher. This behavior can be explained in
relation to the shape and texture, i.e., according to Jamkar et al. [45], the aggregates that have a rougher
surface and a more angular shape have more air voids than those that have a smoother texture and a
rounded shape. Another explanation for the increase of air void is the decrease in workability due to
the presence of the high specific surface area AG3. Similar behavior has been reported by Khatib et
al. [46], but another type of waste was used.

As for water absorption by total immersion (Figure 10b), mortar produced from AG1 and AG2
showed a reduction in water absorption in relation to the reference sample, mainly due to the increase
in the percentage of metallic particles that do not absorb water. On the other hand, AG3 had the
opposite behavior, where there was an increase in the percentage of water absorption due to the
percentage of the aggregate replaced. This behavior of AG3 is directly linked to the significant growth
in the air void shown in Figure 10a. This increase in water absorption is an indication of an increase in
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the volume of pores. This may be due to the unimodal grain size distribution of AG3 possibly leading
to less optimal compacting and therefore a larger volume of pores.

The results for the air void and water absorption of samples developed with AG3 are similar to the
results found in the research by Esen and Doğan [44], who also found that increasing the percentage of
the aggregate replaced also increased the air void and water absorption. However, these authors used
limonite (a mixture of hydrated iron hydroxide in varied compositions—FeO (OH)·nH2O) as aggregate.

An opposite effect to the expected was found for the substitution of AG3 in relation to bulk
densities (dry and wet), water absorption, and air voids, that is, when adding finer materials in the
mortar, the tendency was to increase the packaging and, consequently, decrease water absorption
and air voids and increase densities [47,48]. However, in the study carried out in mortar by da Silva
and Campiteli [49], for a fine particle content of aggregates greater than 20%, the air void and water
absorption also increased.

Regarding the saturated (Figure 10c) and dry (Figure 10d) densities, the mortars produced from
AG1, AG2, and AG3 showed an increase in densities according to the substitution percentages. AG1, a
higher-density waste, showed mixtures with higher bulk density values (dry and saturated). For AG2,
the densities were of an intermediate order among the three types of aggregates evaluated, but with
very similar behavior. AG3, on the other hand, presented results very close to the results of the reference
sample in all replacement percentages used. This low variation in density, compared to that obtained
for the reference samples, is a consequence of the higher air void obtained for the materials constituted
by AG3. According to Carasek [50], mortars developed with heavy aggregates were characterized
by unit weight above 2300 kg/m3. In this way, mortars produced with AG1 and AG2 aggregates can
be classified as heavy-weight mortar. For other authors [10,51,52], heavyweight mortar is defined
as mortar with unit weight ranging from 2900 to 6000 kg/m3, while the unit weight of conventional
mortar varies between 2200 and 2450 kg/m3. Already for Azeez et al. [53], heavy-weight mortar is
categorized as a mortar having unit weight above 2600 kg/m3.

3.4. X-Ray Shielding

The attenuation characteristics of the mortars for X-ray energy of 70 kVp were determined and
are summarized in Table 5 and Figure 11.

Table 5. Attenuation characteristics of shielding cement materials for X-ray energy of 70 kVp. HVL:
Half Value Layer; TVL: Tenth Value Layer.

Samples Linear Attenuation
Coefficient (mm−1)

1 mm Lead
Equivalent HVL (mm) TVL (mm)

Lead rubber (1 mm) 4.057 ± 0.031 1 0.172 ± 0.005 0.568 ± 0.012
100% natural sand 0.046 ± 0.008 86.84 ± 2.57 14.936 ± 1.321 49.618 ± 1.127

AG1 10% 0.085 ± 0.003 47.26 ± 1.37 8.130 ± 0.098 27.006 ± 0.991
AG1 20% 0.120 ± 0.004 33.64 ± 1.76 5.786 ± 0.102 19.222 ± 1.612
AG1 30% 0.153 ± 0.007 26.34 ± 1.42 4.531 ± 0.099 15.051 ± 1.321
AG1 40% 0.176 ± 0.006 22.88 ± 1.15 3.935 ± 0.087 13.070 ± 0.789
AG2 10% 0.090 ± 0.003 44.75 ± 1.60 7.697 ± 0.079 25.569 ± 0.921
AG2 20% 0.127 ± 0.003 31.72 ± 2.12 5.457 ± 0.154 18.126 ± 1.020
AG2 30% 0.154 ± 0.004 26.23 ± 1.80 4.512 ± 0.201 14.989 ± 1.720
AG2 40% 0.169 ± 0.006 23.88 ± 1.27 4.108 ± 0.098 13.646 ± 0.870
AG3 10% 0.075 ± 0.005 53.62 ± 1.01 9.223 ± 0.119 30.638 ± 2.152
AG3 20% 0.085 ± 0.003 47.16 ± 1.67 8.112 ± 0.143 26.947 ± 1.221
AG3 30% 0.107 ± 0.006 37.50 ± 1.16 6.449 ± 0.221 21.424 ± 1.775
AG3 40% 0.114 ± 0.004 35.36 ± 2.16 6.082 ± 0.095 20.203 ± 1.398
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The mortars produced with wastes AG1, AG2, and steel shot AG3 performed better than the
reference mortar samples (cementitious material developed without adding waste steel shot), with an
increase in attenuation due to the increase in the percentage of substitution. Samples made with AG1
and AG2 showed similar behaviors, while samples with AG3 presented a lower performance when
compared to the AG1 and AG2.

It can be clearly noticed that the linear attenuation coefficient for the samples prepared with 100%
natural sand was significantly lower than the samples prepared with AG1, AG2, and AG3. It is obvious
that the denser aggregates (AG1, AG2, and AG3) increased the effectiveness of radiation shielding
because they can absorb more radiation photons [54]. According Gencel et al. [55], the performance of
the mixtures with respect to neutron shielding might be different due to the different mechanisms of
action of neutron particles.

HVL and TVL are the thickness of shielding material required to attenuate the radiation by half
and 90%, respectively. As can be seen in Table 5, the HVL and TVL are always inversely proportional
to the linear attenuation coefficient. The 1 mm lead equivalent values also showed a similar trend.
For example, if a proactive layer with a lead equivalent of 1 mm is required, 86.8 mm of a sample
with 100% natural sand is needed. However, using a denser shielding aggregate can considerably
reduce the materials to achieve the same effect. The thickness can be reduced by about 76.7%, 72.5%,
and 59.3% when natural sand is replaced by 40% of AG1, 40% of AG2, and 40% of AG3, respectively.
This improvement may be obtained from the heavy metal elements in AG1, AG2, and AG3, e.g., iron
(Fe) [39,56].

The study by Maslehuddin et al. [18], which used steel shot and blast furnace slag, corroborates
the results obtained as they observed that the concrete produced with 100% shot had the highest
attenuation coefficient. Waly and Bourham [20] presented a study where the use of a combination with
39% magnetite and 16% lead oxide obtained an attenuation of approximately nine times greater than
the reference concrete. The study by Ling et al. [21], which used different aggregates, found similar
results, i.e., using a denser shielding mortar can considerably reduce the materials to achieve the same
effect. The thickness can be reduced by about 75.6% when sand mortar is replaced by barite mortars.
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Figure 12 shows the radiographs from the X-ray test of materials produced from waste AG1
(Figure 12b–e), AG2 (Figure 12f–i), AG3 (Figure 12j–m), and the reference sample (Figure 12a).Sustainability 2020, 12, x FOR PEER REVIEW 14 of 17 
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It is observed that the higher the percentage of aggregates (AG1, AG2, and AG3) is used, the greater
the number of gray images (whiter images) is and, consequently, the greater the X-ray attenuation
generated by the sample is.

The effect of X-ray shielding is provided by the metal shot particles, and thus, another aspect of
the mixture can be observed, which is the homogenization in the distribution of the metal particles.
In the case of AG1, this was considered satisfactory, since there was a concern that, depending on
the density of the particles, there could be a concentration at the bottom of the sample. It can also be
observed that the materials produced with AG2 and AG3 showed a more homogeneous distribution
of the metallic particles than the materials produced with AG1, mainly because the aggregates have
smaller particles.

4. Conclusions

This study presented an analysis on the use of a particular type of metallic waste, known as steel
shot waste, with a view to proposing its use in heavy mortar, which has a specific application in the
civil construction sector, mainly in bulkheads in installations that emit radiation such as hospitals,
X-ray rooms, reactors, and nuclear power plants.

The assays showed results of compressive strength above the minimum compressive strength (20 MPa)
requirement of structural concrete, with the optimal percentage of replacement of sand being 20%.

Air void results were significantly influenced by the type of heavy aggregate and percentage of
substitution (natural sand by heavy aggregate), concluding that the use of AG3 aggregate contributes
to the increase in the air void for mortar due to its shapes and the greater difficulty in sliding the grains
if compared to natural aggregates. For AG1 and AG2 aggregates, the air voids were similar or lower
than the reference mortar.
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Water absorption of mixtures produced with AG1 and AG2 decreased in accordance with the
increase in the percentage of substitution. This was because of the relatively low water absorption
of AG1 and AG2 residue and the dense structure of the cement mortar incorporating AG1 and AG2
residue. While AG3 had the opposite behavior, which once more is explained by the shape of the grain
and possible contaminants contained in this waste.

The densities of the materials using AG1 and AG2 increased more than those of the materials
produced with AG3. The characteristic of attenuating X-ray radiation obtained a better result than the
reference mortar, the values increasing according to the increase in the substitution.

Based on the results, it can be concluded that the mortar produced with AG1, AG2, and AG3
wastes has characteristics that allow it to be used for the purpose of attenuating X-ray radiation.
The AG3 sample performed smaller than the AG1 and AG2. However, it was better than that of the
reference mixtures.

According to the research objectives, it is concluded that steel shot waste can be used in
the development of heavy mortar for the purposes of shielding from radiation. However, more
of its properties, e.g., durability and workability among other characteristics, must be subject to
further evaluation.
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