CHAPTER V

CONCLUSION

Used lubricating oil was the oil that deteriorated by mainly three ways

as follow: a) oxidation of base ail oil additive deterioration, and c) oil

contamination. These occurtences ghange in oil compositions and oil
properties. The more oil"deterior: ,- _the lower in oil quality found.
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work, used oil properties’wefe fimiproy :d bjimeans of two major processes:
a) physical and chemical treatment, ane b) Gatalytic hydrogenation.
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with clay. The purpose of the clay treatment 1s to nze the oil and

| was treated with acid

(ly treated with clay. Acid

remove, carbon, coke, resinous and asphaltic substances, water and suspended
matter.

A large portion of coloring matter was removed in the acid treatment
process but traces of oil-soluble coloring matter still remain. Clay treatment

process was necessary for removing such substances.
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In physical and chemical treatment process, it was found to give
greatly of waste byproduct disposal problem. This process had more
environmental impacts.

Though acid-clay treated oil had desriable properties, but in actual
performance, it was necessary to avoid the environmental problems.

From this study, the Vbduct obtained by acid-clay treating
@wm byproduct, the used oil

was about 30-40 %.
To avoid the

was then improved b rogenation process.
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was reaction time. From the experimentsy the data show that an optimum
condition farﬂxereaahan by 4ising Raney nigkel catalyst in hydrogenation as is

follow:
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Some good results may be described as below:

Table 5.1 Some desirable properties of treated oil by using Raney nickel
catalyst concentration of 4% run for 6 hours
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industrial lubricating oil. Di used lubricating oils were studied
individually. It’s i 'i"‘“ of pe-refined base oils in the
production of lub ycle analysis is required in
each market to detuﬁm i regaitl to environmental impact.

The health concerns muist.be dered.if re-refined oils were used.
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