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SYSTEM AND METHOD FOR INTEGRATED GASIFICATION CONTROL

'BACKGROUND OF THE INVENTION

L Field of the Invention
The present invention relates to gasification, and mbre'plarticﬁlaﬂy to a system and

method for integrated gasification control.

I Related Art

Gasiﬁéaﬁﬁn is amohg tl'_xe'cleaxllest and most efﬁciént techﬁologiéé for the production
of power, chemicals andl industrial gases from hyi_irocarbon feedstocks, such as coal, heavy
oil, and petroleuxﬁ coke. Simply stated, gasiﬁéation cotiverts hydrocarbon feedstocks into
clean synthe51s gas, or syngas, composed pnmanly of hydrogen (H_) and carbon monoxide
(CO) Ina gamficanon plant, the feedstock is mxxed thh oxygen (O2) and they are mjected
into a gasifier. Inside the gasifier, the feedstock and the O, are subjec‘ted toa high-témperatme
and a. high—préssure. As a result, the feedstock and the O, break down into syngas. -

In addition to H, and CO, the syngas contains other gases in small qtia.ntities, such as

ammonia, methane and hydrogen sulfide (H;S). As much as 99% or more of the H,S present

in the syngas can be recovered and converted to elemental sulfur form and used in the

fertilizer or chemical industry. Ash and any metals are removed in a slag-like state, and the
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syngas is cleansed of particulates. The clean syngas is then used for geﬁerating electricity and
groduéing industrial chemicals and gases. )

Gasification allows refineries to self-generate power and produce additional prod}xcts.
Thus, gasification offers greater efficiencies, energy savings, and a cleaner environment. i-‘of
example, a gasification plat;t_ ata reﬁn_gry m El Porado, Kansas converts petroleum coke and
refinery wasfes into electricity and steam, making the refinery entirely self-sufficient for its
energy needs and significantly reducing wastc; and coke handling costs. For these réasons,
gasification has increasingly _becomg poimlar amdng ref@ers wor_lc_'iwide. Currently, there are
several hundred gasification plants in operatign worldwide. o

The operation of the gasification plant requires vﬁous control systems to control the
gasifier and other equipments connected thereto. Currently, gasification plants utilize
indgpendent controllers, for example, proportior_;al integrai dériv%tive (PID) controllers, t(;
independently contr&l various processes in tht__al_gasifi;:ation plaﬁt. ﬁe indepeln_ggnt. controllers .
operate separafely and do not interact with each other. As a conse(i\;e;nc;, thé .éesirgd setpoint .
a;: each controller must be entered separately. Uﬂfqnunafely, indepéﬂ&ent con&éllem often
provide poor response, which -results in incregsed wear and tear of ;he gasifier and bfher .
associated equipments. Specifically, poor controller response can démage a gasifier refrz:lctory _
vessel (a layer of bricks in the gasifier dgsigned to keep heat insidg the gasifier) ahd
thermocouple temperature sensors that measure the temperatures in the gasifier. Poor
controller response also leads to gasifier shut do.wns and “off-spec” syngas that does not meet
required specifications.

For these reasons, a need has been recognized for an integratgd control system that

will control various critical components of the gasification plant. An integrated control
: 2.



10

- 15

20

25

WO 00/15737 PCT/US99/20012

system should improve the reliability of the gasification plant by reducing gasifier shut downs

and maximizing run-time. Also, an integrated control system should reduce wear and tear of

" the gasifier and other associated components.

SUMMARY OF THE INVENTION

The present invention is dtrected toward an mtegrated control system (ICS) for a

gasification plant. The ICS controls the operauon of a gasxﬁer and other cnncal components
- of a gasification plant. The present mventton mcreases the performance ofa gasxﬁcatlon plant

by controlling the operation of 2 gasxﬁer and othcr cntlcal components by an mtegrated

controller, rather than by several mdependcnt controllets o
The ICS is a sub-system of a larger dxstnbuted control system that controls the

operation of the gasification plant. Bneﬂy stated the ICS controls the followmg

(i) oxygen to carbon (OICj ratio in__a,.ga.siﬁjer_; _ _’ |
(ii) syngas demand or the desired ou'tpnt.o_f a gasifier;

(iii) load constraints; | o

(iv) moderator flow into a gnsiﬁe_r;

(v) air separation unit (ASU);

(vi) oxygen header vent valves; a_nd

(vii) syngas header pressure.

The ICS provides safer operation and increased equipment life of the gasifier and
other critical components by controlling the O/C ratio. Optimum hydrocarbon conversion
occurs when the O/C ratio is controlled. According to the present invention, the O/C ratio is

controlled by controlling the oxygen and carbon flow rates into the gasifier.
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 The syngas demand is determined from a demand setpoint value and 2 demand signal.

The demand sigﬁal is produced by macro conversion of a carbon flow rate. o
| The load constraints are determined from a feed pump setpoint vaiue, a feed pump
PV/SP, where PV/SP is the actual power to the desired power ratio, an oxygen valve position,
and an oxygen vent/recycle value. - -

The flow of moderators (steam) into the gasifier is controlled by adjusting one or more
oxygen line steam valves and carbon line steam valves. If récycled black-water is also used as
émodemtor, the black-water flow is controlled by adjusting the speed of a black-water pump

The oxygen discharge from the ASU is controlled by adjusting an oxygen compressor
inlet valve. The amount of oxygén vented through oxygen header vent valves is controlled by
adjusting the position of the _venf valves. The syngas header pressure is controlled by three
methods: a high pressure control; a low pressure control; and a “low low” pressure control.

The present invention provides a method for controlling an oxygen to carbon (O/C) . -
ratio in a gasification plant. The method.compri_ses the steps of: determining a syngas demand _
based on load constraints, the syngas demand béiﬁg Tepresentative of a desired qutput of a
gasifier; determining oxygen and carbon setpoiﬂt values based on an oxygen to carbon (0O/C)
ratio setpoint value and the syngas demand, and adjusting oxygen and carbon valves in the
gasification plant based on the oxygen and carbon setpoint values, respectively.

The present invention provides a method for determining an éxygen setpoint value in
a gasification plant. The method comprises the steps of: multiplying an oxygen setpoint value
by a carbon flow rate to generate an oXygen setpoint high limit; determining an oxygen -
demand constrained by a carbon flow rate at a low selector from a syngas demand and the
oxygen setpoint high limit; multiplying the oxygen setpoint high limit by a predetermined
factor to geherate an oxygen setpoint low limit, and determining a constrairged oxygen

setpoint value at a high selector from the oxygen setpoint low limit and the oxygen demand

constrained by the carbon flow rate.
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The present invention provides a method for determining a carbon setpoint value in a

_ gasiﬁcaﬁon plant. The method comprises the steps of: determining a carbon setpoint low limit

at a high selector from an oxygen flow rate and a syngas demand; multiplying the oxygen
flow rate by a predetermined factor to generate a carbon setpoint high limit; determining a
constrained carbon setpoint value at a low selector from the carbon setpoint high limit and tl;e
carbon setpoint low limit; and dividing the constrained carbon setpoint by a O/C ratio setpoint
to generate the carbon control setpoint value.- '

The present invention provides a méthod for controlling an oxygen flow in a
gasification plant. The method comprises the steps of: calculating a compensated oxygen flow
from an oxygen flow rate and oxygen temperature at a flow compensator; converting the
compensated oxygen flow to a molar oxygen flow at a molar converter; multiplying the molar
oxygen flow by an oxygen purity value to generate an oxygen flow signal; re_cgi‘{ing the
oxygen flow signal and an oxygen control setpoint value at 2 PID controller and generating a
PID controller output signal; velocity limiting the PID controller output signal at a velocity -

limiter; and adjusting an oxygen valve using the velocity limited PID controller output signal.

The present invention provides a method for cohtrolling a carbon flow' in a
gasification plant. The method comprises the -steps of: calculating a carbon flow rate from a
charge pump speed; selecting an actual carbon flow rate from an inferred carBoh flow rate and
a measured carbon flow rate at a signal selector; converting the carbon flow rate to a molar
carbon flow rate at a molar converter; generating a carbon flow signal from the molar carbon
flow rate, a velocity limited sturry concentration and a velocity limited carbon content;
generating a carbon pump speed signal at PID controller using the carbon flow signal and a
carbon control setpoint value; and adjusting the speed of a carbon pump by the carbon pump
speed signal.

The present invention provides a method for controlling moderators in a gasification

plant. The method comprises the steps of: generating a compensated oxygen line steam flow

-5-
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signal at a first flow compensator from an oxygen line steam flow rate, a steam temperature

and a steam pressure; generating a compensated carbon iine steam flow signal at a second ’

fiow compensator from a carbon line steam flow rate, the éteam pressure and the steam
temperature; adding the compensated oxygen line steam flow signal _and_ the co_mi:énsated
carbon line steam flow signal at a first adder to generate a total steam flow signal; 3
determining a total moderator flow from the total steam flow signal and a recs'c_:led blaék—
water flow; dividing the total moderator flow by the carbon flow at a first divider to
determine a moderator/carbon ratio; determining a desired oxygen line steam rate. from the
moderator/carbon ratio signal and a moderator/carbon setpoint value at a ratio controller;
determining an oxygen line steam valve signal from the desired oxygen line éteam rate and
the oxygen line steam flow signal; adjusting an oxygen line steam valve by the oxygen line
steam valve signal; determining a carbon line steam valve signal from t.he co_mpensa'ted.' |
carbon line steam flow signal and a carbon line steam flow setpoint value; and adjustmg a
carbon line steam’ valve by the carbon line steam valve signal. e o

The present invention provides a method for, contr_olling an air separatx;)n unit (ASU)
that provides oxygen to a gasification plant. The method comprises the ste;ps.o.f:‘ comparing .
oxygen valve positions of a plurality of gasiﬁérs that are operatirig simultaneously at a high .
selector, and outi:uﬁing a value x; calculating F(x) = 0.002x + 0.08, where F(x) >0.99, and x
is the output of the high selector; and calculating F(y) = 0.002y + 0.81, where F(y) > 1.0, aﬂd |
¥ is the oxygen valve position of a selected gasifier.

The present invention provides a method for controlling high pressure of a syngas
header in a gasification plant. The method comprises the steps of: receiving a syngas header
flow rate, a syngas header temperature and a syngas header pressure signal at a flow
compensator, and calculatir_lg a compensated Syngas header flow; and calculating a syngas

header flare vent valve bias from the compensated syngas header flow, the syngas header

temperature, and a maximum allowable flow through a syngas header valve.

-6-
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The present invention provides a program storage device readable by a machine,

_tangibly embodying a program of instructions executable by the machine to perform method

steps of controlling an oxygen to carbon (O/C) ratio in a gasification plant, the gasification .
plant converting oxygen and hidroca’rbon feedstock into syngas composed primarily of _
hydrogen (H;) and cafbon monoxide (CO), the method steps comprising: determining a

gas demand based on load constrai;xts, the syngas demand being rcpresenta-.tive ofa
desired output of a gasifier; determining oxygen and carbon setpoint values based on an
oxygen to carbon (O/C) ratio setpoint value and the syngas demand, and 'adjusting. 6xygen and

carbon valves in the gasification plant based on the oxygen and carbon setpoint values,

' respectively.

The present invention provides a program storage device readable by a machine, |
tangibly embodying a program of instructions executable by the machine _to_perfogn method
steps of determining an oxygen setpoint value in a gasification pl#nt, the gasiﬁcati;)n plant
converting oxygen and hydrocarbon feedstock into syngas composed pnmanly of hydrogen
(H,) and carbon monoxide (CO), the method steps comprising: multiplying an oﬁygen '
setpoint value by a carbon flow rate to generate an oxygen setpoint high lumt, ﬁetermiﬁ_ihg an
oxygen demand constrained by a carbon flow rate at a low_seiector from. a syﬁgas demand and
the oxygen setpoint high limit; multiplying the oxygen setpoint high limit by a predetermined
factor to generate an oxygen setpoint low limit, and determining a constrained_.bxj(gen
setpoint value at a high selector from the oxygen setpoint low limit and the oxygen demand
constrained by the carbon flow rate. |

The present invention provides a program storage device readable By a machine,
tangibly embodying a program of instructions executable by the machine to perform method
steps of determining a carbon setpoint value in a gasification plant, the gasification plaat
converting oxygen and hydro'éarbon feedstock into syngas composed primarily of hydrogen

(H>) and carbon monoxide (CO), the method steps comprising: determining a carbon setpoint

-7-



10

15

20

25

WO 00715737 PCT/US99/20012

low limit at a high selector from an oxygen flow rate and a syngas demand; multipiying the
oxygen flow rate by a predetermined factor to generate 2 carbon setpoint high limit; -
determining a constrained carbon setpoint value at a lox& selector from the carbon setpoint
high limit and the carbon setpoint low limit; and dlvxdmg the constramed carbon setpomt by a

O/C ratio setpoint to generate the carbon control sctpomt value

The present invention provides a program storage device readable by a machme
tangibly embodying a program of i xnstmctlons cxecutable by the machine to perform method
steps of controlling an oxygen flow in a gasxﬁcatxon plant, the gasification plant converting
oxygen and hydrocarbon feedstock into syngas composed primarily of hydrogen (H;) and
carbon monoxide (CO), the method steps comprising: calculating a compensated oxygen flow
from an oxygen flow rate and oxygen temperature at a flow compensator; converung the
compgnsated oxygen flow to a molar oxygen flow at a molar converter; multiplying the molar
oxy;gen flow by an oxygen purity value to génerate an oxygexi ﬂow signal; recéiv_ing the
oxygen flow signal and an oxygen control sétpoint value at a PID controller and generating a
PID controller butpu;t‘ signal; velocity limi'ting'ihe PID controller output signai:.a;i; a velocity |
liz'n_itei'; and adjusting an oxygeﬁ valve using fhe veidcity limited PID controllér_Qutput signal.

The présent invention provides a program storage device readable by a machine,
tangibly embodying a program of instructions executable by the machine to perform method
steps of controlling a carbon flow in a gasification plant, the gasification plant converting
oxygen and hydrocarbon feedstock into syngas composed primarily of hydrogen (Hy) and
carbon monoxide (CO), the method steps comprising: calculating a carbon flow rate from a
charge pump speed; selecting an-actual carbon flow rate from an inferred carbon flow rate and
a measured carbon flow rate at a signal selector; converting the carbon flow rate to a molar
carbon flow rate at a molar converter; generating a carbon flow signal from the molar carbon
flow rate, a velocity limited slurry concentration and a velocity limited carbon content;

generating a carbon pump speed signal at PID controller using the carbon flow signal and a
-8-
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carbon contro} setpoint value; and adjusting the speed of a carbon pump by the carbon pump

speed signal.

The present invention provides a program storage device readable by a machme
tangibly embodying a program of instructions executable by the machme to perform method
steps of controlling moderators in a gasification plant, the gasxﬁcanon plant converting -
oxygen and hydrocarbon feedstock into syngas composed primarily of hydrogen (Ha) and |
carbon monoxide (CO), the method steps comprising: genefating a compensated oxygen line
steam flow signal at a first flow compensator from an oxygen lino steam flow rate, a steam
temperature and a Steam pressure; generating a compensa;ed carbo_n line stoarri flow signal at
a second flow compensator from a carbon line steam flow rate, tho steam pressure and the
steam temperature; adding the compensated oxygen line steam flow signal and the
compensated carbon line steam flow signal at a first adder to generate a total sream flow
signal; determining a total moderator flow from the total steam ﬂow sxgnal and a recycled
black-water flow; dxvxdxng the total moderator flow by the carbon flow at a ﬁrst__dlvxder to

determine a moderatorlcarbon ratio; determmmg a desired oxygen line steam rate from the

moderator/carbon ratio signal and a moderator/carbon setpoint value at a ratio controller

~ determining an oxygen line steam valve signal from the desired oxygen line steam rate and

the oxygen line steam flow signal; adjusting an oxygen line steam valve by the oxygen line

- steam valve signal; determining a carbon line steam valve signal from the compensated

carbon line steam flow signal and a ca;bon line steam flow setpoint value; and adjusting a
carbon line steam valve by the carbon line steam valve signal.

The present invention provides a program storage device readable by a machine,
tangibly embodying a program of instructions executable by the _machine to perform method
steps of controlling an air soparation unit (ASU) that provides oxygen to a gasification plant,
the gasification plant converting the oxygen and hydrocarbon feedstock into syngas composed

primarily of hydrogen (Hy) and carbon monoxide (CO), the method steps comprising:
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comparing oxygen valve positions of a plurality of gasifiers that are operating simultaneously

ata high selector, and outputting a value x; calculating F (x) = 0.002x + 0.08, where F(x) >.

0.99, and x is the output of the high selector; and calculating F(y) = 0.002y + 0.81, where
F(y) > 1.0, and y is the oxygen valve positio'hiéfl a selected gasifier.

The present invention provides a program storage device readable by a machine, |
tangibly embodying a program of instructions executable by the machine to perform method N
steps of controlling high pressure of a syngas header in a gasification plant, the syngas header
uansPorﬁng syngas from a gasiﬁer, the gasification plant converting oxygen and hydrocarbon
feedstock into the syngas composed prixharily of hydrogen (H,) and carbon monoxide (CO),
the method steps comprising: receiving a syngas header flow rate, a syngas header
temperature and a syngas header pressure signal at a flow compensator, and calculating a
compensated syngas header flow; and calculating a syngas header flare vent valve bias from
the compensated syngas header flow, the syngas header temperature, and a maximum |

alidwable flow through' a syngas header valve. - C o IR

Further features and advantages of the present invention, as well as the structure and
operation of the present invention, are described in detail below with reference to the

accompanying drawings.
BRIEF DESCRIPTION OF THE DRAWINGS

In the drawings, like reference numbers generally indicate identical, functionally
similar, and/or structurally similar elements. The drawings in which an element first appears
is indicated by the leftmostl. digit(s) in the reference number.

The present invention will be described with reference to the accompanying drawings,

wherein;

-10-
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FIG. 1 mustrates a gasification system in accordance with one embodiment of the

present invention;

FIG. 2 is a block diagram of a distributed control system in accordance w1th one

‘embodiment of the present invention;

FIG.3isa high-level block dxagram of an integrated control system (ICS) in
accordance with one embodxment of the present invention;

FIG. 4 is a flow diagram of a method for controlling an oxygen to carbon (O/C) ratio
in accordance with one embodiment of the present invention;

FIG.5 i isa flow d1agram of a method for calculatmg a syngas demand in accordance

| thh one embodiment of the prescnt mvennon,

FIG. 6 is a flow diagram of a method for dctcnnining load constraints in accordance

with one embodiment of the present invention;

" FIG.7is aflow dxagram of 2 method for detenmnmg an O/C setpoint value accordmg

to one embodlmcnt of the present invention;

FIG. 8 is a flow diagram of a method for ca'xc‘uzaﬁng"an oxygcn setpoint value;

FIG.9 is a flow diagram of a method for determining a carbon setpoint value;

FIG'. 10isa ﬂow.diagram of a method for an oxygen flow control;

FIG. 11 is a flow diagram of a method for a carbon flow control;

' FIG. 12 is flow diagram of a method for a feed injector control;

FIGS. 13A and 13B illustrate a flow diagram for controlling a moderator in the
gasification system;

FIGS. 14A and 14B illustrate a flow diagram for an air separation unit (ASU) control
in accordance with one eml?odiment of the present invention;

FIGS. 15A and 15B illustrate a flow diagram for controlling oxygen header vent

valves;

-11-
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FIG. 16 is a flow diagram of a method for a normal pressure control of a syngas
FIGS. 17A and 17B illustrate a flow diagram of a method .for_a high pressure control
of the syngas header; _ o . - |
FIG. 18 is a flow diagram of a method for a l_otw pmsure conu-ol_.o_f the syngas header;
- FIG. 19 is a flow diagram of a method for gasiﬁctxti_on pressure conu'oi;
FIG.20is a ﬁow diagram of a rnetl_lo_d for determining an a_uto_matic demand; and
FIG. 21 illustrates a computer system capable of carrying out the ﬁmctionality of the

present invention.
DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS

FIG. 1 illustrates a gasification system 100 in accordance thh one embodlment of the
present invention. The gasification system 100 compnses an oxygen unit 104 a feedstock
umt 108, a gasifier 112 and a sulfur remover 1 16. . |

S

The oxygen umnit 104 can be an air separauon umt (ASU) that recewes air from the

. atmosphere and produces oxygen. ASUs are sold by vanous manufacturers such as Praxatr

and Air Products. The oxygen unit 104 is typically connected to the gasxﬁer 112 via one or
more oxygen lines 120. B o

Alternatively, the gasification system 100 may nnve a plurality of gasifiers 112. In
such an arrangement, the plurality of gasiﬁers may be connected to an..AISU via an oxygen
header (a main line). The oxygen is distributed among the various gasifiers via the oxygen
header.

The oxygen lines 120 terminate in one or more oxygen injectors in the gasifier 112.

The oxygen injectors inject the oxygen into the gasifier 112. The oxygen lines 120 also

-12-
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include one or more oxygen valves 124. The oxygen valves 124 are adjusted to control the

flow of oxygen to the gasifier 112.

The feedstock unit 108 is connected to the gasifier 112 via one or more feed lines 128,
The feedstock is supplied to the gasifier 112 via the feed lines 128. The feed lines 128
terminate in one or more feed injectors in the gasifier 112 that inject the feedstock into the
gﬁsifier 112. The feed lines 120 also include one or more feed valves 132. If géseous
feedstocks are used, the feed valves 132 are adjusted to control the flow of gaseous feedstock
into the gasifier 112. In contrast, when solid or liquid feedstocks are used, their flow is
controlled by the speed of a variable spéed charge pump.

The gasification system 100 can be designed to process_solids (for example, coal,
petroleum coke, plastic, rubber), liquids (for exampie, heavy oil, orimulsion, refinery by-
products) or gases (fdr example, natural gas, refinery exhaust gas). Gaseous feed stocks are .
directly fed into the gasifier 112, where they are mxed with the oxygen. Liquid feed stocks
are generally pumped into the gasifier 1 12. |

In contrast, solid feedstocks are generélly groun& into fine particles and mixed with
water or waste oil to form a slurry prior to being fed into the gési'ﬁel_'"'l 12. The slurry is then
pumped into the gasifier 112 by a shurry pump and is fed into the gasifier 112 by the feed
injectors. The slurry flow into the gasifier 112 can also be controlled by adjusting the speed of
the slurry pump. |

Moderators, such as, steam and recycled black-water, are added to the feed stock and
the oxygen prior to gasification. The addition of tﬁoderators increases the efficiency of the
gasifier 112. Steam is typically supplied via steam lines. Black-water is the water collected
from the bottom of the gasifier, and is pumped back into the gasifier as a moderator.

Referring again to FIG. 1, the feedstock and the oxygen are then fed into the gasifier
112 through the feed injectors. The gasifier 112 is a refractory lined vessel that is designed to

withstand high temperature and high pr:ésure. The gasifier 112 has no moving parts or any

-13-
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atmospheric release points. In the gasifier 112, the feedstock and the oxygen mixture, or the
“feed mix”, are exposed to a temperature of approximately 2500 deér_ees F and a pressure of
up to approximately 1200 psi. Upon exposure to these extreme conditions, the feed mix
breaks down into a gaseous mixture having two mai_n coniponents, Hzand CO. Thls gaseous' _
mixture of mainly Hj and CO is known as the synthesxs gas or “syngas -

The syngas may be passed through 2 syngas scrubber where the syngas is nnsed The
syngas contams heat that can be used to generate steam.

The gaseous mixture also includes srnall quantmes of hydrogen sulfide (HzS),
ammonia, methane, and other by-pl_'odt_lc;s_of the feed mix. The gaseous mixture is then
passed through a sulphur remover 116 wﬁer; H,S is removed from the gas.

. The syngas is transported from the sulfur remover 116 by a syngas header 136. The
syngas can be burned as a fuel to generate power. Altematlvely, the syngas is used to produce.
fertilizers, plastics and other cherrucals

As stated before, the present invention is directed to an integrated control system for ..

the gasification plant 100. The integrated control system controls the _gasiﬁg_r 112 and other .

associated components, such as the ASU, the oxygen header, the syngas _héader and the

moderator.
. In one embodiment, the critical control system is. a part of a distributed control system
that controls the operation of the gasification system 100. FIG. 2 is a block diagram of a
distributed control system 200 that controls the operation of the gasification system 100.' |
Referring now to FIG. 2, a distributed coﬁtrol network 204 forms the backbone of the
distributed control system 200. One or more cathode ray tube (CRT) stations 208 are

connected to the network 204. The CRT stations 208 display the current state of the

| gasification system 100. Operators monitor the operation of the gasifier 112 and other

components via the CRT staions 208.
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An application station 212 is connected to the network 204. Operators géneraliy run
supervisory applications, e.g., monitoring alarms, monitoring pumps, via the application o
station 212. .

An integrated control system (ICS) 216 is connected to the network 204. In one
embodlmem, the ICS 216 comprises a computer microprocessor.and one or more random
access memories (RAMs). The ICS 216 controls the operation of the gasifier 112 and other
critical components of the gasification system 100. The RAM stores one or more programs
specifically developed for the ICS 216. The computer microprocessor executes the programs
stored in the RAMs. One or more infutloutput (VO) cards are connected to the ICS 216. The
I/O cards provide an interface between the microprqces'sor and various sensors, valves and
pump motor speed controllers.

One or more non-critical control systems 220 are also connected to the network 204.
The non-critical control systems 220 control the non-critical components of the gasification
system 100. A communication gateway 224 is connected to the network 204. The gateway

224 enables the network 204 to communicate with third party systems, for example, a safety

" instrumentation system or an emergency shutdown system.

FIG. 3 is a high-level block diagram of the ICS 216 in accordance with one
embodiment of the present invention. Broadly, the ICS 216 comprises an oxygen to carbon
(O/C) ratio control system 304, an ASU control system 308, a moderator control system 312,

and a syngas header control system 316. Each of these systems is described in detail below.
1 O/C Ratio Control

Briefly stated, optimum hydrocarbori conversion occurs when the O/C ratio is
controlled during gasification. Preferably, the O/C ratio must be continuously monitored and

automatically controlled. Without continuous O/C control, the O/C ratio can become too high
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or too low. If the O/C ratio becomes too high, the temperature inside the gasifier 112 varies
widely, which reduces the gasifier’s refractory life and tiermocouple life. On the other hand,

'if the O/C ratio becomes too low, hydrocarbon conversion drops, thereby reducing the

efficiency of the gasifier 112. A low O/C ratio also increases the amount of solids produced in

" the gasifier 112, which causes a gasifier shutdown if the solids are not removed quickly.';— -

The present invention provides a novel O/C ratio control that irnproveé the
performance of the gasifier 112. Also, the present invention provides safer operation and
increased component life of the gasification system 100 by minimizing temperature variations
in the gasifier 112. If an ASU is integrated wiih a gasification system 100, .the o/C contrbl
system must be coupled to O, compressor controls in the ASU for steady operation of the
gasifier 112 and the O» compressor.

- Briefly stated, according to the present invention, the O/C ratio is determined by
calculating the oxygen and carbon flow signal. FIG. 4 is a flow diagram of a method for
controlling the O/C ratio in accordance with one embodiment of the present invention. In a
step 404 a syngas demand is determined based on load constraints. The syngasgdemand is;tlie
desired output of the gmiﬁer 112. The actual calculation of the syngas_demand is explained in
détail in FIG. 5. The load constraints are limiting factors in the feed mix that limit the
performance of the gasifier 112. The load constraint calculation is alsd explained in greater
detail in FIG. 6. _

In a step 408, an oxygen setpoint value is determined based on an O/C setpoint ya@ue
and the syngas demand. The O/C setpoint value calculation is described in further detail later.
In a step 412, a carbon setpoint value is determined based on the O/C setpoint value and the
syngas demand. In a step 416, the oxygeh flow is controlled by adjusting the oxygen valves.
The oxygen valves are adjusted based on the oxygen setpoint value. In a step 420, the carbon

flow is adjusted based on the carbon setpoint value.
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(@@  Syngas Demand Control

FIG. § illustrates the step 404 (calculating the syngas demand) in fu_rthqr detml Ina
step 504, a carbon flow rate is converted to 2 demand controller signal by a macro unit
conversion. A_lt_e_t_natively. with an integrated ASU, an oxygen flow :e;te_ isconvertedtoa -
demand controller signal by a macro unit conversion to minimize ASU ﬂ‘,‘_‘?t_“?ﬁ?‘_‘& The
demand controller signal is represented by a pure carbon méss__ﬂ_ow in tqns[dayl. The pure

carbon mass flow is calculated from the following equation:
 m = (F) * (12.011)*(24/2000),
where, |
.m = pﬁre carbon mass flow in tons/day, and
F = elemental slurry flow in lb-mol/hp;;;;_ - _

Tn one embodiment, the carbon flow rate (the “lemental slurry flow) is measured by a
magnetic meter or bya variable speed charge pump. Tna "st'ep' 508, the dernand controller - -
signal and a demand controller setpoint value are received at a proportional integral derivative
(PID) controller. The demand controller setpoint value is a desired value and is generally .
entered by an operator. |

The operation of a PID controller is well understood by persons skilled in the relevant
art. The PID controller calculates an error signal that represents the difference between a
signal and a setpoint value (or a reference signal), and mﬁltiﬁlies the error signal by a gain.
The output of the PID controller is a value between 0.0 and 1.0 (0% to 100%). Particularly,
the PID controller calculates the error signal that represents the difference between the
demand controller signal and the demand controller setpoint value, and multiplies the error

signal by a gain.

-17-



10

15

20

25

WO 00/15737 PCT/US99/20012

In a step 512, a signal selector receives the output of the PID controller and an
automatic demand value. The determination of the automatic demand value is explained'in -

detail later. Depending on the operating mode of the gasifier 112, the signal selector selects

 either the output of the PID controller or the automatic dernand value as the selected demand

value. During a manual mode, the signal selector selects the PID controller output. During an-

automatic mode, the signal selector selects the automatic demand value. During an override
mode, the signal selector selects the higher of the two inputs.

In a step 516, a low selector receives the sélected demand value, that is, the output of
the signal selector, and a syngas demand override value. The determination of the syngas
demand override value is described later. The low selecter selects the. l"ewer of the selected
demand value and the syngas demand override value as a load constrained demand value. In a
step 520, the load constrained demand value is converted toa bxas 51gna1 The bias s1gna1 has
a value between —2% and +2% of a full scale, where the full scale corresponds between 0 and
a maximum allowable elemental flow, where an elemental flow refers to flow in moles (1
mole = 6.02 x 10% molecules), rather than volumetric flow.

SO
N e

‘ Pmally, in a step 524, the oxygen ﬂow rate is biased by the bias sxgnal The biased

oicygex__l flow rate is the syngas demand signal.
(i) Load Constraints

FIG. 6 is a flow diagram of the methed for determining the load constraints or the
“syngas demand override value” in accordance with one embodnment of the present
invention. In a step 604, a high selector selects the highest value among the followmg values:
(1) a feed pump setpoint value; (2) a feed pump power PV/SP, where PV/SP is the actual
measured power to the maximum allowable power ratio; (3) an oXygeh COmpressor power
PV/SP; (4) a gasifier oxygen va.lve position value (this value is used only if an integrated

ASU is not used); (5) a compressor suction vent valve position value or an oxygen pump
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recycle valve position value (this value is used only if an integrated ASU is used); and (6) an

oXxygen compressor suction valve position value (this value is only used if an integrated ASU

" is used). The high selector outputs the highest value as a constrained controller signal.

In a step 608, a constrained controller setpoint value is multiplied by 98% (or 0.98) at
a multiplier. Although, 0.98 is the preferred factor, other factors (e.g., 0.95, 0.90) may also be
used.

The constrained controller setpoint value is the desired value and is entered by the |
operator. In a step 612, a PID controller receives the constrained controller signal from the
high selector and the output ftom the multtpher (98% of the constramed controller setpoint

value). The output of the PID controller is the syngas demand override value.

2. O/C Setpoint Control

FIG. 7 is a flow diagram of the method for detennining the OIC setpoint volue
according to one embodiment of the present invention. In a step 704, the oxygen flow rate is

divided by the carbon flow rate ata divider to obtainf the O/C ratio value.

However, if solid or gas feedstocks are used then the followmg steps must be
performed in addition to the step 704 descnbed above In a step 708, the measured OIC
setpoint value from the step 704 is used to infer the gasifier temperature. In one embodxment,
a linear interpolation method lis used to infer the gasi_ﬁer tetnperature. The inferred .gasiﬁer
temperature is the virtual temperature signal. | |

In a step 712, the operator uses the virtual temperature signal to select a vittua.l |
temperature setpoint value. In a step 716, the O/C ratio setpoint is interpolated from the

virtual temperature setpoint value.

3. Oxygen Setpoint Control
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FIG. 8 is a flow diagram of a method for calculating the oxygen setpoint value in
accordance with one embodiment of the present invention. In a step 804, the O/C setpoint
value is multiplied by the carbon flow rate at a first multiplier. The output of the first

multiplier is a carbon flow rate in an oxygen basis (or an oxygen setpoint high limit). In a step

808, the syngas demand signal (biased oxygen flow rate from step 524 in FIG. 5) and the first-

multiplier output is received at a low selector. The low selector outputs an oxygen demand

constrained by the carbon flow rate.

In a step 812, the. output of the first multiplier, i. e. the o:tygen setpoint hlgh lmut, is
received at a second mult1pher, where it is further mulnphed by a factor 0.98. The output of
the second multiplier is an oxygen setpoint low hm1t Although the oxygen setpomt low limt _
is set at 98% of the oxygen setpoint high limit, it should be understood that other factors (e.g.,

95%, 90%) may also be used to 'set the oxygen‘ setpoint high limit.

In a step 816, the oxygen setpoint low lmut and the output of the low selector, that is,
the oxygen demand constramed by the carbon flow rate, are recenved ata ht,h selector The
htgh selector outputs a constramed oxygen setpomt value Thus, the oxygen ﬂow rate is
constramed between 98% and 100% of the carbon flow rate. In other words, the carbon ﬂow
rate leads the oxygen flow rate but by no more than 2%. It will be apparent to ('me skilled in
the art that the oxygen flow rate can be constrelned between other percentage values of the
carbon flow rate. In other words, the carbon flow rate can be allowed to lead the oxygen flow
rate by other percentage values.

If an ASU is integrated with the gasiﬁcation system 100, t-hen the following
additionals steps also need to be performed. In a step 820, the equation F(x) = 0.002x + 0.81
is solved, where F(x) > 1.0 and x represents the oxygen valve position. F(x) is an oxygen

setpoint modifier that is used to drive the oxygen valves fully open, that is, out of control,

when the oxygen is controlled at the ASU.
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The oxygen valve position calculation is described later. In a step 824, Fi (x) is

multiplied by the output of the high selector, i.e., the coristrained oxygen setpoint value, to

 obtain the oxygen control setpoint value.

4. Carbon Setpoint Control

According to the present invention, the carbon setpoint value is calculﬁted from a
constrained carbon setpoint and the o/C ratio setpoint. FIG. 9 is a flow diagram of a method
for determining the carbon conu'ol'sétpoint value. In a step 904, the oxygen flow rate and the
syngas demand is received at a high selector. The high selector outputs a carbon set point low
limit in an oxygen bésis. In a step 908, the oxy"gen'ﬂow rate is multiplied by 1.02 at a
multiplier. The output of the multiplier is 2 carbon _.SqtﬁSint high limit. It should be understood
that the oxygen flow rate can be multipli'gd bj{'bth__er_ hﬁmbt:_rs, e.g., 1.05, 1.1, to set the carbon

setpoint high limit.

In a step 912, the carbon setpoint high limit and the carbon setpoint low limit are
received at a low selector. The low selcc':tor"oﬁtpﬁté. the constrained carbon setpoint. Finally,
in a step 916, the constrained carbon setpoint is divided by the O/C ratio setpoint and the

carbon control setpoint value is obtained.
5. Oxygen Flow Control

The oxygen flow rate is controlled by adjusting the valve position in the
oxygen lines. FIG. 10 is a flow diagram for the oxygen flow control. In a step 1004,
the oxygen temperature, the oxygen pressure and the oxygen flow rate are received at
a flow compensator. The oxygen temperature is measured from thermocouples in the
oxygen lines. The oXxygen pressure is measured by pressure transmitters in the oxygen

lines. The oxygen flow rate is measured by oxygen flow transmitters in the oxygen
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lines. The flow compensator corrects the oxygen flow based on pressure and

temperature variations.

The compensated oxygen flow is caiculated by the following equation:

lP+fa T,

V P : + . ,
where,
g = compensated oxygen flow,
q = oxygenflow, '
P = oxygen pressure in psig, - : s :
P, = absolute pressure conversion factor, preferably 14 696 p51g, .
" Pp = absolute oxygen design pressure in psia, " %
T = oxygentemperature in °F,
T, = absolute temperature conversion factor, preferably 459 69°F and

absolute oxygen desxgn temperature, m °R

e

" The flow compensator outputs a compens?t‘_’d. oxygen flow. In a step 1035 the

- compensated oxygen flow is converted to a molar oxygen flow. ... . . -

The oxygen flow is converted to a molar oxygen flow by the followmg equatlon

-F = q ¥2/379.5)
where,
g = volumetric oxygen flow in standard cubuc feet/hour (scsh), and

F = elemental oxygen flow in lb-mol/hour.
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In a step 1012, the molar oxygen flow is multiplied by the oxygen purity value at a
multiplier. The oxygen purity value (for example, 96%) is obtained from an oxygen puriiy )

"analyzer. The multiplier outputs an oxygen flow signal.

In a step 1016, the oxygen flow signal and an oxygen control setpoint value is
received at a PID controller. In a step 1020, the output of the PID controller is received by -
two velocity limiters, an increase velocity limiter and a decrease veloclty hmxter The output
of the PID controller is rate limited by one of the two velocity limiters, depending on the rate
of change of the output. If the output of the Pnj c_on_tfoller is increasing (i.e., positive rate of
change), then it is rate limited by the increase velocity limiter. Oo-the other hand, 1f the output
of the PID controller is decreasing (i.e., negative rate of chango), then it is rate limited by the
decrease velocity limiter. _

In a step 1024, the output of the two. velocny limiters are recelved ata sxgnal selector,
and the signal selector selects one of the signals based on whether the rate of change of the
signal is positive or negative. If the output of the PID controller is xnore_as_l__ng, the signal
selector selects the increase velocity !ir_nitor._lf tpo output of ;he PI_D co?uoucr is ,qccregsing,
the signal selector;;élécts the decrease velocit& limiter. The output of the signal selector is

used to adjust the oxygen valve position.
6. Carbon Flow Control

According to the present invention, the carbon flow rate into the gasifier 112 is
controlled by the carbon pump speed. Briefly stated, the carbon pump speed is controlled by a
measured carbon flow rate and a desired carbon control setpoint. A PID controller is used to
adjust the carbon pump speed. _

FIG. 11 is a flow di_agram of a method for carbon flow controls. In a step 1104, the
carbon flow rate is determinéd from the charge pump speed. The carbon flow rate is

calculated from the following equation:
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q = Gre (s/5,)

where,
g= Chargepumpﬂowmgpm, o
g-= charge pump design flow,
s = charge pump speed in rpm, and -
s, = charge pumnp design speed in rpm.

In a step 1108, a signal selector receives the inferred carbon flow rate and the
measured carbon flow rate. In one embodiment, the measured carbon flow rate is obtained
from a magnetic flow meter. The signal selector selects one of the signals depending on the
operatmg condition. The signal selector outputs the actual carbon ﬂow rate. .

In a step 1112 the carbon flow rate is converted to a molar carbon ﬂow rate at a molar

‘converter. For _sohd feedstocks, the carbon ﬂow_ rdte is converted to a molar carbon flow rate . .-

by the following equation:

F=[{(g*8.021)}/{12.011%0.01 7—0.009056*2:,1,,",)} ] *(.O_Ix,!,,,-,y)*( 01 xcoke)
where,

F = elemental carbon flow in lb-moV/hour,

q = slurry flow (represents the slurry pump speed),

Xcoke = coke carbon _concentraion, between 85% and 92%, and

Xiiurry = slurry coke concentration, between 55% and 65%.
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When liguid feedstocks are used, the carbon flow rate is converted to a molar carbon

flow rate by the following- equation:
F=(g *S, *8021/12.011) » .0 *x,

‘Where,

0 = carbon flow in gal/min,

F = elemental carbon flow in lb-mol/hr,
S, = specific gravity of carbon, and

X, = carbon content of the liquid.

The molar conversion takes into account the velocity limited carbon content and the
velocity limited slurry concentration. The velocxty hmxted carbon content and the velocity -
limited slurry concentration is explamed below." o ' |

First, the carbon content is detenmned from the shlpment of the feedstock e.g., coke.

The carbon content is then veloc1ty hmlted or “rate hmted" by a velocxty 11m1ter For

example, if the carbon content of the current shxpment of the feedstock dxffers s1gmficantly,

e.g., by 20%, from the carbon content of the prevmus sluptnent that was used in the gasxﬁer,
then the velocity limiter limits the rate of change to, for example, 05% per minute. In other
words, the velocity limiter informs the carbon flow controls that the carbon content is
changing only at a rate of , for example, .05% per minute rather than a drastic sudden change
of 20%. The slurry concentration is determined by laB analysis and is likewise rate timited.

In a step 1116, the molar carbon. flow rate is multiplied by the velocity limited slurry
concentration at a first multi_plier. In a step 1120, the first multiplier output is again multiplied
by the velocity limited carbon content at a second multiplier. The otltput of the secontl

multipiier is & carbon flow signal. In a step 1124, a PID controller receives the carbon flow
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signal and the carbon control setpoint value and outputs the carbon pump speed. The output
of the PID controller is generally rate limited by a velocxty limiter to protect the carbon pump.

7. Feed Injector Oxygen Control

As noted before, the oxygen is supplied by the ASU to the gasifier. In one
embodiment of the present invention, an oxygen line is split into two lines prior to being' fed
into the gasifier 112. The two oxygen lines and a carbon line (from the feedstock nnit) merge
to form three concentric pipes in a feed injector. The center pipe supplies oxygen. The
intermediate pipe surrounding the center pipe supplies feedstock. The outer pipe surrounding
the intermediate pipe supplies oxygen. The onygen is controlled by two valves. A center
oxygen valve located prior to the split, that is, np-stream, and an annular oxygen valve located

in the concentric section, that is, down-stream, of the pipe. -

FIG. 12 is flow diagram for feed injector controls. In a step 1204, an annular oxygen
split value is determmed The annular oxygen spht value is given by F(x) I-x, where xis
the oxygen spht setpoint value. The oxygen spht setpoint value is the percentage (e g, 30%)
of the total oxygen that is flowing in the center hne Ifx= 30%, then F (x)=1-0. 3 0.7.

In a step 1208, the oxygen split setpomt value is mulnphed by the compensated
oxygen flow si gnal at a first mulnpher The first mulnpher outputs the oxygen setpomt value.
In a step 1212, the annular oxygen split signal is multiplied by the compensated oxygen flow
signal at a second mulnplxer and an annular oxygen setpoint value is obtained. In a step 1216
the oxygen split signal is subtracted from the oxygen flow signal to obtain the annular oxygen
flow signal. The oxygen flow signal is measured by transmitters in the oxygen line. In a step
1220, the annular oxygen flow signal and the annular oxygen setpoint is received at a PID
controller. The PID controller outputs an annular oxygen valve position. In a step 1224, the
oxygen flow signal and the oxygen setpoint value is received at a PID controller that outpnts a

center oxygen valve position. _
-26-



10

15

20

25

WO 00/15737 ' PCT/US99/20012

8. Moderator Controls

As stated before, in a gasification process, moderators are added to the oxygen and the
feedstocks before they are fed into the gasifier 112. In the present invention, steam is added fo
the oxygen and the feedstock. Opttonally, recycled hlack-water may be added to the
feedstock. Black-water is the water collected from the bottom of the gasifier which is then
added to the carbon as a moderator. Typrca_lly, hlackfwater collected from the ga315er is |
pumped back as a moderator by a pump |

The amount of moderators in the oxygen and carbon is controlled by adjusnng the
oxygen line steam valve and the carbon line steam valve. If recycled black-water is also used
asa moderator, the amount of black-water is controlled by adjusnng the speed ofa recycled

black-water pump.

FIGS 13A and l3B 1llustrate a ﬂow dxagram for controllmg the moderator in the -

gamﬁer 112 Ina step 1304, the oxygen lme steam flow rate, the steam temperature and the

steam pressure are received at a first ﬂow compensator The oxygen line steam flow rate is
measured bya ﬂow meter in the steam line. The steamn temperature is rneasured by one or,
more thermocouples in the steam line. The steam pressure is measured by one or more
pressure transmitters in the steam line. " .

The flow compensator outputs an oxygen line steam flow signal that is compensated
for the steam pressure and the steam temperature. The compensated steamn flow signal is

calculated by the following equation:

[P+R, T,
P, T+T,

where,
g = compensated steam flow,
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q = steamflow,
P = steam pressure in psig, i
P = absolute pressure conversion, usually 14.696 psig,
Pr = absolute steam design pressure in psia,
T = steam temperature in °F,
To = absolute temperature conversion, usually 459.69°F, and
TR =

absolute steam design temperature in °R.

In a step 1308, the carbon line steam flow rate, the steam pressure and the steam |
temperature are received at second flow compensator, and the flow compensator outputs a
compensated carbon line steam ﬂow signal. Ina step 1312, the compensated oxygen line
steam flow signal and the compensated carbon line steam flow sxgnal are added at a first
adder and a total steam flow signal is generated In a step 1316, the total steamn flow is added
to the recycled black-water flow rate and the total moderator flow rate is determmed Tnc one
embodlment, the black-water flow rate is measured by a magnettc meter in the carbon line.

In a step 1320, the total moderator flow rate is divided by the carbon flow rate ata
first divider, and a moderatorlcarbon ratio is generated. Ina step 1324 the moderatorlcarbon
rano the carbon flow rate and a moderator/carbon rat.to setpoint value is recelved at a ﬁrst
ratio controller The ratio controller outputs a desired oxygen line steam rate by companng
the moderator/carbon ratio signal and the moderator/carbon ratio setpomt value. A ratio
controller typically follows a desired ratio by varying one componeritl of a ratio while the
other component of the ratio remains fixed until the desired ratio is achieved. The following
example illustrates the operation of a ratio controller.

Suppose a desired ratio is 2/3 or .666. Now consider that a ratio controller reEeive’s.;a
ratio x/y. The ratio controller will vary y while x remains fixed until x/ = .666. Alterxiatively,
the ratio controller can vary x while y remains fixed.

In a step 1328, the desired o:tygen line steam rate may be replaced by a predetermined
value at a safety system setpoitxt override. In a step 1332, the oxygen line steam flow signal

and the output from the safety system setpoint override are received at a first PID controller.
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The first PID controller outputs the oxygen line steam valve signal that is used to ad_]ust the
oxygen line steam valves. |
In a step 1336, the compensated carbon line steam flow signal anda carb__op line steam

flow setpoint are receiired at a second PID controller. The PID controller outputs a carbon line

~.

- steam valve signal that is used to-adjust the carbon line steam valves.

In a step 1340, the carbon flow rate is dmded by the recycled black-water ﬂow rate at
a second divider. In a step 1344, a second ratio controller generates a black'-wa.ter___.conu'oller
setpoint value from the output of the divider. In a step 1348, a tl'urdPID controller receives
the recycled black-water flow rate and the black-water controller setpoint value, i.e., the
output of the second ratio controller. The third PID controller outputs a rec;ycle.dﬂ b_lack-water

pump speed signal that is used to control the speed of the recycled black-water pump.
9. ASU/Oxygen Controls

The present invention provides an ASU/Oxygen Contg_o}s whgre,a_.n ASU i_s integrated
with the gasification system 10:_0._]'1_13. oxygen discharge from the ASU is controlled by . _
adjusting an oxygen compressor inlet valve.

" FIGS. 14A and 14B illustrate a flow diagram for the ASU/Oxygen Controls in
accordance with one embodiment of the present invention. In step 1404, the oxygen valve
position of the gasifier 112 and other gasifiers that may be operating simultanequsly are
compared at a high selector. In a step 1408, the following equation is solved: F(x) = 0.002x +
0.08, where F(x)>0.99, and x is the output of the high selector. F(x) is an oétygen setpoint
modifier that is used to restrict oxygen at the ASU to cause the downstream gasifier oxygen
valves to open to the point where they release control of the oxygen to the ASU.

In a step 1412, the_following equation is solved: F(y) = 0.002y + 0.81, where F(y) >
1.0, and y is the oxygen valve position of the gasifier 112, F(y) is an oxygen setpoint modifier

used to counteract the oxygen setpoint modifier F(x} of the step 820.
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In a step 1416, the actual oxygen setpoint value is divided by F(y) at a divider. The

actual oxygen setpoint value is calculated by the opcratc;r and entered into the system. Ina .
step 1420, the output of the divider and other similar outputs from other gasifiers are added at
a first adder. In a step 1424, the output of the first adder is ‘multiplied at a multiplier by F(x)
obtained in step 1408. The multiplier outputs a dlscharge contro!ler setpoint value The =
dxscharge controller setpoint value represents the combined total oxygen setpoint value, that
is, the discharge of the ASU. o

" Inastep 1428, the oxygen flow rate from all gasifiers are added at a second adder and
a total oxygen flow rate is calculated. In a step 1432, a PID controiler receives the discharge
controller setpoint and the iqtal oxygen value setpoint. The PID controller outputs a discharge
controller output signal. In a step 1436, the output of the PID controller is velocity limited at a
velocity limiter. In a step 1440, the velocity hmxted discharge controller output signal is
received at a low selector along with outputs from other ASU.controllers (é.g., compressor

suction flow controller, ASU suction vent controller) and COIMpressor proiéi:tion controllers.

i
fwa

The output of the low selector is the oxygen compressor inlet valve signal.”’
10.  Oxygen Header Vent Valve Controls

In the gasification system 100, a commion line, known as the “oxygen header”, is used
to distribitte oxygen among various gasifiers. During an emergency condition, the 6xygen in
the header is vented through header valves. The amount of oxygen vented through the header
vent valves is controlled by adjusting the header vent valves. o

FIGS. 15A and 15B illustrate a flow diagram for controlling the oxygen header vent
valves. In a step 1504, an oxygen header pressure signal is multiplied by 1.02 at a multiplier.
In a step 1508, the output of the multiplier is velocity limited at a velocity limiter. The output

of the velocity limiter is the oxygen header control setpoint value.
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In a step 1512, a predicted oxygen flow is calculated from the oxygen pressure, the
oxygen temperature, the oxygen valve position, the oxygen line steam flow rate and the -
syngas scrubber pressure. The oxygen pressure is mcasured by one 61' more bressure
transmitters in the oxygen line. The @_)xygen temperature is measured by one or more
thermocouples in the oxygen line. The oxygen line steam flow rate calculation was described™
earlier. The syngas scrubber pressure is measured by a pressnre transmitter in é_ syngas
scrubber.

The predicted oxygen flow can be calculated by treating the gasifier oxygen valvé and
the gasifier feed injector as two restrictions in series. The flow through a restriction is a
function of the upstream and down stream pressures and the size of the restrictibns. The down
stream pressure for the feed injector is the syngas gas scrubber pressure. The upstream
pressure for the feed injector cannot be directly measured. So it is instead inferred from the

steam flow to the oxygen line upstream of the feed injector. The inferred pressure also serves

 as the downstream pressure for the oxygen valve restriction. As the oxygen valve opens and

closes, the value of its restriction changes. Multiple iterative equations must be used to
determine the impact of the oxygen valves when it is above or below its designed normal

position.

In one embodiment, the predicted oxygen flow is calculated by the equation provided
below. However, it should be understood that many other types of equations can be easily
used to compute the predicted oxygen flow. One skilled in the art can easily substitute

alternative equations to compute the predicted oxygen flow.
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-a“n'd:
o . anygen-P:a;nbber
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Plugh Pozygen APFV. “.'8"‘23 o ’ | - (e)
10 and:

P = the predicted feed injector inlet pressure, in psig,
P,, = thelow oxygen flow controller output predicted feed injector
inlet pressure, in psig, o
Z = the oxygen flow controller output in 9,
7 = the oxygen flow controller NOC output, in %
P, = the high oxygen flow controller output predicted feed injector
inlet pressure, in psig,
P_..,. = the syngas scrubber pressure, in psig,
Z}Tn‘ = the feed injector NOC differential pressure, in psi,

P = the oxygen pressure, in psig,
Prgen = the absolute oxygen NOC pressure, in psia,
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‘13:;"' = the absolute syngas scmbber NOC pressure, in psia,
KEV' = the oxygen valve NOC dxffemntml pressure, in psi.

The predicted oxygen pressure is constraint by:
P_.-10>P>P_, +10, ®
5 where:

P___ = the oxygen pressure, in psig,.

oxygen
P = the predicted feed mjector inlet pressure, in psig, and
= the syngas scrubber pressure in psxg

P:crubbe

The predicted oxygen flow is calculated by: .- . . .. N

- 24 .z4-.; s
10 ' whenZ<_zandby:
9=94r, _ (h)
-v_vhenZ?.i,where: _ o
. . I Zz P . P i: P . - +P 3 P Y - .
PR - SLE - L
. Z APW T + To P“,S‘n . .
and:
P-Pow. P+P, T 3195 .’T 1801
15 = & scrubber | — 0. —_m . . steom — H
n q”\j ap, P T+T, 1801V T 32 @
and:
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g = the predicted oxygen flow, in scfh, :
Z = the oxygen flow controller output, in 9,
Z = the oxygen flow controller NOC output, in %,
qry = the predicted oxygen valve flow, in scfh
g5 = the predicted feed injector oxygen flow, in scfh,
47y = the predicted oxygen valve NOC flow, in scfh,”
P, = the oxygen pressure, in psig,
P = the predicted feed injector inlet pressure, at least 0.3- P,
in psig,
AP, = the oxygen valve NOC differential pressure, in psi,
T = the absolute oxygen NOC temperature, in °R,

T = the oxygen temperature, in °F, o
- T, = the absolute temperature conversion, usually 459.69°F,

Preen = the absolute oxygen N oC pressure, in psia,

P, = the absolute pressure conversion, usnally 14.69psi,
q—ﬂ = the feed injector NOC flow, in scfh,
P, ... = the syngas scrubber pressure, at least 0.3- P, in psig,
Ap = the feed injector NOC differential pressure, in psi,

P = the absolute predlcted feed injector inlet NOC pressure, in~
P sia, - ' ER 1 2
m= the compensated steam mass ﬂow in &, and '
T = the absolute steam NOC temperature, in °R.

Steam

In a step 1516, the predicted oxygen flow is added to predicted oxygen flows from
other gasifier trains at an adder. In a step 1520, the total predicted oiygeﬁ flow is subtracted
from the design dxjrgen header flow value end a predicted oxygen header vent flow is

5 obtained. The design oxygen header flow value is a constant, which represents the amount of
oxygen that the oxygen pipes are designed to carry. In a step 1524, an oxygen header vent
valve bias value is calculated from the predicted oxygen header vent flow and an oxygen
header vent valve critical flow. The oxygen header vent valve bias calculation is described in
the Texaco Design Document. The oxygen header vent valve critical flow is the maximum

10  allowable flow through the vent valve.
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In a step 1528, a PID controller receives the oxygen header control setpoint value and
the oxygen header pressure signal. The PID controller outputs an unbiased oxygen header -
vent valve signal. Finally, in a step 1532, the output of the PID controller is biased by the
oxygen header valve bias value and a biased oiygen header vent valve signal is obtained. The-

~

oxygen header vent valve signal is used to adjust the vent valves of the oxygen header.
11.  Syngas Header Pressure Control

As stated before, the syngas is transported from the gasifier by one or more syngas
headers. Generally, the operator enters a normal pressure control setpoint, also called the
syngas header pressure setpoint. The syngas header pressur'e setpoint ie then used for high
pressure control, low pressure control and “low low” pressure control.

FIG. 16 is a flow diagram of a method for detennining the normal pressure control of
the syngas header In a step 1604, the syngas header pressure signal is measured by one or
more pressure transmitters in the syngas header In a step 1608, a PID controller receives the
syngas header pressure setpoint and the syngas header pressure signal. The PID controller
outputs a boiler syngas setpoint value. The boiler refers to a boiler downstream of the gasifier,
wtrich intakes the syngas and burns the syngas ro generéte power The boiler syngas setpoirit
value represents the amount of syngas the boxler should consume.

The present invention provides for the control of high pressure in the syngas header.
FIGS. 17A and 17B illustrate a flow diagram for a high pressure control of the syngas header.
In a step 1704, the syngas header flow rate, the syngas header temperemre and the syngas
header pressure signal are kceived at a flow compensator. The ﬂow compensator calculates a
compensated syngas header flow. In a step 1708, a syngas header flare vent valve bias is
calculated from the compensated syngas header ﬂow, the syngas header temperature and the
maximum allowable flow through syngas header valve. The syngas header flare vent valve

bias is calculated from the following equation:
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where,

AZ = High override clean syngas pressure controller output btas,

% o
g = Predicted compensated syngas ﬂow in scfh
g, = Syngas design flow, in scfh, o

P, = Absolute clean syngas design pressure, in psia,

. P = Clean syngas pressure, in psig, .
P, = Absolute pressure conversion, usually 14. 696psx, -

T = Clean syngas temperature, in °F, i
T, = Absolute temperature conversron, usually 459 69°F and

T = Absolute clean syngas desrgn temperature m“R _

“__..-‘_:.__'_:. - e - P TR - -vt'r!

In astep 1712, the syngas header ﬂare vent valve blas and a combustxon turbme tnp .

signal i is received at a bias ramp. In astep 1716, the output of the bras ramp is added to other

combustion turbine trip signals from other turbmes atan adder. ln a step 1724, the syngas _

header pressure setpoint is multiplied by 1 02ata multiplier The outpu.t.of the rnultiplier is

the hlgh pressure setpoint. In a step 1720, the syngas header pressure srgnal and the high

pressure setpoint are received at a PID controller. The PID controller outputs wher the syngas
header pressure increases by more than 2% of the high pressure setpomt. Ina step 1728, the
output of the PID controller is biased by the output of the adder and the syngas header flare
vent valve position is obtained. |

~ FIG. 18 is a flow diagram of the method for a low pressure control of the syngas

header. In a step 1804, a gasifier trip signal and a ramp start signal is received at a bias ramp
-36-
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The ramp start signal is entered by the operator. In a step 1808, the syngas header pressure

setpoint is multiplied by 0.98 at a multiplier and a low pressure setpoint In other words, the -

low pressure setpoint is set at 98% of the syngas header pressure setpoint.

In a step 1812, a PID controller receives the syngas header pressure signal and the low
pressure setpoint and outputs an unblased low syngas pressure s1gna1 Ina step 1816 the
unbiased low syngas pressure signal is biased by the output of the bias ramp to obtain the iow
syngas presure signal. | | ' | |

FIG. 19 is a flow diagram of a method for a gasification pressure control. In a step
1904, a gasifier trip signal and a ramp start sienal is received at a bias rarrrp The gasifier trip
signal is produced when there is a gasifier shutdown The ramp start srgnal is a constant
value. The bias ramp generates a bias signal that will be used to unload gasifier syngas
inventory into the syngas header. ' |

In a step 1908, the high pressure setpoint value is rrluitiplied by 0.98aia multiplier. In
a step 1916, the output of the multiplier is biased by the outpt of the bias ramp, i.c., the bias
signal, and the normal pressure setpoint value is obtained. In a step 1912, afirst PID
controller receives a scrubber pressure and the high pressure setpoint. The scrubber pressure
is measured by pressure transmitters in the overhead of the syngas scrubber. The first PID
controller outputs a flare valve position. In a step 1920, a second PID controller receives the .
scrubber pressure and the normal pressure setpoint and generates a syngas letdown valve
controller signal. The automatic demand value noted earlier is derived from the carbon pump
speed and the low syngas 'pressure sighal. | -

FIG. 20 is a flow diagram of a method for _determining. the automatic demand. In a
step 2004, the speed differential of two carbon pumps (from two gasifier trains) is calculated.
The difference represents a predicted train differential. In a step 2008, a PID controller
receives the predicted train riifferential and a zero (0) setpoint value. The output of the PID

controller is between 0 and 100%. In a step 2012, the output of the PID controller is
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converted to a bias value. In one embodiment. the otttput of the PID controller is convened to
a value between ~10 and +10. In a step 2016, the low syngas pressure srgnal is blased by the
bxas value and the automatic demand is generated. In a step 2020 the bias value is multiplied

12, Implementation of ICS in a Computer system

~ In one embodiment of tbe present invention, the ICS 216 is irnplemented by a
computer system capable of carrying out the ﬁmctlonahty of the ICS 216 descnbed above,
and is shown in more detail in FIG. 21 A computer system 2100 includes one or more
processors, such as a processor 2104 The processor 2104 is connected toa commumcatxon'
bus 2108. Various software embodiments are described in terms of this exemplary computer
system After readmg this descnpnon, it will becorne apparent toa person skilled i in the .
relevant art how to implement the invention usmg other computer systems and(or_computer

architectures.

The computer system 2100 also includes‘a main memory 2112, preferably a random -

access memory (RAM), and can also include -a secondary memory 2116. The:secondary - :

memory 2116 can include, for example, a hard disk drive 2120 and/or a removable storage
drive 2124, representing a ﬂoppy disk drive, a magnetic tape drive, an optical disk dnve, etc.
The removable storage drive 2124 reads from and/or writes to a removable storage unit 2132
in 2 well known manner. The removable storage unit 2132 represents a floppy disk, magnetlc
tape, optical disk, etc. which is read by and written to by the removable storage drive 2124.
As will be appreciated, the removable storage unit 2132 includes a computer usable storage
medium having stored therein computer software and/or data.

In alternative embodiments, the secondary memory 2116 may include other similar
means for allowing computer programs or other instructions to be loaded into the computer
system 2100. Such means can include, for example, a removable storage unit 2134 and an

interface 2128. Examples of such can include a program cartridge and cartridge interface
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(such as that found in video game devices), a removable memory chip (such as an EPROM,
or PROM) and associated socket, and other removable storage units 2134 and interfaces 2128
which allow software and data to be transferred from removable storage unit 2134 to the
computer system 2100. | _

The computer system 2100 can also include a communications interface 2136. The-
communications interface 2136 allows software and data to be transferred between the
computer system 2100 and external devices. Examples of the communications interface 2100 .
can include a modem, a network interface (such as an Ethernet card), a communications port,
a PCMCIA slot and card, etc. Software and data transferred via the communications interface
2136 are in the form of signals 2140 that can be electronic, electromagnetic, optical or other
signals capable of being received by the communications interface 2136. The signals 2140 are
provided to communications interface via a channel 2144. The channel 2144 carries the
signals 2140 and can be implemented using wire or cable, fiber optics, a phone line, a cellular
phone link, an RF link and other communications channels. _

In this document, the terms “computer program medium” and “computer usable
medium” are used to generally refer to media such as the removable storage drive 2124, a
hard disk installed in the hard disk drive 2120, and the signals 2140. These computer
program products are means for providing software to the computer system 2100.

Computer programs (also called computer control logic) are stored in the main
menﬁory 2112 and/or the secondary memory 2116. Computer programs can also be received
via the communications interface 2136. Such cdmputer programs, when executed, enable the
computei system 2100 to perform the features of the present invention as discussed herein. In
particular, the computer programs, when executed, enable the processor 2104 to perform the
features of the present invention.

In an embodiment where the invention is implemented using software, the software
may be stored in a computer program product and loaded into the computer system 2100
using the removable storage drive 2124, the hard drive 2120 or the communications interface
2136. The control logic (software), when executed by the processor 2104, causes the

processor 2104 to perform the functions of the invention as described herein.
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In another embodiment, the invention can be implemented primarily in hardware
using, for example, hardware components such as application -sf:e'ciﬁeintegrated circuits
(ASICs). Implementation of such a hardware state machine so as to perform the functions
described herein will be apparent to persons skilled in the relevant art(s). - |

In yet another embodimerit, the invention is mplemented using'a combination of both

- hardware and software.

Whﬂe vanous embodxments of the present mvennon have been descnbed above, it
should be understood that they have been presented by way of example only, and not _
limitation. Thus, the breadth and scope of the present mventxon should not be lnmted by any
of the above-described exemplary embodiments, but should be _d_efi.x_lﬂec‘l_. only in aecorda_nce :

with the following claims and their eguivalents.
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What is claimed is:

1. A method for controlling an oxygen to carlaon (O/C) ratio ma gasiﬁcation
plant, the gasification plant converting oxygen and hydrocarbon feedstock mto syngas '. )
composed primarily of hydrogen (Hz) and carbon mono:ude (CO) the method cornpnsmg the
steps of:

determining a syngas demand based on load constraints, the syngae demand being
representative of a desxred output of a gasﬂier

determining oxygen and carbon setpoint valnes based on an oxygen to carbon (OIC)
ratio setpoint value and the syngas demand and |

adjusting oxygen and carbon valves in the gastﬁcatlon plant based on the oxygen and

carbon setpoint values, respectively.

2. The method for controllmg an oxygen to carbon (O/C) ratw as recxted in clatm
1, further compnsmg the steps of: |

converting a carbon flow rate to a demand controller 31gnal by a macro umt.
conversion;

receiving the demand controller ‘signal and a d'ernan.d controller setpoint value at a PID
controller and generating a PID controller stgnal | | | _. R |

receiving the PID controller srgnal and an automatxc demand value ata sxgnal selector
and generating a selected demand value,

receiving the selected demand value and 2 syngas demand overri_de value at a low
selector and generating a load constrained demand value;

converting the load constrained demand value to a bias value, and

‘biasing an oxygen flow rate with the bias value.

-41 - —_—
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3. The method as recited in claim 2, wherein the carbon flow rate is
converted to the syngas demand signal by the following equation:

m = F*12.011%24/2000),
where,
m represents the syngas demand and F isa slurry flow in Ib-mol/hour. .- REE

4, The method as recited i in cla.tm 2 wherem the syngas demand overnde value
calculation compnses the steps of: _ - |

determining a constrained controller signal atalugh selector' S

calculatmg 98% ofa constramed controller setpomt value, and

deterrmmng the. syngas demand ovemde value from the 98% constra.med controller

setpoint value and the constramed controller sxgnal

S. A method for deterrmmng an oxygen setpomt valueina gasrﬁcauon plant the
gasification plant convertmc oxygen and hydrocarbon feedstock into syngas cornposed
primarily of hydrouen (H>) and carbon monoxtde (CO), the method compnsmg the steps of

multiplying an oxygen setpomt value by a carbon ﬂow rate to oenerate an oxygen
setpoint high limit; ' | |

determining an oxygen demand constrained by a carbon flow rate at a low selector
from a syngas demand and tl:e oxygen setpoint high limit;

multiplying the oxygen setpoint high limit by a predeterrnined factor to generate an

oxygen setpoint low limit, and

]
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determining a constrained oxygen setpoint value at a high selector from the oxygen

setpoint low limit and the oxygen demand coo;u_'ained by the carbon flow rate.
6. The method as recited in claim 5, wherein the predetermined-féotor is .98.

7. A method for determining a carbon setpoint value in égasiﬁcaﬁon plant, the
gamficahon plant convemng oxygen and hydsoca:bon feedstock into syngas composed
primarily of hydrogen (Hz) and carbon monoxxde (CO) the method compnsmg the steps of:

determining a carbon setpoint low limit at a high selector from an oxygen flow rate

10 and a syngas demand;

multiplying the oxygen flow rate by a predetermined factor to generate a carbon
'setpoint high limit;’

determining a constrained carbon setpoint value at a low selector from the carbon -

setpoint high limit and the carbon setpoint low limit; and

15 dividing'the constrained carbon setpoint by a O/C ratio setpoint to generate the carbon

control setpoint value.

8. The method as recited in claim 7, wherein the predetermined factor is 1.02.

20 9. A method for controlling an oxygen ﬂow in a gasification plant, the
gasification plant converting oxygen aod hydrocarbon feedstock into syngas composed
primarily of hydrogen (H,) and carbon monoxide (CO), the method comprising the steps of:

calculating a compensated oxygen flow from an oxygen flow rate and oxygen

temperature at a flow compensator;
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converting the compensated oxygen flow to a molar oxygen flow at a molar converter;

multiplying the molar oxygen flow by an oxygen purity vaiue to generate an oxygen

flow signal;

e

receiving the oxygen flow signal and an oxygen control setpoint value at a PID.

- controller and generating a PID controller output signal; .

velocity limiting the PID controller output signal at a y"élb}:i"ty' limiter; and

- adjusting an oxygen valve using the velocity limited PID controller output signal.

10.  The method as recited in claim 9, wherein the compensated oxygen flow is

-calculated by the following equation: . =~ - o L wemmnegoed
~_ " |P+B Ty
7 P, T+T,
where,

g = compensated oxygen ﬂow,

q = oxygenflow, '

P = oxygen pressure in psig,

Py = absolute pressure conversion,

Pr = absolute oxygen design pressure in psia,

T = oxygentemperature in °F, .

To = absolute temperature conversion, and

Tk = absolute oxygen design temperature, in °R.

11.  The method as recited in claim 9, wherein the compensated oxygen flow is

converted to a molar oxygen flow by the following equation:

———————"
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F = q ®2/379.5)
where, o o R
q = volumetric oxygen flow in standard cubuc feet/hour (scsh), and

F = elemental oxygen flow in Ib-mol/hour. L

12. A method for controlling.a carborr flowina gasiﬁcatioo plant.,-t.he éosiﬁcaﬁon
plant convemng oxygen and hydrocarbon feedstock into syngas composed pnmanly of
hydrogen (H,) and carbon monoxxde (CO), the method comprising the steps of:

calculating a carbon flow rate from a charge pump speed;

selecting an actual carbon flow rate from an inferred carbon ﬂowr rate and a measured
carbon flow rate at a signal selector; : o

converting the carbon flow rate to a molar carbon flow rate ata molar converter,

generating a carbon flow signal from the molar carbon ﬂow rate a veloclty limited
slurry concentranon and a velocity limited catbon content; o ‘

generating a carbon pump speed srgnal at PID controller using the carbon flow srgnal '
and a carbon control setpomt value; and

adjusting the speed of a carbon pump by the carbon pump speed srgnal

13.  The method as recited in claim 12, wherein the carbon flow rate is calculated

from the following equation:

Hll!lll INIH lllH lllll H lll!

q = qre (S/51)

where,

g = charge pump flow in gpm,
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gr= charge pump design flow,
s = charge pump speed in rpm, and

s, = charge pump design speed in rpm.
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14.  The method as recited in claim 12, wherein the carbon flow rate is converted

to a molar carbon flow rate by the following equation:

F = [{(q*8.021))/{12.011%(0.017-0.000056 %%y} ] 4.0l xeurs) .0 eors),

where,

F = carbon flow in Ib-mol/hour,
q¥siunyﬁow, - o

X..x. = coke carbon concentraion, and ~ .

Xeturry = shurry coke concentration.

15.  The method as recited in claim 12, wherein the carbon flow rate is converted

to a molar carbon flow rate by the following éé;ﬁ;ﬁon:
F=(g *S, +8.021/12.011) * .0I *X.

Where,

q = carbon flow in gal/min,

F = elemental carbon flow in Ib-mol/hr,
8 = specific gravity of carbon, and

X, = carbon content of the liquid.

-46-
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16. A method for controlling moderarors in a gasification plant, the gasification
plant converting oxygen and hydrocarbon feedstock into syngas composed primarily of
hydrogen (H3) and carbon monoxide (CO), the method compnsmg the steps of:

generating a compensated oxygen line sroam flow signal at a first flow compensator
from an oxygen line steam flow rato,_ a stennx temperature and A steam pressure;

generating a compensated cnrbon line éfea_m flow ;igtlal ata ;econd flow cornpen_sntor
from a carbon line steam flow rate, the steam pressure and the steam temperature;

adding the compensated oxygen line steam flow signal and the compensated carbon
line steam flow signal at a first adder to generate a total steam flow signal;

determining a total moderator flow from the total steam flow signal and a recycled
black-water flow; -

dividing the torn_l moderator flow by the carbon flow at a first divider to determine a
moderator/carbon ratio; |

determining a desired oxygen line steam rate from the moderator/carbon ratio signal
and a moderator/carbon setpoint value at a ratio controller,

determining an oxygen line steam valve 51gnal from the desired oxygen line steam rate
and the oxygen line steam flow signal;

adjusting an oxygen line steam valve by the o‘xyéen Iino_stearn valve signal;

determining a carbon line steam valve signal from the compensated carbon line steam
flow signal and a carbon line steam flow setpoint value; and

adjusting a carbon line steam valve by the carbon line steam valve signal.

17.  The method as recited in claim 16, wherein the compensated oxygen line

steam flow is calculated by the following equation:

e ———
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- JP-:-R, T, .
4Q=q [~ "
P, T+T,
where, Coe ANEEEN A ST I
g = compensated steam ﬂow L ey :
g = steamflow, FET et -
P = steampressureinpsig, . -, . ..ol 5
P, = absolute pressure conversion, . T
Pr = absolute steam design pressure in psia,
T = steam temperature in °F, o
T, = absolute temperature conversion, and -
Tg = absolute steam design temperature, in °R.

18.  The method as recited in claim 16, wherein the compensated carbon line steam

- . flow is calculated by the following equation: . .

15

20

25

30

[ P+P:. T T

~ where, - ;

§ = compensated steam ﬂow,

g = steamflow, '

P = steam pressure in psig, . .

P, = absolute pressure conversion,

Pr = -absolute steam design pressure in psia,

T = steamtemperaturein°F,

Tp, = absolute temperature conversxon, and

Tr = absolute steam design temperature, in °R. - :

19. A method for controlling an air separation unit (ASU) that provides oxygen to
a gasification plant, the gasification plant converting the oxygen and hydrocarbon feedstock
into syngas composed primarily of hydrogen (H,) and carbon monoxide (CO), the method

comprising the steps of:

——————
e
———

) O

-48 -



10

15

20

25

WO 00/15737 PCT/US99/20012

comparing oxygen valve positions of a plurality of gasifiers that are operating
simultaneously at 2 high selector, and outputtmg a value x;

calcularing F(z) = 0.002x + 0.0, where F(x) >0. 99 andx is the output of the high
selector; and : o C e

calculating F(y) = 0.‘_002y + 081 . whe_reul_" ( y) > ._.l 0, and y 1s the oxygen valve position ™

of a selected gasifier.

20, The method as recxted in clann 19 further compnsmg the steps of -

dividing an actual oxygen setpomt value by F(y) at a dxvxder; o

adding the output of the divider and other divider outputs frorn other gamﬁers ata
first adder; |

multiplying the output of the first adder by F{x) at a ﬁrst multxpher and generating a
discharge controller setpoint value, the dtscharge controller setpomt value represennng the
discharge of the ASU; and

adding oxygen flow rates from all gasifiers at a second adder and generating a total

oxygen flow rate.

21.  The method as recited in claim 20, further comprising the steps of:

receiving the discharge controller setpoint and the total oxygen value setpoint at a PID
controller, and outputing a discharge controller outptlt eignal;

velocity limiting the discharge controller output signal; and

receiving the velocity limited disc_harge cot_x_troller outpot signal at a low selector along
with outputs from one or more compressor suction flow controllers, one or more ASU suction
vent controllers and one or more compressor protection controllers, and outputting an oxygen

compressor inlet valve signal.

-
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22. A method for controlling high pressure of a syngas header in a gasification

plant, the syngas header transpomng syngas i'rom a gasxﬁer the gasxﬁcauon plant convemng
| oxygen and hydrocarbon feedstock into the syngas composed pnmanly of hydrogen (Hz) and

carbon monoxrde (CO), the method compnsmg the steps of:
| recexvmg a syngas header flow rate a syngas header temperature and a syngas header
pressure signal at a flow compensator, and calculating a compensated syngas header flow;
and ' '
calculatmg a syngas header ﬂare vent valve bias from the compensated syngas header
flow, the syngas header tempcrature and a maximum allowable flow through a syngas header

valve

o 23. 'l‘he method as recxted in claxm 22, wherem the syngas header flare vent valve :

 bias is calculated from the followmg equation: !

AZ=-3-- P, T+7T, 2100,
g P+R\ T,

where,

AZ = High override clean syngas pressure controller ourput bias, in
%
- ¢ = Predicted compensated syngas flow, in scth,
g = Syngas design flow, in scfh,

P, = Absolute clean syngas design pressure, in psia,
P = Clean syngas pressure, in psig,
P, = Absolute pressure conversion,

T = Clean syngas temperature, in °F,
T, = Absolute temperature conversion, and

T, = Absolute clean syngas design temperature, in °R.
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24. - The method as recited in claim 22, further comprising the steps of:

receiving the syngas header flare vent valve bias and a combustion turbine trip signal

at a bias ramp, and outputting a blas tamp stgnal

adding the bias ramp srgna.l to combusuon turbme tnp sxgnals from other turbmes at

an adder and outputtmg a total bias signal; and

multtplymg a syngas header pressure setpomt value by 1 02 ata multrpher and

_generating a high pressure setpoint.

25.  The method as recited in claim 24, further contprising the steps of:

recexvmg a syn gas header pressure sxgnal and the hxgh pressure setpomt at a PID

controller, and outputting 2 PID controller output sxgnal and

biasing the PID controller output sxgnaI wrth the total bras srgnal and ceneratmg a

syngas header flare vent valve posmon

26, A program storage device readable by a machme tangrbly embodymg a

program of instructions executable by the machme to perform method steps of controllmg an

oxygen to carbon (OIC) ratio in a gasification plant, the gasrﬁcatron plant convertmg oxygen

and hydrocarbon feedstock into syngas composed primarily of hydrogen (H,) and carbon

monoxide (CO), the method steps comprising:

. determining a syngas demand based on load constraints, the syngas demand being

representative of a desired output of a gasifier;

determining oxygen and carbon setpoint values based on an oxygen to carbon (O/C)

ratio setpoint value and the syngas demand, and
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adjusting oxygen and carbon valves in the gasiﬁcation plant based on the oxygen and

carbon setpoint values, respectively.

27.  The programi storage dev1ce as recxted in cla1m26, l‘urthér perfonmng :tlre steps
converting a carbon flow rate to a demand controller s1gnal bya macro unit
conversion; | - | o T

receiving the demand controller signal and a demand controller Setpolnt value at a PID
controller and ceneratmg aPID controller srgnal

recexvmg the PID controller sxgnal and an automatic demand value at a signal selector .
and generatmg a selected demand value; |

recelvmg the selected dernand value and a syngas demand overnde value atalow
selector and generatmg aload constramed demand value o S
converting the load constramed demand value to a bias value, and o

biasing an oxygen ﬂow rate W1th the blas value

28. The program storage devxce as reclted in clalm 26, wherein the carbon flow

rate is converted to the syngas demand sxgnal by the followmg equatmn

= F*12.011%(24/2000),
vvhere,

m represents the syngas demand and F is a slurry flow in Ib-mol/hour.
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29.  The program storage device as recited in claim 26, wherein the sy_rig_as demand
override value calculation comprises the steps of _ -
determining a constrained controller s1gnal at a lngh selector'

calculaung 98% of a constramed controller setpomt value, and 5 |

£

determining the syngas demand overnde value from the 98% constramed controller

setpoint value and the constrained controller signal.

30. A program storage device readable by a machme, tanglbly embodymg a
program of instructions executable by the machme to perform method steps of detemnmng an
oxygen setpoint value in a gasification plant, the gamﬁcatmn plant convemng oxygen and
hydrocarbon feedstock into syngas composed primarily of hydrogen (H,) and carbon
monoxide (CO), the method steps compnsmg _

multiplying an oxygen setpoint value by a carbon flow rate to generate an oxygen
setpoint high limit; |

 determining an oxygen demand constrained by a carbon flow rate at a low selector .
from a syngas demand and the oxygen setpoint high limit;
| multiplying the oxygen setpoint high limit by a predetermined factor to generate an
oxygen setpoint low limit, and o | |
determining a constrained oxygen setpoint value at a lngh selector from the oxygen

setpoint low limit and the oxygen demand constrained by the carbon flow rate.

31.  The program storage device as recited in claim 30, wherein the predetermined

factor is .98.

32. A program storage device readable by a machine, tangibly embodying a

program of instructions executable by the machine to perform method steps of determining a

-53.
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carbon setpoint value in a gasification plant, the gasiﬁcation plaxit converting oxygen and

hydrocarbon feedstock into syngas composed pnmanly of hydrogen (Hz) and carbon

‘monoxide (CO), the method steps compnmng'

~

detenmmng a carbon setpomt low limit at a hxgh selector froim an oxygen flow rate
andasyngasdemand R . '

multiplying the oxygen flow rate by apredetermmcd factor to generate."i\ carbon
setpoint high limit; '

determining a constrained éarboﬁ setpomt value at a low selector from the carbon

setpoint high limit and the carbon setpoint low limit; and

dividing the constrained carbon setpoint by a O/C ratio setpoint to gengrate the carbon

control setpoint value.

~33.  The program storage device as recited in claim 32, wherein the predetermi__ned o

factor is 1.02.

34. A program storage device readable by a machine, tangibly embodying a
program of instructions executable by the machine to perform method steps of controlling an

oxygen flow in a gasification plant, the gasiﬁcéﬁén plant converting Oxygen and hydroca'r:b"on

- feedstock into syngas composed primarily of hydrogen (H,) and carbon monoxide (CO), the

method steps comprising:
calculating a compensated oxygen flow from an oxygen flow rate and oxygen

temperature at a flow compensator;

converting the compensated oxygen flow to a molar oxygen flow at a molar converter;

-54. 000
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multiplying the molar oxygen flow by an oxygen purity value to generate an oxygen

flow signal;

receiving the oxygen flow signal and an oxygen control setpoint value at a PID |

controller and generating a PID controller output signal;

velocity limiting the PID controller output signal at a velocity limiter; and

adjusting an oxygen valve using the velocity Iimited PID controller output signal.

35.  The program storage device as recited in claim 34, wherein the compensated

' oxygen flow is calculated by the following equation:

~_. [P+R T,
TN T T,

compensated oxygen flow,

oxygen flow, -

oxygen pressure in psig, - .

absolute pressure conversion,

absolute oxygen design pressure in psia,
oxygen temperature in °F, - }
absolute temperature conversion, and
absolute oxygen design temperature, in °R.

T
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36.  The program storage device as recited in claim 34, wherein the coinpensatpd

oxygen flow is converted to a molar oxygen flow by the. following equation:

F = q 2/379.5)
where,
* g = volumetric oxygen flow in standard citbuc feet/hour (scsh), and

F = elemental oxygen flow in Ib-mol/hour.

37. A program storage device readable by a machine, tangibly embodying a
program of instructions executable by lthe‘ 'maphfxne to perform method steps of controlling a
carbon flow in a gasification plant, the gasifipation fla_pt convéf;ing oxygen and hydrocarbon
feedstock into syngas composed primarily of hydrogen (Hz) and éarbon fﬁonéﬁde (CO),the .
method steps comprising: L

calculating a carbon flow rate from a charge pump speéa;

selecting an actual carbon flow rate from an inferred carbon flow rate and a measured . -
carbon flow rate at a signal selector; | |

converting the carbon flow fate lto a molar carbon flow rate at a molar converter;

generating a carbon flow signal from the molar carbon flow rate, a velocity limited -
slurry concentration and a velocity limited carbon (':Ontent;l

generating a carbon pump speed signal at P]D controller using the carbon flow signal
and a carbon control setpoint valﬁe: and | -

adjusting the speed of a carbon pump by the carbon pump speed signal.

38.  The program storage device as recited in claim 37, wherein the carbon flow

rate is calculated from the following equation:

-56-
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where,

q = charge pump flow in gpm,
g-= charge pump design flow,

s =charge pump speed intpm,and - . ..
sy = charge pump design speed inrpm: . . .

PCT/US99/20012

39.  The program storage device as recited in claim 37, wherein the carbon flow

rate is converted to a molar carbon flow rate by the following equation:

F = [{(q*8.02)}/{12.011%0.017-0.000056%%ars)} ] 4.0l ktury) Ol st

where,

F = carbon flow in Ib-molhour,
g = slurry flow,
X_ote = coke carbon concentraion, and

' Xturry = slurry coke concentration.

40.  The program storage device as recited in claim 38, wherein the carbon flow

rate is converted to a molar carbon flow rate by the following equation:

F=(q *S; *8.021/12.011) * .01 *X,

where,

57
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g = carbon flow in gal/min,

F = elemental carbon flow in Ib-mol/hr,
S = specific gravity of carbon, and

X_. = carbon content of the liquid.

41. A program storage device readable by a machine, tangibly embodying a
program of instructions executable by the machine to perform: method steps of con&olling
moderators in a gasification plant, the gasification plant converting oxygen and hydrocarbon
feedstock into syngaé composed primarily of hydrogen (Hz) and carﬁdn monoxide (CO), the
method steps comprising: o ' -

generating a compensated oxygen line steam flow signal at a first flow compensator
from an oxygen line steam flow rafe,..a ‘steam temperature and a steam pressure;

| generating a compensated carbon line steam flow signal at a second flow compensator
from a carbon line steam flow rate, the steam pressure and the steam temperature; "

adding the compenséted oxygen line steam flow signal and the compeﬁ?éted carbon
line steam flow signal at a first adder to gener'é"t'e a total steam flow signal; |

determining a total moderator flow from the total steam flow signal and a re&ycled )
black-water flow; -

dividing the total moderator flow by the carbon flow at a first divider to determine a
moderator/carbon ratio;

determining a desired oxygen line steam rate from the moderator/carbon ratio signal
and a moderator/carbon 'setpoint value at a ratio controller;

determining an oxygen line steam valve signal from the desired oxygén line steam rate
and the oxygen line steam f:iow signal;

adjusting an oxygen line steam valve by the oxygen line steam valve signal;

R
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determining a carbon line steam valve signai from the compensated carbon line steam

ﬂow signal and a carbon line steam flow setpoint value, and

adjustmg a carbon line steam valve byt the earbon Ime steam valve srgnal

42, -
oxygen line steam flow is calculated by the followmg equatron N

where,

43.

. The program storage devxce as reerted in clarm 41 wherem the compensated ~

~_  |P+B
9=9- V P,
compensated steam flow, -

steam flow,
steamn pressure in psig,

_absolute pressure conversion, - L
absolute steam design pressure in psia, i

steam temperature in °F,

T .
T+T, -

absolute temperature conversion, and
absolute steam desrgn temperature. in °R.

The program storage device as recited in claim 41, wherein the compensated

carbon line steam flow is calculated by the following equation:

where,

SN B L TCREN

To

it

[P+R,

Ty

V P,

compensated steam flow,
steam flow,

steam pressure in psig,
absolute pressure conversion,

T+T,

absolute steam design pressure in psia,

steam temperature in °F,

absolute temperature conversion, and
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Tr = absolute steam design temperature, in °R.

44. A program storage device readable by a machiné, tangibly embodying a

[program of instructions executable by the machine to perform method steps of controlling an

air separation unit (ASU) that provides oxygen to 4 gasificition plant, the gasification plant ~
converting the oxygen and hydrocirbon feedstock into syngas composéd primarily of
hydrogen (Hz) and carbon monoxide (CO), the method steps comprising:

comparing oxygen valve positions of a plurality of gasifiers that are operating
simultaneously at a high selector, and outputting a value x;

calculating F(x) = 0.002x + 0.08, where F{x) >0.99, and x is the output of the h1gh
selector; and o o

calculating F(y) = 0.b02y + 0.81, whelrenll‘.'(y-) :>_. 10, and yis :the oxygen val_ire position .

of a selected gasifier.

45.  The program storage device as recited in clalm 44,:ﬁ1r_ther perfomnng the steps

of:
dividing an actual oxygen setpoint value by Fiy) ata divider;
adding the output of the divider and other divider outputs from other gas'iﬁers ata
first adder;

multiplying the output of the first adder by F(x) at a first multiplier and generating a
discharge controller setpoint value, the discharge controller setpéint value representing the
discharge of the ASU; and

adding oxygen flow._rates from all gasifiers at a second adder and generating a total

oxygen flow rate.

I
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46.  The program storage device as recited in claim 44, further performing the steps
of: - )

receiving the discharge controller setpoint and the total oxygen value setpoint at a Pb
controller, and outputing a discharge controller output signal;_ -

velocity limiting the discharge conn'ollef output signal; and

receiving the velocity limited discharge controlier output signal at a low seleétor along
with oﬁtputs from one or more compreSsor suction flow _c_ontrollers, one or more ASU suction

vent controllers and one or more compressor protection controllers, and outputting an oxygen

compressor inlet valve signal.

47. A program storage devxce readable by a machme, tangibly embodying a
program of i instructions executable by the machme to perfonn method steps of controlhng
high pressure of a syngas header in a casxﬁcanon plant ‘the syngas header transportmg syngas
from a gasxﬁer, the gasxﬁcauon plant convertmg oxygen and hydrocarbon feedstock into the
syngas composed pnmanly of hydrogen (Hz) and carbon monoxide (CO), the method steps
comprising:

| receiviﬁg a syngas header flow rate, a syngas header temperature and a syngas header
pressure signal at a flow compensato'r, and calculating a compensated syngas header flow;
and

calculating a syngas header flare vent valve bias from the compensated syngas header
flow, the syngas header temperature, and a maximum allowable flow through a syngas header

valve.

48.  The program storage device as recited in claim 47, wherein the syngas header

flare vent valve bias is calculated from the following equation:
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-100,
gz P+F T,

AZ = High override clean syngas pressure cggtrpner éu_tput bias, in

% - |
q = Predicted compensated syngas flow, in scfh, . .
g = Syngas design flow, in scfh,
P, = Absolute clean syngas design pressure; in psia, = -
P = Clean syngas pressure, in psig,
F, = Absolute pressure conyersion,
T = Clean syngas temperature, in °F,
T, = Absolute temperature conversion, and . .. . |
T, = Absolute clean syngas design temperature, in °R.

49.  The program storage device as recited in claim 47, further performing the steps -

receiving the syngas header flare vent valve bias and a combustio__xi turbine trip signal

10  atabias ramp, and outputting a bias ramp signal; .

adding the bias ramp signal to combustion turbine trip signals from other turbines at

an adder, and outputting a total bias signal; and

multiplying a syngas header pressure setpoint value by 1.02 at a multiplier, and

generating a high pressure setpoint.

15
50.
of:

The program storage device as recited in claim 49, further performing the steps
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receiving a syngas header pressure signal and the high présure setpoint at aPID_ _
éontfollcr, and outputting a PID controller output signal; and

| biasing the PID controller output signal with the total bias signal, and generatinga

syngas header flare vent valve position. |

A
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