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A A I AR 0% (CH) 2 —FhRE SRR T8 (40 C,H, =ik 40 G #8) , &K=
SR AR AN (NO , T HAFr=E 1 kg CH, ¥ 1.8~2 kg M 4L (CO,) HEBR. A4
H T A v AL IR TR AR AL ZER (redox oxy-cracking, ROC) WAk, EZFIPET, AimE
fRr AR AR (H) B S IR AR AT AR T 5 5 S A S S e Bk e o i i SR A
PFAIYE 2 SRR R, DA AL R S B R I 75 ok o XA SiRAL R R 9> T B I BE
e HFELL I CO, F NO, B, ook, BT H, BEEErERRE, CH, FIWE (CHy HITE AT LAk
f%ﬂ Wi, (EAWFFCH, FRATIHE T 800 T R A A IR SRR 77 G 5256 308, 8 F ASPEN Plus” #4l ROC
L T2, SESANAMMAMRHL, ROC T2 GEFER CO, HFE L 52%. &% T2 L
GLAEES AEEL) 67% (IREE, [N AT 7 4 B 5L 272 28% () CH, I CoH,e
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1.5l A7 0 I 0 S B A, W RV B 930~200 °C

LW (CHY R ELMENIMEIZ —, EHE
AR e g, SRR Al AL 22 O B S5 R R OT . 20144 4
FRC,H, 7 REZ) N1.48X10% t, Lhit £ 104 K32%[1].
H A, CHJL-F 58 403l i A4 Al A& 12 Rk 2k
(CHg)~ Aoyt A1 BL Ty ) 28 VR 3Rk AR . i T Hom
W ANVEFI S 2 =) o B P R, ZRIR RS Tolp
REEFEEMRERAN T ZZ —. BARCHAFEEMF R
b DX DL A TR, RN ARSI A B X A 7= () C,H,,
80 % LA Ik F A v [2,3] -
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FEAT NI 2 28R 20, T ek A e g e 2
PRSI o AT FRARAN 8 . FE I 6 B v
I (750~900 CHELHE D T, A7 £ B AL
VINES 'R 5 N B R e = N EE B 10 )3 VA NP R
MR [4,5]. ZRTTRR R LA, R EKE NN
FN o R AR IR SN T 5 AN RT3 i (1 FE R TR
WRAE 5 — N E Rk 2R SRR D TR R TP R
Rt . SRTT, AR IR 7 R IR I A AR
PAE S FE R AR IS o P 28R 18 PR AT T LR 75 225
JR IR BRI BERE 3 BUBR A NS AR N [6,7]. MBERH
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FERIFR PR, IR 20 5 A i 28V R B R
MLTEREER2/3, HSEAGEEKL3/4[3]. 4L,
FH T 75 RS SRRk DL 2 B I RE B TR 2R, %I AR
Srpr i KR AR (COy. R, ik 75 i v ix s 2%
MR s B AR

A58 FH 3 250 R 1 e 790 R A 2R A T et A A T IR
[8—10] SR, 45 I Iy ey i 1A A i 5 3 11 o I 5%
PEAEAL T O BRI [11]. B4h, 20 B & ARk
TAEBAMINAE[6]. S E T (O FBREH SR E
VIR AT AT 22 A . S T RE R IR E LA
Yt A — AR (CO) FICO,, &I T F=iik bt
R [3,12,13].  H AT BT A T AR G A S A i
MWFALI P D T2, BEAE R AL 2% (redox oxy-
cracking, ROC). FHE— PO EAEEEGEMM B F
FH i PE il A% 0% 8 1 SR B ke R AR AR
(Hy)o S AGIE T AL OR7E My R Rk N I B gs, 12
HE T B DR SR I N R B . RIRT, D R
PR TR B 30 S o 3 iR R A A R B S i SR A AR IRAE
AR RO R DL 5E BRI TR R . i v A Ak 2D
A AAFLESAE, A FTRE: O HE gk B 1 e B
7y QU 7 AR E[13-15]; @B HBE S
B B IF PR T RS R BE RS A, BLIR B D A & ) 45
R [16]o FEA BRI K KPR T HEFE, MM FEAK T &
e (NO FICO, M. R B IR REAT
AR o AR, (H R IX RO B ROCTT 4 1 ok
VR AR 7T

BAVEBGLIRIE T — A 5 ROCEE 5 H 2L 1k 2%
8 - A & T 7%k, BT CHGHICH,[17,18]. % 4k
W JF AT R R PERE. SN HLEE A AR T2 2R
[(17-191CF Frit5t. ik, XLeHF AR T CHFe1b .
FIVO,/Ce-ALO; 1] im A& 4 1E Ot SE A S M & 1 it
FALIR, 1E30%MIE AR T, MRk sl
60%[11]. FEAAIE AN Ol B AR N B, ¥ -
IR V) £ I Li/M g O P et OB IE S, % N B
28 %ol T bt % 10 2R F160 Yo 1) 58 57 M J2 e R PE 8] AH A
HFIEHTT T MRS B TR -LI/MgO RS, PALK
# CUBEAE 500 CCRYBARIRLEE R A FE1h[9]. RS
TR B G PR AR IR AR IR PG R, AR R = AT PR
F35%AE AT SR, IR AR T 1 CAE B
JErE MGG (<35%). BhAh, BT EEER 5 X
e PR S A LR (I T A PR

MRTE ST T VRGN R LR AT, DA A
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ROCTLZHIMERE. fEBLPL T H T NB IR G E )
ZH P B A I R e A TR SR AT Y SR B B HE [20] . 7E 5K
5 25 FABE (1) i B 2% RSB T 79 Yo I B R O b e 1k 2R A
61% MR PevE . SRI0 25 Fph T AR, JFk
ROC T Z W1 e 5 A S ik i A o v 28 VR 34 T 2 kAT
T H# . 3B ASPEN Plus®, HF5T T [ W 28 F1 T 2 464
520 CASPEN Plus® H T~ O 24AEFIROC L 2 i fE
K23 AE R 78 SCAE I I STRT RS2 R 45 HY D . PRI L 7%
SHTEGAE T ROCT M TER A . HARREM L2 M
tt, ROCZHEZEH| (79%FA ML Z) LUl or i
e TR IE MK 767 %, I HL 75 B 46 TAEmD 1
25%. SAEGIIZMRE T ML, XS FAR s> i B
TR B S52 %I HAHRLE D> T CO,HERK

2. TZH#R

1 T R 2 2 A SR YR RN M Sk T AR A . B
R MERNRIEEY, MWERERER T FRIAW
Ko AMMBIFEERS 32—~ IECkt. KM (1) &—
AR I D e AR G H, I R S N . A i B T R
B EAL, HZE R HREHFERIRT U, 75298 K
i, IE Sk Ae s N359 kI-kg . 1 (a) IR TA%
e T 28V R L2 IR . BB, ARG
T, CTREE A W AR 28V A IR R . BT
Rfp R 2R e, HAESMBEER, BrCAHZERIEN
TR R TR w3 A i o () 2 Ak 28 R HN ) B R T R E 2R
fiEk A, A T EE I R E T P T R A R
(£71000 C) TasAT, P LA RN P 7 B A /2
PREMBR RS AL o 20 eh A S DRI RE I X 2H %, M
SR AE TR m 750 CRAESTIX, T R T
MR AR AR LIS 21650 CHIRARIX o 7= it B 20N
800 C, fEIIALHIAAAZ AT, %M SEHRIE T %
£300~400 °C, MimEEG 7B R S, OREE T
RS TR SA KRENER, 23 9imE
DA 25 DA S I ST A AR B Gl 2>200 CH.
PRI R H BRI IR B DLW B E . B S
ANZREAN Z S, UIREREIESTYHERES MPals
Fo TR E (acid gas removal, AGR) f£(ETH
IETDR SN = SRS b7 M (2 = Ol N e N e 114
B 22 T8, SRS BEAT BRE DA L BRCO, S8 IR 1 <44 .
By 17K G W0 T s s 188 3 A Bl 3 i A FH e L (20K
T8I o
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CeHis(g) — 3CHy + Hy AHip4sc = +319.6 k] (1)

J 4 U R 2H ) EHORS TR RS A R A B R AR
RN 5y o B ok, f 247 A s 4l BE () G, H, A TR
M (CHe)o fEFFIITIRRE, Hht (CHY MBRERH
g (EEREH,) kP A I His (demethanizer,
DM) 43 &. Wi kii (deethanizer, DE) I ADMIT
JEG = il R 4 B8 L. C,HFIC,H,. DERITE4r S5 H, R
N, ¥ RFEANNCH,, R HC25r & 28— 20
HE G, H, P fh e C3+4H 4r F/EDEJR AR H, IR AE I it
¥ (depropanizer, DP) Hit— Dk alifb L2 C44H 57 .
i T %ets (debutanizer, DB) M DP[2]HIJECHER 7 B C444
B RN TR RR M. CSHM B & iE. C34r 4%
£ DPHE & [R5 5 CyHo

1 (o) ik 7 ARHROCT. 20 HR H I B HE-
AR ITRRBERESE L. ROCT FH— 5Lk
77 b o> BOAE A AR RN, B A B — Rl s A
HIE5 8 (Ca-Mn) FEEAMY, 5 IATLLRT TAE[20] By
HIB AL, EASPEN Plus“fifllrf, Z Frbldi i &
AL (CaO) FIERSEMY) (MnO,) IEMIREY,
FE AR TR A ALY TE ASPEN Plus$ds 2 rh A iT
Mo Mn,OE REEAH, 8 il 2 558 I 2%
I (oxidative dehydrogenation, ODH). Mn,0,7E ¥ (2)
JEIE SR 9MNO, A iR e A g 2 ke, T o T T
W RN (2) IR OB S CH, I SO IR R e B,
Hrh B FEH AR AE K. FER AR, b AL SR
AT CREAR i B (3) (A S EEHEAYE) b
784N . ASPEN Plus®¥#s FE( R BT, B AUHEAL I

Fuel oil
i | ...................................................................
naphtha ; i ; :
E— Cracking Quench Pf'ma”_/ Compression Drying Acid gas
furnace fractionation removal
Hydrogen
Methane
I Ethylene
Chilling DM DA (.:2
splitter
T Ethane
DE I Propylene
C3
| splitter
: | Propane
: DM: Demethanizer P
- . l—’
: DE: Deethanizer C4s
i DP: Depropanizer |
i DB: Debutanizer DB
: DA: Deacetylenizer c5+
Downstream section
(a)
Fuel oil
Liquid naphtha
(n-hexane) ROC
reducer Quench fraztrigjl?on
775 °C
Oxidized Reduced
catalyst catalyst
Downstream! Products
section
ROCt O,-depleted
. EEErEEEE——
Air in reggegser%or hot air

(b)

BE1. (a) Al 2R A L 2R T2 07 % (b) ROCH AR bR =&l



LRI #R7¥ A 5 S bR A I8 SR A AL SR AR AL, H AT T
e, JRIEESAET75 CHIL atm (1 atm=1.013X10° Pa)
I B iE1T, MHEAZRTEI3S CHIL atmPI 5 iz
ATo S AIE JF7E PR 2 38 1 4 P AR 1108 0 22 Rl 4%
K TE T o SR A TR AR BE SR AL TR T 1 A A A
NARME T ROCK S T 75 F #8o A i vrh RN 23 <08 T )
650 C. kHBABRMATATHT A ERA,
DLURME BT B R 7 R o s 2% Hh i Hh ) Sk i — &R 4
KT RSB T SR E., BT Z L2 ERN
W T2 EHZMCO,, HILFHEE -EiEkEE kR
FBRC O, 3 J5 7 A AT 0 ek FIAAFIT 75 1 AR B EH A A7 7E 7
AL A R ERA. BN EATEMIRERS
PRSI ZE (AT fEZ NPT EE. R 2 2 RFAH,
TP A2 28 AR AR o IR A8 - P AR 2% R G R R RS
TIBITHY . ZAHERE S S REREN EEE Sy, HAPEROC
S BEHE AT EUAR,  RER T SRR K L B b . B2 R ok
BB AR AR B AEFEE R XM ROCT & 5 A &M T2
AT R

C5H14(1) + Mn304 — 3C2H4 4+ 3MnO + Hzo

AHpesk = +341.3K] (2)

3MnO + 102 — Mn304

5 AHjgsx = —227.8K] (3)

3. IRIRIK

FFHASPEN Plus®# ) #8 X ROCH M RE #EAT 1 1F
i, IS4 M 28R R AT T LR [21]. SR PIF A
i 7o R o AR AR AT S OB T SCHREE,
PSSP R A i, @1ECkE. BT IE
CbE A I ) 2R o, R I O e R 25

100 -

M Aromatics
@ Naphthenes

M iso-alkanes

Composition (%)
[4)]
o
T

M n-alkanes

Literature

This study
(a)
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GHER THHERIERE R, Z L2 AT LK
K. Z2A s B2 s, gl iti
LR “ &7 A iR, EROCHFE ks
Al 1) I OB E A IR AR gy . 1SS T ASPEN
Plus™ (IR, J@ ¥k LA B v i, 2 T
R L E MR . RS R TSGR T R2,22],
MROCH, & 5T FRATLART 1) TAE b Rk R A S50 45 1
[20]. FIREHE TE & OENE, BeHF97%
(1 IE A FEROCIE F2 Fh EAT T 54k, IE Cb MR S50
FIROCHIBI ¥ W, EROCLZH, CHMCH " &
W T 2930%. TREFREA G B S 7EEEMROCTE
THIEERBL, SROCHE LT CH, A1 CH I 77 & 4% L
BIBEIN, S IE O N 9T Yo FAh S B 17 B
RROC T B = EAHRL. AR = ROCTE L T 17 i
SFARTEANFE SO IR ST A . A 78 SO 5 %
ASPEN Plus“H (i FEACE . MRNAZE — 5 R

T B S AR AR AR Y I AT, Hoh L
AWK E BmENEY R N T EIAGRE
JG, T N B (Sep), FHHE T HAERE. E
PR CE IR 4B AT 1o ARl A A B [ 4 646 Min, O, Al
MnO, T1fi H 4 7R A] ReAR3R 92 Br S A I T A 46 751 [20],
EERINT CaOfE NIEHEDI . RIFIH T B A %1
AEAMEL X

TEA5 2 2% 7 oG 9 R0 IE e A JEORE PR 7 RS R
JR UL E F 28V TR 650 C Ja#l 51 N b, 45
T v B i S5Ok 0.5 kg ZE VM BE . FEROCH K A AH [A]
P TRARIR B, AR & Z89RM ke . 7 AR, By
Mn; O, ¥ A8 A I S5 A A4 77 RIORE B3 B 406 NI & - AT
W3 JE 900 1) R P AR AE 935 C I FAE 28, T IR %3 1
BIEAE160 CLLF . fEFAESRT, 10%M2 &2

100 ~
90 L
80
70 -
60 | W #C =9-15
50 d#Cc=8
wl m#c=7
W#C<6

Composition (%)

30 -
20 -

Literature This study

(b)

B2, A MARERAN. (@) FETZHE 2] (b HETZHHk[22].
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&1 ASPEN Plus® 8 I RUREEL . & 1L 75 v A0 B 1t i ais e

Process simulation components

Settings in ASPEN Plus”

Stream class

Databank

Solid components

Property method

Unit operation modules
Cracking reactor/furnace
Pressure changers
Heat exchangers
Distillation columns

Separators/flash columns

Regenerator, reducer, and deacetylenizer

MIXCISLD

PURE, AQUEOUS, SOLIDS, INORGANIC
Mn;O,4, MnO, CaO
PR-BM and STEAM-TA for steam cycles

RStoic
RYield
MCompr
Heater
DSTWU
Sep/Flash2

®2EAEN U R

R3  RHERAE R ABEL B

c Carbon yields (%) Process simulation parameters Settings in ASPEN Plus”
omponent
P Complex feed n-hexane feed ROC Ambient condition T=125C, P=1atm (1.013x10° Pa)
H, 0.0 0.0 0.0 Reaction assumptions As per the carbon yield distribution
Methane 11.5 9.6 7.7 in Table 3
Acetylene 0.7 0.6 03 Chemical looping reactor operating | atm
Ethylene 27.3 27.3 32.0 pressure
Ethane 33 28 21 Deacetylenizer operating pressure 25 atm
Propadiene 0.8 0.7 0.0 Compressor specifications 4 stage with intercooler at 25°C
Propylene 123 103 162 Isentropic efficiency of 0.72
1 0,

Propane 03 02 0.6 Air feed (to the regenerator) 10% excess
Cis 02 02 0.0 Dls?harge temperatures to the 25°C

environment
Butadiene 4.1 34 4.0

Thermal energy to steam efficiency  85%
Butene 2.8 24 7.5

Thermal energy to electric energy 40%
Butane 0.2 0.1 0.1 .

efficiency
Benzene 133 11.2 0.2
Toluene 2.6 22 0.0
Xylene 1.0 0.9 0.0 A A, ROCHT 75 % H, AR A HLO
Ethyl benzene 0.4 0.3 1.8 BT 1kt — B, T AT LT AR R K B
Styrene 13 I 0.0 100 Co VKRR ) v BE T2 77 280K
Naphthalene 0.0 0.0 0.0 TN , N N

P Iy 1 1 ANPGRS HE AR 2R GE TSRt AT LU AR
n-pentane X 7 5 s R N N
- o " " FEAGI, TR AR L O R 07, 59 7 AR
iso-heptane 3.1 1.7 0.0 HRMK, AHSAEYEESE2.5 MPa, {E£100 “CHF A
iso-octane 25 0.8 0.0 o FEH TR, XA A TN 28 A B I e LR
Cyclohexane 32 0.8 0.0 T v AR A o A DY 2 S 005 I A L, AR ik —
T™B = 09 00 W EAE A2 atm 2] ). BRYESUARR 2o B BE
Dodecane 2.5 3.0 0.0 N - N N
o 0o 00 S NCO,, AFIETAME (H,S). BRI AEFENR & hy 20
o 00 00 i Atho XFTF i HA E £ CO,MROC, fE — MR
2 . . R

Naphtha conversion 82 %" 82%"° 79%"° COZﬁEﬁj‘\jo'll MW'hE‘JHﬁY%Y%I%[Z?)]G RAGH TR

* Equal conversions of all the feed components were assumed listed in Table 1.

" Conversion of n-hexane.

650 C, HITAEFHEIA B A% AT o5 — AL SR
A e A WAL D HABAR N (3) 1. RFER2H 1

figf I AR PPN Ui B R AR A AR [24]. /EDMA K FRCH,Z
B, RAESIRAEIE]—100 Co X — il D Bl i bR 25
KHEBIrH, MCOW /> T DM S8k, £ T A 1% OL T #R
E/SELY R 23 TR A =S AN [ B = =0 R s
VAT AFILEES, X PIRNE DL R C20 Y AR B B
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Unit Key con.lponents Recover.ies (%) Reflux ratio Pressure (MPa) Terrllperature required (°C) /
Heavy/light Heavy/light Condenser Reboiler refrigerant

Demethanizer Ethylene/methane 99.90/0.50 3 2.6 2.7 -95/ethylene

Deethanizer Propane/ethylene 99.99/0.10 0.6 1.0 1.1 -43/ethane

Depropanizer iso-butylene/propylene 99.99/1.40 4.6 1.0 1.1 25/propylene

C2-splitter Ethane/ethylene 99.00/0.06 2.7 0.4 1.1 -76/ethylene

C3-splitter Propane/propylene 99.60/0.24 18 1.6 1.8 34/propylene

Debutanizer Butadiene/iso-butane 99.90/0.10 8.6 0.4 0.5 32/propylene

AR X BURE MR . DEJSAET T 5 4145 F LUK DE
T 1 CREA (S AN TSR RS D %%
A il H il i AF R B (pressure swing adsorption,
PSA) 3ifs, HIZATINH, I RIHRIEFI80 % Y M4l fE
EF199%, LLEAEEE0.1 MPa[25]F F [T .

N T TR, AFTEARRER (B ZK95AM
LD B B B A A R R R TR 0. R34 H T
TANIR] e e B R I AE R . B 225 STk [26]
TR AL DA R I, I B A BT ASPEN Plus®™ tH4 (¥
CTE AT V4 il A P 4 DT R U B )74 TR R4%
T NS BT TR R 12 7

4. R 51718

4.1, BRI RS

{E R 22 B s = o3 A, BSR4 52 2 0 T el A 4l
1E et T8 28R 2 B . I3 o 1 P A ik
RHE TR AR Ak o S, A0 R e 2L ARG I R B R
SRAEBEIIC,H, 20~40 GIFVE I [3]. KSR THIA
Jii Jt RH OE CobE R R LG 0 SRR R B R A . A
DLE H, 4iE btk S5 SR 5 & 0 i ek i 25
AL X R B IE OV e v DA AR & A o vl PR B 2R AL,
G, TS gE R AR TE. B30 THEIE
CUGE A 28 A I PR AR RS DL T, AR A AT T A
Re R T R BB RV AE

4.2, ZRIRARE TR REE A1

2 8 F K B A A M AT IE S 2k R 4 S 1 A
P, TR R EH IE SRR A . ASPEN
Plus ™58 fU A figi vl 24 i ok 72 2% B 45 WL CLH, 1) fE FE A
32.5 GJ. X —RILE5Ren®E[3]HIWF S 45 R —3, Hik
T8 ) BEAE Y B NI CLH, 20~40 G 0 T 2R 2,
EZIL R B ER 4 75 B 78 %) M . VAR K
FEAE T R ZRVR ORI N GE & . R4 P R M TR R

He B o

Complex feed n-hexane feed

30.6 GJ per tonne ethylene 32.5 GJ per tonne ethylene

B Pretreatment, reactor, and quench
B Primary fractionation and compression

[ Chilling and separation

B 3. A M vt R £ 2> BLRE R0 A1

TERE BV FENI57 %, 1 DMIERHEI A FTC2 43I 28 20 551 7
FHETFIFREEN17%M16%, C27r B st B S LT K
A B

43, IR

WRIFTR, ZEMRAROCHE A WL LA 2,
SR, ROCTZHE 3 2™ i C,H, M CH [ s 7 B 4 v
T28%. B4R T At 2 fg it FE AT RO CIG L 1 73 BL
ReE . KA IXMA LM RE &/, 2L
EHREREEEMNP, X HEEREIETRK27%. 7
ROCIHIENL T, M B A - AR RARE, %R
G TR AL T SN ROV (2) RN (3) T#R1E .
PSR IE IS SRR B (3) (A A BT
ARHESTER (N IREAH T EESERR, H
HEROCT. 2 LR . BT RMNAFLAHIEIT, FHik
ROCZEWIH iy FIe A4 RE & 77 SR B2 PRI k6P
7N, MR IR BUH3E— B2 FRIC T B (PO BRETFHRK,
K LUl RE BT SR MNRAREFIEC,H, 25.44 GIFF 2 AEMEC,H,
8.32 GJ. HRUEAHLL, Z B RERE T BRME L i K.

JEA P EROC M ILE T EZRRe R, 5
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RS LA AR IE S e ER B AR AT BT B By AT (R GT ot

C,H,)

Unit/section Complex feed n-hexane feed

Upstream Reactor (endothermicity) 8.04 8.72
Feed pretreatment 7.80 8.27
Steam heat 6.85 7.19
Quench -8.53 -9.17
Primary fractionation 9.68 10.44

Upstream total 23.84 25.44
Compressor 3.66 4.03
Demethanizer 0.40 0.45
Deethanizer 0.00 0.00
Depropanizer 0.16 0.14
C2-splitter 1.16 1.13

Downstream C3-splitter 0.49 0.40
Debutanizer 0.01 0.01
Deacetylenizer 0.08 0.09
CO, scrubbing 0.00 0.00
PSA 0.03 0.03
Chilling 0.79 0.74

Downstream total 6.77 7.02

Total 30.6 32.5

n-hexane cracking ROC

32.5 GJ per tonne ethylene 15.5 GJ per tonne ethylene

M Pretreatment, reactor, and quench
M Primary fractionation and compression

M Chilling and separation

El4. IE CHERAF A ROC A At B/

AMILL, BT RS R E D, 7E TR
Fenth b EE IR T 25%. PIRPEOL R ISR R RE R
TR KA. FONTEROCHE LT M DML 1) i & 5%
AN, Ve FIHBEREL B DMV AT RS, SR E, ROC
I FEEIICO, M 3R 7 20.11 MW-hi T/E & [23]. 5%
CO,IIEBEEN100%, XA FREMIC,H, 0.12 G (H
710, L5 FIFREIR TR 4%. PSAEE /) B4 T % H,
FIfE R TSR 2.2 kW-h CHEE) /1) [25]. ROCH K5 &
BDRINH,, FHPSARERE TR EAC. EXMET,

R6 HEETRMOELE (AL GIt CHY
GJ per tonne ethylene

Unit/section
n-hexane cracking ROC
Upstream Reactor (endothermicity) 8.72 0.00
Feed pretreatment 8.27 8.56
Air/steam preheat 7.19 2.98
Quench -9.17 -7.93
Heat released 0.00 0.00
Primary fractionation 10.44 4.70
Upstream total 25.44 8.32
Downstream Compressor 4.03 3.02
Demethanizer 0.45 0.38
Deethanizer 0.00 0.05
Depropanizer 0.14 0.16
C2-splitter 1.13 1.18
C3-splitter 0.40 0.53
Debutanizer 0.01 0.00
Deacetylenizer 0.09 0.15
CO, scrubbing 0.00 0.30
PSA 0.03 0.01
Chilling 0.74 1.4
Downstream total 7.02 7.17
Total 325 15.5
HVPs (kg per kilogram ethylene) 2.5 2.0

I C,H, 3 BAE = B (£492.5 MPa) F150~70 “C IR JE T
BEAE[27]. Sk B DETIHS B S R SR b T 3 I B e
(#1-50 C)., B EmMIC,H,5CHMCHERERLRS:
FEEBIC2HMCI MBI e E TR K. BMEME, 51E
O EAHEL, ROCEGIA W REME L) i AR REYR 75 oK
P> 52%, wE4pR. T T2 e H B, RATE
B2 FE T CH, ™= i A (B 7= i (high-value product,
HVP). 7EIXH, FATEERenZ 3 HVPHIE X, A
NALEE I JEAE N IR BT I 8 R CS+ilk A0 & #1218
P SN 63 I M 3R HVPHLTE At B 75 SR 63X 5 Fih
TG OLHEAT TR EE .
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