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Figure 1: Average and incremental cost-effectiveness analysis for Examples 1 and 2

These two examples are representative of many existing refinery heaters and boilers at LAR when
considering the actuality of implementing such retrofit NOx controls and the associated NOx performance
and cost. Coupling this with the reality that some heaters cannot be safely retrofitted with ULNB or have
no physical space nearby for an SCR, the resulting cost-effectiveness inclusive of redesign, rebuild, or
replacement of the heater and/or its associated process equipment, as well as the lost opportunity cost due
to additional refinery downtime, far exceeds the $50,000 per ton cost-effectiveness threshold. If
SCAQMD is considering major equipment redesign and/or replacement to accommodate ULNB and/or
SCR with a new heater design, these costs must be considered in the BARCT analysis.

Norton/FERCo Report Review

The SCAQMD is incorrectly using these third-party reports as the basis for their technical feasibility
determinations under BARCT. Attachment C outlines our fundamental concerns with the NEC and
FERCo reports that has led SCAQMD to make inappropriate conclusions for BARCT. While the NEC
and FERCo studies are informative and speak to many of the safety concerns noted in this letter, there are
several technical concems for ultra-low NOx burners (ULNB) and selective catalytic reduction (SCR)
that are either not addressed or that are not addressed appropriately for refinery process heaters.
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Conclusions

SCAQMD has not complied with California law and has inappropriately determined BARCT in Proposed
Rule 1109.1:

e The SCAQMD has not considered the specific technical feasibility issues associated with
installing the same controls on the broad universe of process heater designs at refineries.

e Categorizing refinery equipment based only on heat release duty makes it infeasible to achieve
the proposed BARCT NOx levels; Proposed Rule 1109.1's BARCT standards must consider
physical characteristics in determining the feasible level of NOx emissions from existing
equipment.

e The SCR performance to the level specified in Proposed Rule 1109.1 is technically infeasible for
many refinery heaters.

e The SCAQMD’s cost-effectiveness determinations ignore actual costs.

e The SCAQMD has not considered the incremental cost-effectiveness calculations for Proposed
Rule 1109.1 as required under California Health and Safety Code.

Due to the significant impacts that this rulemaking will have on our refinery and the refining industry as a
whole, MPC again requests that Proposed Rule 1109.1 rulemaking be paused to provide adequate time for
more meaningful review and comment during this rulemaking process.

Please note that in submitting this letter, MPC reserves the right to supplement its cor ts as it d
necessary, especially if additional or different information is made available to the public regarding the
Proposed Rule 1109.] rulemaking process.

Thank you for the opportunity to provide comments. We are glad to discuss further and look forward to
continued dialogue.

Sincerely,

el W

Vice President — Los Angeles Refinery

Attachments

cc: SCAQMD
Sarah Rees — Acting Deputy Executive Officer
Susan Nakamura - Assistant Deputy Executive Officer
Michael Krause — Planning and Rules Manager
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ce: SCAQMD Governing Board Refinery Committee
Dr. William Burke ~ Governing Board Chairman
Hon. Ben Benoit — Governing Board Vice-Chairman and Refinery Committee Member
Hon. Larry McCallon — Governing Board Member and Refinery Committee Chairman
Hon. Lisa Bartlett - Governing Board Member and Refinery Committee Member

ce: SCAQMD Governing Board
Hon. Joe Buscaino — Governing Board Member
Hon. Michael Cacciotti — Governing Board Member
Hon. Vanessa Delgado — Governing Board Member
Hon. Gideon Kracov - Governing Board Member
Hon. Sheila Kuehl — Governing Board Member
Hon. V. Manuel Perez — Governing Board Member
Hon. Rex Richardson —~ Governing Board Member
Hon. Carlos Rodriguez — Governing Board Member
Hon. Janice Rutherford — Governing Board Member

ecc: 2021-02-01 MPC Second Comment Letter on Revised Draft of SCAQMD PR1109.1
Greg Busch, MPC RE
Ruth Cade, MPC RE
Chris Drechsel, MPC RE
Ben Franz, MPC LAW
Denis Kurt, MPC LAR
Robert Nguyen, MPC LAR
Tim Peterkoski, MPC EA
Robin Schott, MPC LAR
Vanessa Vail, MPC LAW
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Executive Summary

Refineries operate many different designs of heaters with unique process fluids, tube materials, shapes
and sizes, burner orientations, firing conditions, tube orientations, and draft types. There is no "one size
fits all” feasible ULNB/SCR retrofit for existing refinery heaters. Not all existing process heaters can be
safely retrofitted with ULNBs and SCRs due to flame impingement and related safety risks, inadequate
area in and around the heater for operating and maintaining the heater safely, and lack of physical space
to install, operate, and maintain post-combustion emissions control equipment.

It is imperative that any existing refinery process heater being considered for a ULNB retrofit is first
assessed for its capability to be safely operated and maintained with the new technology. Design
standards and recommended practice documents from the American Petroleum Institute (API), as well as
company-specific refinery heater and burner specification documents, provide the technical criteria for a
case-by-case NOx emissions control retrofit evaluation. Computational fluid dynamic (CFD) modeling is
conducted on the specific heater's physical design and variable operating conditions to support the
technical feasibility analysis.

Similarly, determining the feasibility and performance of installing SCR technology on an existing refinery
process heater requires a case-by-case assessment of the exhaust conditions (i.e, NOx and excess oxygen
concentrations and operating temperature range) and the available physical footprint to accommodate
the SCR infrastructure.

Therefore, four possible scenarios result from conducting a feasibility analysis of retrofitting existing
process heaters with ULNBs and SCRs:

1. ULNBs may not be safely installed due to flame impingement and/or operations and maintenance
personnel's inability to safely execute their duties, and an SCR cannot be installed due to limited
available space or excessive installation costs.

2. ULNBs may be safely retrofitted in an existing process heater, but an SCR may not be installed
due to limited space or to structural concerns with the heater foundation (if constructed vertically)
or at other nearby platform support structures if space if available. Depending on the type of
ULNB, required turndown, the fuel gas composition, tramp air, safe operating conditions, and
combustion air preheat, the controlled NOx from the installation is normally in the range of 25 to
50 parts per million on a volume dry basis (ppmvd) corrected to 3% excess oxygen.

3. ULNBs may not be safely installed due to flame impingement and/or operations and maintenance
personnel’s inability to safely execute their duties, but an SCR may be safely installed. Depending
on the type of burner in the existing process heater, combustion air preheat, safe operating
conditions, excess air (oxygen), tramp air, and the heater's operating mode, the NOx formation
entering the SCR could be between 50 to 130 ppmvd. The SCR NOx removal efficiency and any
associated outlet NOx limit must consider real-world operational variability and deviations from
the theoretical assumptions used in the initial SCR design. With a reliably proven and sustained
NOx removal efficiency of 92% for most installations with a higher inlet NOx concentration, the
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corresponding outlet NOx from the SCR is normally 4.0 to 10.4 ppmvd with a corresponding
maximum ammonia slip limit of 10 ppmvd to sustainably meet the underlying NOx limit during
normal operations.

4. ULNBs may be safely installed and an SCR may also be safely retrofitted at the existing process
heater. From scenario #2 above, the ULNB-controlled NOx concentration is normally 25 to 50
ppmvd corrected to 3% excess oxygen. The SCR NOx removal efficiency and any associated outlet
NOx limit must consider real-world variability and deviations from the theoretical assumptions
used in the initial SCR design. Given the lower NOx concentration entering the SCR, the sustained
NOx removal efficiency may be lower than that in scenario #3. At a 92% control efficiency, the
outlet NOx is 2.4 to 4.0 ppmvd with a corresponding maximum ammonia slip limit of 10 ppmvd
to sustainably meet the underlying NOx limit during normal operations.

Any emissions limits for NOx, ammonia, and other pollutants that are established for retrofit NOx controls
at a refinery heater under scenarios #2 to #4 above must consider the inherent variability in operating
conditions that appreciably impact the actual control efficiency on a short-term basis.

SCAQMD’s Proposed Rule 1109.1 requires every existing refinery process heater with a design heat
release of 40 MMBtu/hr or greater on a higher heating value (HHV) basis to meet 2 ppmvd NOx and

5 ppmvd ammonia slip corrected to 3% excess oxygen (O:) and on a 24-hour rolling average. These limits
and associated averaging period are not proven and/or are infeasible for many existing refinery heaters.
For those heaters that can potentially meet these emission limits under ideal conditions, the limits as
proposed provide no margin for compliance with respect to the inherent operational variability that is
experienced by refinery process heaters.

This paper outlines in Section 1 the different types of process heaters used at refineries and their
associated combustion design factors. Key characteristics that are considered by engineers to determine
the feasibility of retrofitting these distinct designs of refinery process heaters with NOx emissions controls
are described in Section 2. Section 3 presents four possible NOx control retrofit cases or scenarios that will
result from a given feasibility analysis of applying ULNBs and SCR at an existing heater and the
corresponding level of NOx performance expected during normal operations following the retrofit project.
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1 Common Refinery Heater Types and Design Factors
for NOx Controls

Process heaters are classified in different ways. The South Coast Air Quality Management District
(SCAQMD) classifies heaters per their heat release on a higher heating value (HHV) basis. However, for a
given heat release or heat release range, heaters come in different physical shapes, sizes, burner
orientations, process fluid types, tube materials, firing conditions, coil orientations, and air drafts. When
evaluating existing heaters to be retrofitted with ultra-low NOx burners (ULNBs) and selective catalytic
reduction (SCR) units, these other heater design criteria for a given heat release or heat release range will
significant influence whether the existing process heater or boiler can accommodate the proposed NOx
control technology.

This section explains the different heater classifications at a given heat release or heat release range that
are common to the petroleum refining sector.

1.1 APl and Company-specific Standards for Safe Heater Design,
Operation, and Maintenance

It is important to first recognize that design standards and recommended practice documents from the
American Petroleum Institute (API) as well as company-specific refinery heater and burner specification
documents provide the technical criteria for the design of heaters and combustion systems for safe
operation. Throughout this report, reference is made to four APl documents: API-535 (reference 1), API-
536 (reference 2), and API-560 (the currently published Fifth Edition and approved Addendum 1 to be
published, references 3 and 4). These documents govern the design, operation, and maintenance of
burners for fired heaters, post-combustion NOx controls (i.e,, SCR), and fired process heaters in general
refinery service, respectively. These documents have been revised over the years to address emerging
technologies (i.e., ULNB), as well as learnings from safety and operational incidences that have occurred
for the various types of refinery heaters that are used today.

These API and related company-specific documents (e.g., reference 8) address recognized and generally
accepted good engineering practices (RAGAGEP) for refinery process heaters, burners, and post-
combustion NOx controls. By adhering to the specified procedures and criteria when evaluating future
modifications, such as adding combustion controls or installing post-combustion technology, to a heater
complex, the technical feasibility of such changes can then be determined. For example, in order to satisfy
API standards, ULNB retrofits for natural draft heaters may require a complete redesign of the heater
floor, new fuel gas piping, additional instrumentation and controls, a new induced draft fan, and electrical
upgrades for flame scanners and pilot ignition. For some existing heater designs, installing ULNBs cannot
meet the APl standards without a complete reconstruction or replacement of the heater, which effectively
means that the heater design cannot be feasibly retrofitted.

When evaluating the feasibility of changes at a heater that may impact combustion, computational fluid
dynamic (CFD) modeling is conducted for the given specific heater design and the new technology option
being considered. CFD modeling is an advanced engineering calculation procedure that uses complex
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engineering algorithms to simulate the combustion and flue gas flow characteristics inside the burner and
heater to determine if flame impingement may occur. This simulation analysis provides an understanding
of the heater's impacts on safety (i.e., heat flux, tube metal temperature) for comparison to the APl and
company-specific design standards associated with a potential retrofit of new burners or associated
combustion equipment.

These design standards contain technical criteria that apply to different types of furnace designs and
burner characteristics. Understanding these key heater and burner design characteristics is essential to
evaluating the feasibility of retrofitting a given heater with new NOx emissions controls.

1.2  Shape and Size Characteristics

Process heaters are classified by their dimensional shape and physical size. Three common process
heaters shapes are illustrated in Figure 1-1.

Stack Stack

Convection

Convection Saclen

Section
Bridgewall

Cylindrical Box Cabin
vC)

Source: reference 9

Figure 1-1 Common physical shapes of petroleum refinery process heaters.

The three common types of heaters are referred to as vertical cylindrical (VC), also called a “can” heater,
box, and cabin heaters. The shape and physical size set the existing physical geometry that all internal
equipment must fit inside, such as interior tubes that hold process fluid, burners, and interior target-fired
walls. Each unique configuration needs to be evaluated for the feasibility of installing NOx emissions
controls.
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Figure 1-1 also shows the flue gas flow and the basic areas of the heater: radiant section, bridgewall,
convection section, and stack. Generally, the process fluid absorbs about 60% to 70% of the total required
absorbed duty while the convection section absorbs approximately 30% to 40%. Very few heaters may not
have a convection section, in which case the flue gas temperature leaving the heater may be over 1,250°F.
The flue gas is made in the radiant section, flows from the radiant section through the convection section,
and out the stack. The bridgewall is the area where the flue gas leaves the radiant section and enters the
convection section and is a key location where temperature, pressure, and excess oxygen are measured to
safely control the heater.

These areas of the heater and other more detailed components of refinery heaters relate to safe design
parameters that are found in APl and company-specific documents. Figure 1-2 is an illustration of a VC
heater identifying these areas and components for reference.
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Source: reference 9

Figure 1-2 Areas and components of a refinery process heater.

APl and company-specific heater design documents refer to the bridgewall or to other areas and
components of the heater for safe design parameters. Some examples of these parameters that are
described in this report include minimum clearance from grade to burner, maximum floor firing heat flux
density, maximum tube metal temperature, etc.
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1.3  Burner Orientations and Firing Conditions

Four types of burner orientations are normally found at refinery heaters, including fired upward, fired
downward, fired horizontally to a target wall, or fired horizontal to an opposed burner. Each orientation
poses unique conditions that may lead to unacceptable flame coalescence or impingement for ULNB
retrofits. Such flame impingement on various heater surfaces can be catastrophic. For example:

* Flame impingement on process tubes will overheat the tubes, which may result in a tube rupture
and a firebox explosion.

* Flame impingement on the tube hangers will cause the hangers to overheat, break, and allow the
tube to fall near or into the flame.

* Flame impingement on the refractory surfaces may overheat the refractory, cause the refractory
to fall (spall) off the metal shell, and overheat the metal shell creating cracks in the shell. Because
operations and maintenance personnel must work near the heater, cracks in the metal shell
becomes a safety issue and should be avoided. If the metal shell crack is large enough, the
structural integrity of the heater may be significantly compromised, and the heater may collapse.

Figure 1-3 shows both an unfavorable (left) and a favorable (right) flame to flame interaction and

coalescing patterns, for example.

Favorable flame patterns
images courtesy of MPC

Unfavorable flame patterns

Figure 1-3 Unfavorable and favorable flame to flame interaction and coalescence.

2
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Guidelines for burner spacing are found in industry standards such as API-535 (reference 1), API-560
Addendum 1 (reference 4), or in company-specific standards (e.g., reference 8) that are based in part on
these API publications.

1.3.1 Burner Configuration in Vertical Cylindrical Heaters

Vertical cylindrical (VC) heater burners are arranged in a circle on the floor and fired upward. The diameter
of the burner circle can restrict the ability to perform burner retrofits. If the burner circle diameter is too
small (i.e,, burner to burner spacing will be too dose), the flames will coalesce and grow with a potential
of flame impingement on the shock tubes or arch refractory. If the burner circle diameter is too large (i.e,,
burner to burner spacing will be too far apart), the radiant section flue gas circulation currents will “pull”
the flames into the tubes.

Significant engineering analysis, including CFD modeling, is necessary to evaluate whether flame
impingement or flame coalescing has the potential to occur. To fully understand whether ULNBs can be
safely installed for the equipment, each existing process heater must be individually evaluated.

Flame length restrictions are highly dependent on the heater height. Figure 1-4 shows two side-by-side
natural draft VC heaters of different sizes.
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Figure 1-4 Two vertical cylindrical heater configurations.

The firebox for the jet reboiler is only 13 feet tall, which constrains long flame envelopes associated with
ULNB technology and thus may be infeasible to retrofit. Burner retrofits must comply with API-560
Addendum 1, API-535, and company-specific vertical spacing requirements. Likewise, the Jet R-3 Heater is
21 feet tall; taller than the Jet Reboiler Heater, but still may present a problem in installing ULNBs.
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1.3.2 Burner Configuration in Upward Fired Cabin or Box Heaters

Figure 1-5 shows a small natural draft cabin heater that is upward fired.

Burners are located underneath
the heaters and fired upward.

image courtesy of MPC

Figure 1-5 Upward fired natural draft cabin heater.

Upward fired cabin or box heater burners usually are arranged in-line down the length of the heater. If the
burner to burner spacing is too close, the flames will coalesce and grow with a potential of flame
impingement on the shock tubes or arch refractory. If the burner to burner spacing is too far apart, the
radiant section flue gas circulation currents will “pull” the flames into the tubes. Safely installing ULNBs
may not be possible in order to avoid flame impingement. Conformance with API-560 Addendum 1, API-
535, and company-specific design standards must be evaluated on an individual basis.

As with vertical cylindrical heaters, a CFD model may be necessary to determine the feasibility of
retrofitting a heater such as this with ULNBs.

Downward fired burners in refinery process heaters are less common than upward firing burners. An
example illustration of downward firing burners is in Figure 1-6.
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Source: reference 9
Figure 1-6 Downward fired cabin heater illusiration
If the burner to burner spacing is too close to each other, the flames will coalesce and grow with a

potential of flame impingement on the floor refractory. The radiant section flue gas circulation currents
may “pull” the coalescing flames into the tubes.

1.3.3 Burner Configuration in Horizontal Fired Cabin or Box Heaters

Wall mounted horizontally fired burners pose unique flame length restrictions given the proximity to
target walls or other burners mounted opposite of them. Figure 1-7 shows a horizontal fired box heater.
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Figure 1-7 Horizontal fired “3-in-1" box heater.

The horizontally fired box heater above includes pressure relief doors, which are normally sources of
infiltration air, also called tramp air.

Figure 1-8 shows an example schematic of a cabin heater CFD model with two horizontally opposed
burners.
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image courtesy of MPC
Figure 1-8 CFD model of horizontal fired cabin heater.

This example shows some space between the flame tips; however, some existing process heater designs
may not have this space when ULNBs are installed. If adequate burner-to-burning spacing does not exist,
then the flames will interact with either other, spread outward, and impinge on the tubes. Even with

enough flame tip spacing between the burners, the radiant section internal currents may pull the flames
into the radiant section tubes.

Figure 1-9 shows a burner firing towards a target wall for an operating heater.
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Figure 1-9 Burner firing towards a target wall.

Installing ULNBs with long flames may hit the target wall, spread out, impinge on the tubes, and create
additional NOx by hot flue gas and flames near the floor circulating back to the burner. Also, if the flame
envelopes are too dose to each other, they may spread out and impinge on the process tubes. These
consideration must thoroughly be evaluated against the APl and company-specific design standards
before installing ULNBs at an existing heater.
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1.4 Process Coil (Tube) Arrangements Relative to Burners

Process heater tubes can be arranged in several different manners. Each design has unique burner
constraints to avoid burner coalescence or flame impingement. Figure 1-10 shows several heater tube and
burner arrangements found in the refining industry.
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Source: reference 9
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Figure 1-10  Process coil and burner orientations.
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