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METRIC CONVERSION TABLE

EPA policy is to express all measurements in Agency documents in
metric units. Listed below are metric units usad in this reporthﬂith
conversion factors to obtain equivalent English units. A list of )
orefixes to metric units is also presentad.

To Convert - Multiply 8y To Obtain

Metric Unit . Conversion Factor tnglisn dnis

centimeter (cm) 0.33 inch (in.)

meter (m) 3.28 feaet (f%.)

liter (1) 0.26° U.S. gallon (gal)

cubic meter (m°) 254.2 U.S. gallon f3al)

cubic meter (m°) 5.23 sarrel (0i1) (bb1)

cubic meter (m3) 35 cubic feet (ft3)

kilogram (kg) 2.2 pound (1b)

megagram (Mg) ' 1.1 ton

gigagram (Gg) 2.2 million pounds (lO6 1bs)

gigagram (Gg) : - 1102 ‘ ton

joule (J) ~ 9.48x 107 British thermal unit (3t
PREFTXES

Multiplication

Prefix Symbol ‘ | Factor
tera T _ 1012
giga : G 109
mega M . 106
kilo K 103
centi c 10'2
milli m 10-3
micro K 10‘6
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1.0 INTRODUCTION

The Clean Air Act Amendments of 1977 require each State in which
there are areas in which the national ambient air quality standards
(NAAQS) are exceeded to adopt and submit revised State implementation
plans (SIP's) to EPA. Revised SIP's wefe required to be submitted to
EPA by January 1, 1979. States which were unable to demonstrate attain-
ment with the NAAQS for ozone by the statutory deadiine of December 31,
1982, could request extensions for attainment with the standard. States
granted such an extension were required:to submit a further revised SIP
by July 1, 1982. -

~ Section 172(a)(2) and (b)(3) of the Clean Air Act require that
nonattainment area SIP's include reasonably available control technology
(RACT) requirements for stationary sources. As explained in the "General
Preamble for Proposed Rulemaking on Approval of State Implementation

Plan Revisions for Nonattainment Areas," (44 FR 20372, April 4, 1979)

for ozone SIP's, EPA permitted States to defer the adoption of RACT
regulations on a category of stationary sources of volatile organic
compounds (VOC) until after EPA published a control techniques guideline
(CTG) for that VOC source category. See also 44 FR 53761 (September 17,
1979). This delay allowed the States to make more technically sourd
decisions regarding the application of RACT.

Although CTG documents review existing information and data concerning
the technology and cost of various control techniques to reduce emissions,
they are, of necessity, general in nature, and do not fully account for
variations within a stationary source cétegory.' Consequently, the
purpose of CTG documents is to provide State and local air pollution
control agencies with an initial 1nformation base for proceeding with
their own assessment of RACT for specific stationary sources. )
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2.0 SOURCES OF VOC ‘EMISSIONS

2.1 GENERAL

Natural gas/gasoline processing plants (gas plants) are a part of
the 0il and gas industry. Field gas is first gaﬁhered in the field
directly from gas wells or from oil/gas separation equipment (see
Figure 2-1). The gas may be compressed at field stations for the
purpose of transporting it to treating or processing facilities.
Treating is necessary in certain instances for rémova] of water,
sulfur compounds, or carbon dioxide. Gas gathering, compression, and
treating may or may not occur at a gas plant. For the purposes of
this document, natural gas processing plants are defined as facilities
engaged in the separétibn of nétura} gas_?iquids from field gas and/or
fractionation of the 1liquids into ﬁatu%al gas products, such as ethane,
propane, butane, and naturail gasoline.. Excluded from the definition
are compressor stations, dehydration units, sweetening units, field
treatment, underground storage facilities, liquefied natural gas
units, and field gas gathering systehskun1ess these facilities are
located at a gas plant. Types of gas plants are: absorption,
refrigerated absorption, refriéeration@ compression, adsorption,
cryogenic — Joule-Thomson, and cryogenic-expander. '

2.2 DESCRIPTION OF FUGITIVE EMISSION SOURCES

In this document,‘fugitive‘emissipns from gas plants are considered
to be those volatile organic'compound (VOC) emissions that result when
process fluid (either gaseous or liquid) leaks from plant equipment.
VOC emissions are defined as nonmethane-nonethane hydrocarbon emissions.
There are many potential sources of.fugitive emissions in a gas plant.
The following sources are considered in this chapter: pumps, compressors,
valves, relief valves, open-ended lines, flanges and connections, and
fgas—operated control valves. These sohrce types are described below.
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Field Gas Gathering Systems

l

Field Compression
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i
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Figure 2-1, General Schematic of Natural Gas-Gasoline Processing.
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2.2.1 Pumps 7
Pumps are used in gas plants for the'movement of natural gas Tiquids.

The centrifugal pump is the most widely used pump. However, other
types, such as the positive-disp]acement, reciprocating and rotary
action, and special canned and diaphragm pumps, may also be used.
Natural gas liquids transferred by pumps can leak at the point of contact
between the moving shaft and stationary casing. Consequently, all pumps
except the canned-motor and diaphragm type' require a seal at the point
where the shaft penetrates the housing in order to isolate the pump's
interior from the atmosphere, - .

Two generic types of seals, packed and mechanical, are currently in
use on pumps. Packed seals can be used on both reciprocating and rotary
action types of pumps. As Figure 2-2 shows, a packed seal consists of a
cavity ("stuffing box") in the pump casing filled with special packing
material that is compressed with a packing gland to form a seal around
the shaft. Lubrication is required to preVent the buildup of frictional
heat between the seal and shaft. The necessary lubrication is provided
by a lubricant that flows between the packing and the shaft.2

Packing

Fluid Atmosphere
End - — — End
| ] 7 ]:/ Possible
/ L Leak | |
Packing Ares ’

Figure 2-2. Diagram of a simple packed sea].2

Mechanical seals are limited in application to pumps with rotating
shafts and can further be categorized as single and dual mechanical
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seals. There are many variations to the basic design of mechanical

seals, but all have a lapped seal face between a stationary element and

a rotating seal ring. In a sing1e.mechan1ca1 seal application (Figure 2-3),
the rotating-seal ring and stationary element faces are lapped to a very
high degree of flatness to maintain contact throughout their entire

mutual surface area. As with a packed seal, the seal faces must be
lubricated to remove frictional heat. However, because of its construction,

much less lubricant is needed.
GLAND

PUMP RING
STUFFING <///

30X

STATIONARY
ELEMENT

o G
/ e

Figure 2-3. Diagram of a basic single mechanical sea1.2

2.2.2 Compressors
Three types of compressors can be used in the natural gas production

industry: centrifugal, reciprocating, and rotary. The centrifugal
compressor utilizes a rotating element or series of elements containing
curved blades to increase the pressure of a gas by centrifugal force.
Reciprocating and rotary compressors increase pressure by confining the
gas in a cavity and progressively decreasing the volume of the cavity.
Reciprocating compressors usually employ a piston and cylinder arrangement
while rotary compressors utilize rotating elements such as lobed impellers
or sliding vanes.

As with pumps, sealing devices are required to prevent leakage from
compressors. Rotary shaft seals for compressors may be chosen from
several different types: labyrinth, restrictive carbon rings, mechanical
contact, and liquid film. A1l of these seal types are leak restriction
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devices; none of them completely e]iminétes leakage. Many compressors
may be equipped with.pofts in the seal area to evacuate collected gases.

Mechanical contact seals are a common type of seal for rotary
compressor shafts, and are sim%]ar to the mechanical seals described for
pumps. In this type of seal the clearance between the rotating and
 stationary elements is reduced to zero. O0il or another suitable lubricant
is supplied to the seal faces. Mechanical seals cah achieve the lowest
leak rates of the types identified above, but they are not suitable for
all processing conditions. 3

Packed seals are used for recipkocating compressor shafts. As with
pumps, the packing‘in the stuffing box .is compressed with-a gland to
form a seal. Packing used on reciprocating compressor shafts is often
of the "chevron" or nested V type.4 Because of safety considerations,
the area between the compressor seals énd the compressor motor (distance
piece) is normally enclosed and vented outside of the compressor building.
- If hydrogen sulfide is present in the gas, then the vented vapors are
normally flared.

Rec1procat1ng compressors may employ a metallic pack1ng plate and
nonmetallic partially compressible (i.e., GRAFFOIL,R TEFLON ) material
or oil wiper rings to seal shaft leakage to the distance piece. Nevertheless,
some leakage into the distance piece may occur.
2.2.3 Process Valves |

One of the most common pieces of equipment in gas plants is the
valve. The types of valves commonly used are globe, gate, plug, ball,
butterfly, relief, and check valves. A1l except the relief valve (to be
discussed below) and check valve are activated through a valve stem,
which may have a rotational or linear motion, depending on the specific
design. This stem requires a seal to isolate the process fluid inside
the valve from the atmosphere as illustrated by the diagram of a gate
valve in Figure 2-4, The possibility of a leak through this seal makes
it a potential source of fugitive emissions. Since a check valve has no
stem or subsequent packing gland, it is not cons1dered to be a potential
source of fugitive emissions.

Sealing of the stem to prevent leakage can be achieved by packing
inside a packing gland or O-ring seals. Valves that require the stem to
move in and out with or without rotation must utilize a packing gland.
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Conventional packing glands are suited for a wide variety of packing
materials. The most common are various types of braided asbestos that
contain lubricants. Other packing materials include graphite, graphite-
impregnated fibers, and tetrafluoroethylene polymer. The packing material
used depends on the valve application and configuraton.6 These conventional

packing glands can be used over a wide range of operating temperatures.
At high pressures these.glands must be quite tight to attain a good

seal.
2.2.4 Pressure Relief Devices

7

Engineering codes require that pressure-relieving devices or systems
be used in applications where the process pressure may exceed the maximum
allowable working pressure of the vessel. The most common tyne of
pressure-relieving device used in process units is the pressure relief
valve (Figure 2-5). Typically, relief valves are spring-]ogdéd and
designed to open when the process pressure exceeds a set pressure,
allowing the release of vapors or liquids until the system pressure is
reduced to its normal operating level. When the normal pressure is
reattained, the valve reseats, and a seal is again formed.8 The seal is
a disk on a seat, and the possibility of a Teak through this seal makes
the pressure relief valve a potential source of VOC fugitive emissions.
A seal leak can result from corrosion or from improper reseating of the
valve after a relieving operation.’ '

Rupture disks may also be used in process units. These disks are
made of a material that ruptures when a set pressure is exceeded, thus
allowing the system to depressurize. The advantage of a rupture disk is
that the disk seals tightly and does not allow any VOC to escape from
the system under normal operation. However, when the disk does rupture,
the system depressurizes until atmospheric conditions are obtained,
unless the disk is used in series with a pressure relief valve.

2.2.5 QOpen-Ended Lines .

Some valves are installed in a system so that they function with
the downstream line open to the atmosphere. 0pen-ended'1ines are used
mainly in intermittent service for sampling and venting. Examples are
purge, drain, and sampling lines. Some open-ended lines are needed to
preserve product purity. These are normally installed between multi-use
product Tines to prevent products from collecting in cross-tie lines due
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Figure 2-5. Diagram of a spring-loaded relief valve.
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to valve seat leakage. In addition to valve seat leakage, an incompletely

closed valve could result in VOC emissions to the atmosphere.
2.2.6 Flanges and Connections

Flanges are bolted, gasket-sealed junctions used wherever pipe or
other equipment such as vessels, pumps, valves, and heat exchangers may
require isolation or removal. Connections are all other nonwelded
fittings that serve a similar pukpose to flanges, that also allow bends
in pipes (ells), joining two pipes (couplings), or joining three or four
pipes (tees or crosses). The connections are typically threaded.

Flanges may become fugitive emission sources when leakage occurs
due to improperly chosen gaskets or poorly assembled flanges. The
primary cause of flange leakage is due to thermal stress that piping or
flanges in some services undergo; this results in the deformation of the

seal between the flange faces.9

Threaded connections may leak if the
threads become damaged or corroded, or if tightened without sufficient
lubrication or torque.

2.2.7 Gas-Operated Control Valves

Pneumatic control valves are used widely in process control at gas

plants. Typically, cdmpre%sed air is used as the operating medium for
these control valves. In certain instances, however, field gas or flash
gas is used to supply presSure.5 Since gas is either continuously bled

to the atmosphere or is bled each time the valve is activated, this can
potentially be a large source of fugitive emissions. There are also

some instances where highly pressurized field gas is used as the operating
medium for emergency control va]ves.. However, these valves are seldom
activated and, therefore, have a much lower emissions potential than
control valves in routine service.

2.3 BASELINE FUGITIVE VOC EMISSIONS
Baseline fugitive emission data have been obtained at six natural

gas/gasoline processing p]anté. Two of the plants were tested by Rockwell
International under contract to the American Petroleum Institute,11 and
four plants were tested by Radian Corporation under contract to EPA.12
Baseline fugitive emission factors were developed from these data,12 and
are presented in Table 2-1. The factors represent the average baseline
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Table 2-1. BASELINE FUGITIVE EMISgION FACTORS FOR
- GAS PLANTS (kg/day)

connections

Component Emission factor ' 95% Confidence interval

Valves 0.18  (0.48) C0.1-0.3  (0.2-1)

Re]ief valves 0.33 (4.5) 0.007 - 8 (0.1 - 100)

Open-ended lines 0.34  (0.53) S 0.1-0.7  (0.2-1)

Compressor seé]sb 6.4 (18)

Pump seals 1.2 (1.5) j 0.5 - 3 (0.5 - 4)
‘F1anges and 0.011 (0.026) , 0.006 - 0.02 (0.01 - 0.05)

‘XX = VOC emission values. :
(xx)= Total hydrocarbon emission values.

dpeference 12.

bCompressor seal emission factors from Reference 12 were not used

because the data base included dry gas compressors (which are not subject
to RACT). The emission factors shown are a weighted average of wet gas
and natural gas liquids compressor seals: as developed in Reference 13,
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emission rate from each of the components of a specific type in a gas
plant. The compressor seal emission factor represents a weighted
average of compressor seals in wet gas and n%tura] gas liquids service,
Compressor seal emission factors are not directly from gas plant
testing because this data included dry gas compressors which are not
subject to RACT. '

The total daily and annual emissions from fugitive sources at
each of the three model gas plants (developed in Appendix B) are shown
in Table 2-2. Total daily emissions are calculated by multiplying the
number of pieces of each type of equipment by the corresponding daily
emission factor. The average percent of total emissions attributed to
each component type is also presented in Table 2-2, The average
percent of total emissions attributed to each component type is the
same for each model plant.
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3.0 EMISSION CONTROL TECHNIQUES

Sources of fugitive VOC emissions‘fﬁom gas plant equipment were
identified in Chapter 2 of this document. This chapter discusses the
emission control techniques which are considered to be reasonably
available control technology (RACT) for these sources. - These techniques
include leak detection and repair programs and equipment specifications.
The estimated control effectiveness of the techniques is also presented.

This chapter (Section 3.3) also presents other control strategies
applicable to control of fugitive emissions from gas plants. However,
the control effectiveness of these alternative strategies has not Been
estimated. K

3.1 LEAK DETECTION AND REPAIR METHODS
 Leak detection and repair methods can be applied to reduce fugitive

emissions from gas plant sources. Leak detection methods are used to
identify equipment components that are emitting significant amounts -of
VOC. Emissions from leaking sources may be reduced by three general
methods: repair, modification, or replacement of the source.
3.1.1 Individual Component Survey '

Each fugitive emission source (pump, valve, compressor, etc.) is
checked for VOC leakage in an_individuai component survey. The source

may be checked for leakage by visual, audible, olfactory, soap solution,
or instrument techniques. Visual methods are good for locating 1§quid
leaks, especially pump seal failures. High‘pressure leaks may be
detected by hearing the escdping'vapors, and leaks of odorous materials
may be detected_by smell. P}edominant industry practices are leak
~detection by visual, audible, and olfactory methods. However, in many
instances, even very large VOC leaks are not detected by these methods.
Applying a soap solution (soaping) to equipment components is one
individual survey method. . If bubbles are seen in the soap solution, a
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potential leak from the component fis indicated. The rate of leakage
may be subjectively determined by the observer by determining the
number of bubbles formed over a specified time period. In addition,
soaping may also serve as a preliminary screening technique, in that
the number of equipmeﬁt components otherwise subject to instrument
monitoring may be reduced to only those components for which bubbles
were detected. Soaping is not appropriate for very not sources,
although ethylene glycol can be added to the sbap solution to extend
the temperature range. This method is also not suited for moving
shafts on pumps or compressors, since the motion of the shaft may
cause entrainment of air in the soap solution and indicate a leak when
none is present. In addition, the method cannot generally be applied
to open sources. such as relief valves or vents without additional
equipment.

The use of portable hydrocarbon detection instruments is the best
individual survey method for identifying leaks of VOC from equipment
components because it is applicable to all types of sources. EPA
Reference Method 21, Determination of Volatile Organic Compound Leaks,
specifies the procedures for instrument monitoring. This method
incorporates the use of a portable analyzer to detect the presence of
volatile organic vapors at the surface of the interface where direct
leakage to atmosphere could occur. This sampling traverse is called
"monitoring" in subsequent descriptions. A measure of the hydrocarbon
concentration of the sampled air is displayed:in the‘insﬁrument meter.
The approach of this technique assumes that if an organic leak exists,
there will be an increased vapor concentration in the vicinity of the.
leak, and that the measured concentration is generally proportional to
the mass emission rate of the organic compound.

3.1.2 Repair Methods
The following descriptions of repair methods include only those

features of each fugitive emission source (pump, valve, etc.) which
need to be considered in assessing the applicability and effectiveness
of each method.

3.1.2.1 Pumps. In many cases, it is possible to operate a spare
pump while the leaking pump is being repaired. Leaks from packed
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seals may be reduced by tightening the packing g]énd. At some point,
the packing may deteriorate to the point where further tightening -
would have no effect or possibly even increase fugitive emissions from
the seal. The packing can be replaced with the pump out of. service.
When mechanical seals are utilized, the pump must be dismantled. so the
leaking seal can be repaired or replaced. D1smant11ng pumps may
result in spillage of some process fluid causing emissions of VOC.
The maximum amount of VOC released to atmosphere from these temborary
emissions may be estimated by assuming§a11 the. trapped VOC found
between the inlet and outlet block valves are released. The mass
emissions from pump repair were quantified assuming the VOC contained
between the block valves is approximated by 2 m of '10 cm pi pe. As
such, a conservative estimate of pump repair emissions is 8.6 kg VOC,
or the equivalent of the emissions from a leaking pump over a three
day period.l Pumps should be isolated from the process and flushed of
VOC to a closed system as much és possible prior to repacking or seal
‘replacement to minimize spillage emissions, however, even with spiltage,
repair will result in an emission reduction.

3.1.2.2 Compressor Seals. As d1scussed in Chapter 2, there are
three types of compressors used in natura1 gas plants: centrifugal,

rotary, and reciprocating. Centrifugal and rotary Eompressors are
driven‘by rotating shafts while reciprocating compressors are driven
by shafts having a linear reciprocating motion. In either case, ‘
fugitive emissions occur at the junction of the moving shafts and the
stationary casing, but the kinds of controls that can be effectively
applied depend on the type of shaft motion involved. _
Repair of leaking compressor seals may be accomplished if there
is a spare compressor or spare compressor capacity such that repairs
‘can be performed on the leaking seal without a unit shutdown. Leaks -
from compressor seals may be reduced by the same repair procedure that
was described for pumps (i.e., tightening the packing). Other types of
seals, however, may require that thevcompreSSOr be taken out of service
- for repair. | | ‘
| 3.1.2.3 Relief Valves. In general, relief va]Vesthiéh leak

must be removed in order to repair the leak. In some cases bf'improper
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reseating, manual release of the valve may jmprove the seat seal. In
order to remove the relief valve without shutting down the process, a
block valve may be required upstream of the relief valve. A spare
relief valve should be attached while the faulty valve is repaired and
tested. As an alternative to the potential hazard introduced by the
chance of a block valve being mistakenly closed when a vessel is over-
pressured, it may be preferable to install a second block valve and
relief valve for use when the first relief valve is under repair. An
even safer alternative is to install a three-way valve with parallel
relief systems so that one of the two relief systems is always open.

Some relief valves may be difficult to monitor. A state or local
agency may wish to require less frequent monitoring for relief valves
that are difficult to access because of location or hazardous operating
conditions.

3.1.2.4 Valves. Most valves have a packing gland which* can be
tightened while in service. Although this procedure should decrease
the emissions from the valve, in some cases it may actually increase
the emission rate if the packing is old and brittle or has been over-
tightened. Unbalanced tightening of the packing gland may also cause |
the packing material to be positioned improperly in the valve and
allow leakage. Valves which are not often used can build up a "static"
seal of paint or hardened 1ubri§ant which cdu1d be broken by tightening
the packing gland. o

Plug-type valves can be Tubricated with grease to reduce emissions
around the plug. Some types of valves have no means of in-service
repair and must be isolated from the process and removed for repair or
rep1acement Other valves, such as control va1ves may be ‘excluded
from in- serv1ce repair by operating procedures or safety procedures.
In many cases, valves cannot be isolated from the process for removal.
If a line must be shut down in order to isolate a leaking valve, the
emissions resulting from the shutdown will poésib1y be greater than
the emissions from the valve if allowed to Teak until the next(brocess
change which permits isolation for repair. Depending on si{e-sﬁécific
factors, it may also be possible to repair leaking process valves by
injection of a sealing fluid into the source of the leak. |
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3.1.2.5 Flanges and Connections. . In some cases, leaks from

flanges can be reduced by replacing the flange gaskets. Leaks from
small threaded connections can be reduced by placing synthetic (e.g.,
Teflon) tape or "pipe dope" on the male threads before the connection
is made. Most flanges and connections cannot be isolated to permit
repair of leaks. Data show that flanges and connections emit relatively
small amounts of VOC (Table 2-1). |
3.1.3 Control Effectiveness of Leak Detection and Repair Methods

There are several factors which determine the control effectiveness

of a leak detection and repair program; these include:
’ Action level or leak definition,
) Inspection interval or monitoring frequency,
) Achievable emission reduction from maintenance, and
] Interval between detection and repair of the leak.
3.1.3.1 Action Level. .The instrument reading at which maintenance

is required is called the "action level.” The RACT action level is
10,000 ppmv. Components which have indicated instrument readings
equal to or higher than this "action level" are marked for repair.
Table 3-1 gives the peréent of total mass emissions affected by the
10,000 ppmv action level for a number of component types. Available
data indicate that a 10,000 ppmv action level provides a reasonable
level of confidence that most large leaks will be detected in routine
screening. However, a higher action level (e.g., 20,000 ppmv) will
result in lower maintenance costs because somewhat fewer leaks will be
detected. Higher action levels were considered for RACT, but the
actual savings in maintenance costs are not likely to be large compared
to the high credits to be realized from product recovery. In addition,
the monitoring instruments presently in use for fugitive emission
surveys have a maximum meter reading ofle,OOO ppm. Add-on dilution
devices are available to extend the range of the meter beyond 10,000 ppm,
but these dilution probes are inaccurate and impractical for fugitive
emissions monitoring surveys. Other considerations for selection of
the action level are component specific. 7

For valves, the selection of an action level for defining a leak
is a tradeoff between the desire to locate all significant leaks and
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Table 3-1. PERCENT EMISSIONS FROM SOURCES WITH INSTRUMENT READINGS
EQUAL TO OR GREATER THAN 10,000 ppmv

Percent of mass
emissions for 10,900 ppmv
Component action level

b

Valves
Relief valves
Compressor seals
Pump sea]sb

c
b,d

XX VOC emission values.
(xx) Total hydrocarbon values.

dFraction of total emissions from a given source type that is
attributable to sources with instrument readings equal to or greater
than the 10,000 ppmv action level.

bReference 3.

Creference 4.

dBased on a weighted average of compressor seals in wet gas and natural
gas liquids service. Reference 5. )




to ensure that emission reductions are possible through maintenance.
A]though‘test data show that some valves with meter readings less than
10,000 ppm have significant emission rates, most of the major emitters
have meter readings greater than 10,000 ppm. Information obtained
'through EPA in-house testing and industry test1n96’7 indicates that in
actual fugitive emission surveys, most sources of VOC have meter
readings which are very low or very high. Maintenance programs on
valves have shown that emission reductions are possible through on-line
repair for essentially all valves with non-zero meter readings. There
are, however, cases where on-line repair attempts: result in an increased
emission rate. The increased emissions from such a source could be
greater than the emission reduction if maintenance is attempted on low
leak valves. These vélves, however, should be able to achieve essentially
100-percent emission reduction through off-line repair because the
leaking valves can either be repacked or replaced. The emission rates
from valves with meter readings greater than or equal to 10,000 ppm are
significant enough so that an overall emission reduction will occur

for a leak detection and repair program with a 10,000 ppm action

Tevel. :

For pump and compressor seals, selection of an action level is
different because the cause of leakage is different. Compared to
valves which generally have zero leakage, most seals leak to a certain
extent while operating normally. The routine leakage is generally
Tow, so these seals would tend to have low instrument meter readings.
With time, however, as the seal begins to wear, the concentration and -
emission rate are likely to ‘increase. At any time, catastrophic seal
failure can occur with a large increase in the instrument meter reading
and emission rate. As shown in Table 3-1, over 90 percent of the -
emissions from compressor seals and approximately 80 percent of the
emissions from pumps are from sources.With instrument meter readings
greater than or equal to 10,000 ppm. Properly designed, installed,
and operated seals have low instrument meter readings, and the bulk of
the pump and compressor seal emissions are from seals that have worn
out or failed such that they have a concentration equal to or greater
than 10,000 ppm. '
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3.1.3.2 Inspection Interval. The length of time between inspections
depends on the expected occurrence and recurrence of leaks after a
piece of equipment has been checked or repaired. The choice of the

interval affects the emission reduction achievable since more frequent
inspection will result in 1eaking_sources'being found and fixed sooner.
The Tleak occurrence and recurrence correction factor for quarterly
jnspections is estimated to be 90 percent. The estimated percentages
of components found 1éaking with quarterly 1nspect10ns are givén in
Table 3-2. . | |
3.1.3.3 Allowable Interval Before Repair. If a leak is detected,
the equipment should be repéired within. a certain time period. The
allowable repair time should reflect an interest in eliminating a

source of VOC emissions but should also allow the plant operator
sufficient time to obtain necessary repair parts and maintain some
degree of flexibility in overall plant maintenance scheduling. The
determination of this allowable repair time will affect emission
reductions by influencing the Tength of time that leaking sources are
allowed to continue to emit pollutants. Some of the components with
instrument readings in excess of the leak definition action level may
not be able to be repaired until the next Tine shutdown.

The allowable interval before repair for RACT s chosen to be
15 days. The percent of emissions from a component which would be
affected by the 15-day repair interval if all other contributing
factors were 100 percent efficient is 98 percent. . The emissions which
occur between the time the leak is detected and repair is attempted
are increased with longer allowable repair intervals.

3.1.3.4 Achievable Emission Reduction. Répair of leaking components
will not always result in complete emission reduction. To estimate
the emission reduction from repair of equipment, it was assumed that
leaks are reduced by maintenance to an instrument reading of 1,000 ppmv.

The percent emissions reduction due to repair of leaking valves,
pressure relief valves, and compressor seals fis derived from the
average emission rates of these components above 10,000 ppmv and at
1,000 ppmv as shown in Table 3-3.
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‘Table 3-2. ESTIMATED PERCENT COMPONENTS LEAKING PER INSPECTION
FOR QUARTERLY MONITORING

Estimated

Annual Percentage of
Estimated Percent Components Found

of Components Leaking with

Component Type Leaking Initiallyd Quarterly Inspections
Valves 18b | 18.5¢
Relief Valves 19d - 7.68
Compressor Seals - 46.7d,T : 18.7¢
Pump Seals 33b | ' 139.4C

3 :
Approximate fraction of components having an instrument reading
equal to or greater than 10,000 ppmv prior to repair.

Reference 3.
c
Reference 8.
d
Reference 9.

eAnnua] percent recurrence factors have been applied for quarterly
inspections for relief valves and compressor seals to determine
the percentage of sources maintained.. It is assumed that 10 percent
of sources initially detected are found with quarterly monitoring,
therefore, the annual average is calculated as: 0.10 x 4 = 0.4.
The estimated annual percentage of components found leaking at quarterly
inspections is calculated as:
Estimated percentage of ° Percent of
components found leaking =[ components } y 0.4
with quarterly inspections leaking
\initially

Reference 5.
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Table 3-3. AVERAGE EMISSION RATES FROM COMPONENTS ABOVE
10,000 ppmv AND AT 1,000 ppmv

Average emission Average emission

rate from sources, rate from sourcgs

above 10,000 ppnmv, at 1,000 ppmv, Percent
Component type kg/day kg/day reduction®
Valves 0.86 (2.3) 0.015 (0.017) 98 (99)
Compressor Sealsd 18 (39) 0.36 (0.78) 98 (98)
Relief valves 1.3 (18.2) 0.141 (0.145) 89 (99)
xx = VOC emission values. ‘

(xx) = Total hydrocarbon values.

qEmission factor for leaking sources. Calculated by multiplying. the
baseline emission factor (Table 2-1) times the percent emissions .
with instrument readings greater than 10,000 ppmv (Table 3-1), divided
by the percent components with instrument readings greater than
10,000 ppmv (Table 3-2).

bAssumed emission factor for leaking sources that have been successfully
repaired (on the average, repair is not perfect).

CImmediate percent reduction in emissions due to successful on-line
leak repair.

dReference 5.
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3.1.3.5 Devg]opment of Controlled Emission‘Factors. There are

two models available for estimating emission reduction efficiency from

leak detection and repair programs. Controlled emission factors used

in this document are calculated using both models. The first model

(the computer leak detection and repair (LDAR) modell0) is applied to
valves and pumps. It is the preferred model because it incorporates
recently available data on leak occurrence and recurrence and data on

the effectiveness of simple in-Tine repair. These data are not available
for relief valves and compressor seals. Therefore, a second model

(The ABCD model) 1is applied to relief valves and compressor seals.

The ABCD model can be expressed mathematica11y by the following equation:11

Emission reduction efficiency = AxB x C xD

Where: .
A Theoretical Maximum Control Efficiency = fraction of total

mass emissions for each source type with instrument readings

greater than the action level (Table 3-1).,

B = Leak Occurrence and Recurrence Correction Factor = correction
factor to account for sources which start to 1eak‘between

inspections (occurrence) and for sources which are found to

be leaking, are repaired and start to leak aga1n before the
~next inspection (recurrence), and for sources not repaired.

€ = Noninstantaneous Repair Correct1on Factor = correction
factor to account for em15510ns which occur between detection
of a leak and subsequent repair; that is, repair is not
instantaneous. v _

D = Imperfect Repair Correction Factor = correction factor to
account for the fact that some sources which are repa1red
are not reduced to zero emission levels. For computational
purposes, all sources which are repaired are assumed to be
reduced to an emission level equivalent to an instrument
reading of 1,000 ppmv.

The ABCD model control eff1c1enc1es for relief valves and compressor
seals, however, have been modified to correct for the accuracy of the
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engineering judgment employed to derive one of the model inputs as
discussed in the AID.10 The accuracy of the judgment was approximated

by the comparison of the LDAR model and the ABCD model control efficiencies
for valves, as: |

Valve LDAR Model

LDAR Control .. [ABCD Model Control Effectiveness
Effectiveness ~ | Control X Valve ABCD Model

Effectiveness \ Control Effectiveness

Emissions reduction efficiencies are presented in Table 3-4, as
are controlled emission factors. The controlled emissions factors are
calculated as:

Controlled Emission
Emission = Baseline - |Baseline x Reduction
Factor Factor Factor Efficiency

using the baseline emission factors in Table 2-2.

3.2 EQUIPMENT SPECIFICATIONS

Fugitive emissions may be reduced by using process equipment
designed to prevent leakage. Equipment specifications are considered
here only for control of emissions from control valves and open-ended
Tines.
3.2.1 Gas-Operated Control Valves

VOC emissions from pneumatic control valves result when field gas
or flash gas is used as the operating medium. These emissions can be
eliminated by switching to the use of compressed air or nonVOC gas
such as methane. This will require installation of an air compression
system and/or reconnection of the appropriate pressure supply tines.
3.2.2 Open-Ended Lines |

Fugitive emissions from open-ended lines are caused by leakage
through the seat of a valve upstream of the open end of the line.
Fugitive emissions from open-ended lines can be controlled by installing
a cap, plug, flange, or second valve to the open end of the Tine. 1In
the case of a second valve, the upstream valve should always be closed

first after the use of the valves. Each time the cap, plug, flange,
or second valve is opened, any VOC which has leaked through the first
valve seat will be released. The control efficiency will depend on
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Table 3-4. CONTROLLED EMISSION FACTORS FOR QUARTERLY
LEAK DETECTION AND REPAIR

Baseline Control Controlled
Equipment Emission Factor@ Efficiency Emission Factor
Item (kg/day) (%) (kg/day)
Valves 0.18 (0.48) 77 (77)P 0.041 (0.11)
Relijef Valves 0.33 (4.5) 63 (69)C 0.12 (1.4)
Compressor Seals 6.4 (18) 83 (81)d 1.1 (3.4)
Pump Seals 1.2 (1.5) 58 (58)° 0.50 (0.63)
xx = VOC emissidns factor
(xx) = THC emission factor

3 rom Table 2-2.
bFrom LDAR Model. Reference 8.

From ABCD Model, corrected as described in Section 3.1.3.5. Reference 9.

dReference 5.
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such factors as frequency of valve use, valve seat leakage, and material
that may be trapped in the cap or plug. Annual VOC emissions from a
leaking open-ended valve are approximately 100 kg.10 Assuming that
open-ended 1ines are used an average of 10 times per year, that‘O.l kg
of trapped organic material is released when the valve is used, and
that all of the trapped organics released are emitted to atmosphere,
the annual emissions from closed off open-ended lines would be 1 kg.
This would be a 99 percent reduction in emissions. Due to the conservative
nature of these assumptions, a 100 percent control efficiency has been
used to estimate the emission reductions of closing off open—ended\
Tines.

3.2.3 Compressor Seals

Centrifugal and rotary compressors are both dr1ven by rotating
shafts. Emissions from these types of compressors can be controiled
by the use of mechanical seals with barrier fluid (1iquid or gas)
systems or by the use of liquid film seals. In both of these types of
seals, a fluid is injected into the seal at a pressure higher than the
internal pressure of the compressor. In this way, leakage of the
process gas to atmosphere is prevented except when there is a seal
failure. As in the case of pumps, seal fluid degassing vents must be
controlled with a closed vent system to prevent process gas from
escaping from the vent.

Reciprocating compressors involve a piston, cylinder, and drive-shaft
arrangement. Since the shaft motion is linear, a packing gland arrangement
is normally employed to prevent leakage around the moving shaft. This
type of seal can be improved by inserting one or more spacer rings
into the packing and connecting the void area or areas thus produced
to a collection system through vents in the housing. This is referred
to as a "scavenger" system. As with other fugitive emission collection
systems, these vents must be controlied to prevent fugitive emissions
from entering the atmosphere. However, venting the seal does not
eliminate emissions from reciprocating compressors entirely, because
emissions can still occur into the distance piece area. As shown in
Figure 3-1, these leaks can be controlled by enclosing the distance
piece area and installing suitable piping to vent the emissions either
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to a flare, a plant process heater, or back into a low prassure point

in the process.13 For the latter two cases, an auxilliary compressor

may be required to compress the vent stream to a usable pressure.

Purging the distance piece with natural gas could be performed to keep

the enclosure above the upper explosive limit and to ensure a nonexplosive
atmosphere.

Obtaining a good seal at the distance piece door and at the point
where emissions are vented from the distance piece or seal area is
necessary for maintaining a sufficient pressure (e.g., 2 to 5 psig).
Block valves should also be installed in order to close vent lines
during compressor shutdown periods. This will prevent hydrocarbon
vapors from entering the work place and air from entering the vent
system during compressor maintenance. There may be instances where
retrofitting of such a vent control system to a compressor distance
piece may be infeasible for safety reasons. Therefore, the application
of this preventive program as a retrofit will have to be evaluated on
a case-by-case basis.

3.3 OTHER CONTROL STRATEGIES

This section discusses two fugitive emission control strategies
for valves other than the quarterly leak detection and repair procedures
discussed above. These strategies are limited in application to
valves, because the other component types (pumps, compressors, and
relief valves) are relatively few in number. The statistics used in
estimating the effectiveness of the alternative-strategies are inappropriate
for small populations of components. For example, it is difficult to |
quantify a "low leak frequency" in reference to a population of six
pumps at a medium-sized gas plant. There are also differences between
valves and other component types in the way that leaks occur. Valves
develop leaks slowly over time with small percent emission increases
over a given time interval. Other component types, however, may leak
at very Tow levels over a long period of time prior to a sudden equipment
failure that results in a very high emission rate. Therefore, leak
history of individual components other than valves may not be a good
indicator of the likelihood of a Teak in the future. This is an
important consideration when selecting an appropriate monitoring
frequency for a particular component type.
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These strategies should be considered alternatives to quarterly
Teak detection and repair to allow process units the flexibility to
meet a level of performance using control procedures considered most
appropriate by that process unit. Process units which currently have
relatively few leaking valves because of good design or existing
control procedures would be most Tikely to benefit from these strategies
if they were included in regulations adopted by a State ageﬁcy. Thus,
these alternative control strategies might be included in State regulations
as alternative standards to quarterly leak detection andlrepair.

Before implementing one of these alternative control strategies,
however, an owner or operator should be'required to notify the Director
of the Stéte agency.

3.3.1 General ‘

The emission reduction and annualized cost of a quarterly leak
detection and repair program depend in part on the number of valves
found leaking during inspections. Sinceé about 95 percent of the com-
ponents to be monitored in a gas plant are valves, most of the cost of
detecting leaks in a process unit can be attributed to valves. In
general, few leaks mean VOC emissions are low. Consequently, the
amount of VOC emissions that could be reduced through a leak detection
and repair program and the product recoVery credit associated with the
program would be small. As a result, the annualized cost of a leak
detection and repair program for a process unit increases as the
number of leaks detected and repaired décreases. As the percent of
~valves found leaking decreases the product recovery credit decreases.
The direct cost for monitoring, however, remains the same because the
number of valves which must be monitored remains the same. Therefore,
the cost effectiveness (annualized cost per megagram of emissions
controlled) of a leak detection and repair program varies with the
number of valves (or the percent of valves) which leak within a process
unit.  The cost effectiveness for a quarterly leak detection and
repair program for valves appears reasonable for leak percentages of
about one percent or higher as shown in Figure 3-2.14

A process unit averaging about one percent of valves leaking will
sometimes have less than one percent of valves leaking and sometimes have
more than one percent leaking. Statistjca?]y, if a process unit averaged

one percent of valves leaking, then the percent of valves found leaking
3-17




4,000 &

3,000 L

2,000 |

1,000 L

Cost - Effectiveness ($/Mg VOC Emission Reduction)

Leak Frequency (Percent)

Ffigure 3-2. Cost-effectiveness of Quarterly Leak Detection and Repair
of Valves With Varying Initial Leak Frequency

during a random inspection would exceed two percent less than five percent
of the time. Two percent of valves found leaking is a reasonable
criterion to judge the app]icabiiity of alternative control strategies

for valves. ‘

3.3.2 Allowable Percentage of Valves Leaking

A State regulation incorporating an alternative control strategy
based on an "allowable percentage of valves leaking" would require a
process unit to 1imit the number of valves leaking at any time to a certain
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percentage of the number of valves to be monitored. As discussed
above, it appears that two percent of valves leaking represents a
reasonable performance level fof an allowable percentage of valves
leaking. . '

This type of regulation would require the owner or operator to
conduct a performance test at least once a year by the applicable test
method. Additional performance tests could be requested by the State.

A performénce test would consist of monitoring all valves. All components
other than valves would be subject to quérter1y leak detection and

repair. The percentage of valves leaking would be determined by

dividing the numbér of valves for which a leak was detected by the

number of valves monitored inc1uding known leaks that arevawaiting
shutdown repair.‘ If the results of a performance test showed that the
percentagé of valves leaking was greatér thanlthe performance level of

two percent of valves leaking, then the protess unit would be in
violation of the State regulation. |

Incorporating this type of alternative control strategy in the
State regulation would provide the flexibility of a performance standard.
Compliance with the regulation could be achieved by the method deemed
most appropriate by the plant. The plant could implement the quarterly
leak detection and repair program for Va]ves to comply with the regulation
or it could implement a program of their‘choosing for valves to comply
with the performance level in the regulation.

3.3.3 Alternative Work Practice for Valves

A State regulation incorporating an a]ternét‘ivn control strategy
for valves based on "skip-period" monitoring would require that a
plant attain a "good performance level" on a continual basis in terms
of the percentage of 1eak1ng valves. As discussed above, it appears
that two percent of valves leaking represents a "good performance
Tevel." ‘ '

This type of regulation would requﬁre the owner or operator to
begin with implementation of a quarterly leak detection and repair
program for valves. If the desired "good performance level" of two
percent of valves leaking was attained for valves for a certain number
of consecutive quarters, then one or more of the subsequent quarterly
Teak detection and repair periods for these valves could be skipped.
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This strategy is generally referred to as "skip-period" monitoring.
A1l other components would be subject to quarterly leak detection and
repair intervals.

If implementation of the quarterly leak detection and repair
program showed that two percent or less of the valves were leaking for
i consecutive quarters, then m.quérter1y inspections may be skipped.

If the next inspection period also showed that the "good performance
level" was being achieved, then m quarterly inspections could be
skipped again. When an inspection period showed the "good performance
Tevel" was not being achieved, then quarterly inspections of valves
would be reinstituted. If j_consécutive quartek]y inspections then
showed again that the good performance level was being achieved, then
m quarterly inspections could be skipped again.

As mentioned above, two percent of valves Teaking represents a
good level of performance. Table 3-5 illustrates how "skip-period"
monitoring might be implemented in practice. In this case, the "good
performance level" must be met for five consecutive quarters (i=5)
before three quarters of leak detection could be skipped (m=3). If
the quarterly leak detection and repair program showed that two percent
or less of the valves in a plant were leaking for each of five consecutive
quarters, then three quarters could be skipped following the fifth
quarter in which the percent of these valves leaking was less than the
"good performance level." After three quarters were skipped, all
valves would be monitored again on the fourth quarter. Another possible
skip program would allow semi-annual monitorin§'f01]owing two consecutive
quarters at less than the good performance level.

This strategy would permit a plant that has consistently demonstrated
it is meeting the "good performance level" to monitor valves ‘annually
instead of quarterly. Using this approach, a plant could optimiie
labor and capital costs to achieve the good level of performance by
developing and implementing its own leak detection and repair procedures
or installing valves with lower probabilities of leaking. Compared to
a standard based on an "allowable percentage of valves leaking," where
not achieving the good performance level would be a violation of the
State regulation, the penalty under the "alternative work practice"
standard would only be a return to routine quarterly mohitoring.
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Table 3-5. ILLUSTRATION OF SKIP-PERIOD MONITORING®

Quarterly Leak rate : Quarterly Good

leak of valves ‘ action - performance
detection during . taken level
period period (%) (monitor vs. skip) achieved?
1 3.1 monitor No
2 0.8 monitor Yes 1
3 1.4 monitor Yes 2
4 1.3 monitor Yes 3
5 1.9 monitor - Yes 4b
6 0.6 monitor Yes 5
7 - skip - 1
8 - skip - 2
9 - skip - 3
10 3.8 . monitor No 4
11 1.7 monitor : Yes 1
12 1.5 monitor Yes 2
13 0.4 monitor " Yes 3
14 1.0 monitor ~ Yes 4b
15 0.9 monitor Yes &
16 - skip - 1
17 - - skip - 2
18 - © skip - 3d
19 0.9 , monitor Yes 4
20 - ~ skip - 1
- 21 - : - skip - 2
22 - - skip .= 3d
4

23 1,9 ' mqnitor Yes

84=5, m=3, good performance level of 2 percent.

Fifth consecutive quarter below 2 percent means 3 quarters of monitoring may
be skipped. : i

CPercentage of leaks above 2 percent means quarterly monitoring reinstituted.

dPercentage of leaks below 2 percent means 3 quarters of monitoring may be
skipped.
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3.4 OTHER CONSIDERATIONS

This section identifies and discusses other considerations that a
State agency may wish to address when drafting a regulation. These
considerations include components which are difficult to
monitor, small process units, and unit turnarounds.
3.4.1 Difficult-to-monitor Components

Some valves may be difficult to monitor because access to the
valve bonnet is restricted or the valves are located in elevated ftﬂ
areas. These valves might be monitored by the use of a 1adder or
scaffolding. Valves which could be monitored by the use of a 1adder
or which would not require monitoring personnel to be elevated higher
than two meters should be monitored quarterly. However, valves which
require the use of scaffolding or which require the elevation of
monitoring personnel higher than two meters above permanent support
surfaces might be exempted from quarterly monitoring provided they are
monitored annually.

3.4.2 Small Process Unit
The net annual cost and emission reduction of performing a quarterly

leak detection and repair program is principally related to the number
of equipment pieces in a gas processing plant. In gas plants with
very small throughputs it is reasonable to assume that VOC emissions
would not become a large percentage of the gas processed regardless .of
the number of pieces of equipment involved. Further, small non-compliex
gas plants are often manned with a minimum number of operators so ‘that
outside personnel may need to be used to perform the monitoring.

Figure 3-3 shows the cost effectiveness of a quarterly leak detect1on
and repair program as a function of gas plant throughput based on
these cons1derat1ons.15 Based on this curve, States may wish to
consider exempting from the RACT requirements non-complex gas -plants
(plants that do not fractionate the mixed natural gas liquids) that
have design throughputs of less than 10 million scfd.

3.4.3 Unit Turnarounds

A State agency might wish to consider a provision in its regulations
which would allow the agency Director to order an early unit shutdown
for repair of leaking components in cases where the percentage of
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leaking components awaiting repair at unit turnaround becomes excessive.
Use of such a provision, however, must be carefully considered in
terms of the emissions reduction achievable and the costs to the
process unit in production down-time and repair cost.

Alternative methods of treating delay of repair could also be
considered by a State or local agency in reducing the cumulative
number of unrepairable equipment components. For instance, delays of
repair to the next scheduled process unit shutdown (or turnaround) '
could be allowed under circumstances where it is technically infeasible
to repair the component in-place/on-line (i.e., without a unit shutdown)
or where replacement parts have been depleted from once-sufficient
inventory. By requiring records of delays and reasons for delays,
State enforcement officers would be supplied with the data necessary
to determine compliance. ' ‘
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4.0 ENVIRONMENTAL ANALYSIS OF RACT

This chapter discusses the environmental impacts that would
‘result from implementing reasonably available control technology
(RACT), which is presented in Section 4.1, The primary emphasis is a
quantitative assessment of VOC emissions in the absence of RACT (baseline
emissions) and after 1mb1ementation of RACT. The ijmpacts of RACT upon
water pollution, solid waste, and energy consumption are also addressed
in this chapter.

4.1 REASONABLY AVAILABLE CONTROL TECHNOLOGY (RACT) PROCEDURES

RACT procedures include weekly visual inspection of pumps and
quarterly monitoring of pumps, valves, compressors, and relief valves.
Relief valves should be monitored and repaired if necessary after they
have vented to the atmosphere. Routine instrument monitoring is not
necessary for flanges and connections. Any component that appears to
be leaking on the basis of sight, smell, or sound should be repaired.
In addition, difficult-to-monitor valves may require less frequent
than quarterly monitoring. Except when the open end is in use (e.g.,
relief valves and double block and bleed valves), open-ended 1ines‘
should be sealed with a second valve, a blind flange, a cap, or a
plug. In the case of a second valve, the upstream valve should be
closed first after each use. | .

Compressor seals should be monitored quarterly, however, some
plant owners and operatbrs may experience difficulty in reducing VOC
concentrations to less than 10,000 ppmv. Moreover, repair of com-
pressor seals often necessitates a potential or complete process unit
shutdown because compressors are generai]y not spared. Conseqdent]y,
plants may find it preferable to install a compressor vent control
system (see Section 3.1.2.2). However, retrofitting existing
compressors with these systems may pose a safety problem. Because
of the problems associated with quarterly monitoring or with
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installing equipment controls in certain cases, RACT for compressors,
therefore, will be determined on a case-by-case basis.

Quarterly monitoring should be performed according to EPA Reference
Method 21, and a source is considered leaking if monitoring results in
an instrument meter reading equal to or greater than 10,000 ppmv. As
discussed in Section 3.1.1, a soap solution may be applied to certain
equipment as a preliminary screening technique for 1eékage. A soap
score equivalent to 10,000 ppmv is not specified in this guideline
document because soap scoring is not applicable to all source types
(see Section 3.1.1) and because it involves a subjectivé evaluation of
bubble formation over a specified period of time. However, states may
wish to allow plant owners or operators to use the soap score method
based on" a correlation between soap scoring and instrument readings
for sources where soap scoring is applicable. Leaking components
should be tégged and repaired within 15 days. In those instances
where a leak cannot be repaired within 15 days because of interference
with plant operations, the leak should be repaired at the next line
shutdown.

RACT should apply only to equipment containing or contacting a
process stream with a VOC concentration of 1.0 percent by weight or
more. The purpose of this cutoff is to exclude equipment in product
natural gas service, which contains much less than 1.0 percent by
weight VOC. Equipment with process streams containing relatively low
percentages of VOC (i.e., between 1.0 and 10 percent) contribute a
significant portion of'totél emissions from natural.gas plants and,
therefore, are subject to RACT requirements. RACT does not apply to
equipment operating under vacuum and equipment in heavy liquid service.
An equipment component is in heavy 1iqu1d'serv1ce if the percent
evaporated is less than 10 percent at 150°C as determined by ASTM
Method D-86. RACT does not apply to wet gas service reciprocating
compressors in plants that do not have a VOC control device such as a
flare or a continuously burning process heater or boiler. Further,
due to the high cost effectiveness of monitoring in small plants,
plants with less than 10MMcfd capacity that do not fractionate natural

gas liquids are exempt from the RACT monitoring requirements.

4-2




. 4.2 " AIR POLLUTION
Implementation of RACT would reduce fugitive emissions of VOC
. from gas p]anté significantly. There are no adverse VOC emission
impacts associated with RACT.
4.2.1 Development of Emission Levels
To estimate the VOC emission level associated with RACT, control

efficiencies and emission factors were determined for each type of
ucomponent (e.g., va]ves, pumps). The baseline emission factors for
process equipment, which represent emissions in the absence of RACT,
were previously presented in Chapter 2 (Table 2-1). Controlled emission
factors were developed for valves, pressure relief vaives, pump seals
and compressor seals that would be contﬁo]]ed by the implementation of

a leak detection and repair program. Control efficiencies and control]ed
emission factors for pressure relief valves and compressor seals were
derived from the ABCD model correction factors and the leak detection
and repair (LDAR) model as discussed in bhapter 3. Control efficiencies
and controlled emission factors for valves and purmp seals were derived
directly from the LDAR model as described in Chapter 3. For RACT
requirements specifying equipment controls (i.e., open-ended lines),

it is assumed that zero emissions result from the controlled source.

The controlled emission factors for each‘component type are presented

in Table 3-4, ‘ .

In calculating the total VOC fugitive emissions from model plants
controlied under RACT, the controlled emission factors were multiplied
by the number of pieces of equipment for each model plant given in
Table 2-2. An example calculation for estimating emissions from model
plant B under RACT is shown in Table 4-1. Total annual model plant
| emissions for each component type are presented in Table 4-2 for both
baseline and RACT levels of contro]

4.2.2 Emission Reduction

The emission reduction expected from the implementation of RACT

“can be determined for each model plant. The emission reduction is the

difference between the fugitive emissions before RACT is implemented
and the fug1t1ve emissions. after RACT is implemented. These emissions




Table 4-1. EXAMPLE CALCULATION OF VOC FUGITIVE EMISSIONS FROM
MODEL PLANT B UNDER RACT

Controlled
Number of emission
sources in factor, Total emissions,
model p]ant kg/day/source kg/day
Component (N) (E) (N x E)
Valves 750 0.041 (0.11)° 31 (82)
Relief valves 12 0.12  (1.4)° 1.4 (17)
Open-Ended lines 150 0.0 (0.0)¢ 0 (0)
Compreésor seals ' 6 1.1 (3. )b »d 6.6 (20)
Pump seals 6 0.50 (0. 63) 3.0 (3.8)
Flanges and connections 3,000 0.011 (0. 026) 33  (78)
Total Emissions 75 (200)
XX = VOC emission values.
(xx) = Total hydrocarbon emission values.

qFrom Table 2-2.

DFrom Table 3-4. Controlled emission factors are derived from the baseline
emission factors in Table 2-1.

Cassumes installation of second valve, blind flange, cap, or plug with
100 percent control efficiency.

dBased on leak detection and repair. Installation of a compressor vent
control system would achieve 100 percent control efficiency.
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are presented as "totals" in Table 4-2. The average reduction in
emissions for the model plants after RACT is implemented is 71 percent
for VOC and for total hydrocarbons.

4.3 WATER POLLUTION

Although fugitive emissions of VOC from gas plant equipment
primarily impact atmospheric VOC emissions, they also impact water
quality. In particular, leaking components handling 1iquid hydrocarbon
streams increase the waste 1oéd entering wastewater treatment systems.
Leaks from equipment can contribute to the waste load by -entering
drains via runoff. Implementation of RACT should reduce the waste
load on wastewater treatment systems by preventing equipment Teaks
into the wastewater system; therefore, no adverse water pollution
impact is expected.

4.4 SOLID WASTE DISPOSAL

The quantity of solid waste generated by the implementation of
RACT would be insignificant. The solid waste generated would consist
of used valve packings and components which are replaced.

4.5 ENERGY

Implementation of RACT is expected to require little or no energy
consumption at gas plants. Instead, implementation of RACT will save
energy by reducing emissions to atmosphere of methane, ethane, and
VOC. Table 4-3 shows the amount of energy to be saved on a component
basis from implementation of RACT in terms of joules and in barrels of
crude petroleum. Table 4-4 shows the total energy saved per model
plant.
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5.0 CONTROL COST ANALYSIS OF RACT

The costs of implementing reasonably available control technology
(RACT) for controlling fugitive emissions of volatile organic compounds
(VOC) from equipment leaks at gas plants are presented in this chapter.
Capital costs, annualized costs, and the cost effectiveness:of RACT
.are presented. These costs have been developed for the individual
equipment pieces and model plants presented in Chapter 2. To ensure a
common cost basis, Chemical Engineering cost indices are used to
adjust costs to June 1980 dollars.

As discussed in Section 4.1, RACT for compressor seals is quarterly
leak detection and repair. In many instances, however, a compressor

vent control system would be installed. For the purpose of estimating
RACT cost impacts, Sections 5.1 through 5.4 are based on quarterly
leak detection and repair for compressors. Additionally, compressor
vent control costs are discussed in Section 5.5. Capital costs for
the vent control system are included in Table 5-1.

5.1 BASIS FOR CAPITAL COSTS

Capital costs represent the total cost of starting a leak detection
and repair program in existing gas p]anté. The capital costs for the
implementation of RACT include the purchase of VOC rnonitoring instruments,
the purchase and installation of caps for all open-ended lines, the
purchase and installation of a compressor vent control system, and
initial leak repair. The cost for initial leak repair is included as
a capital cost because it is expected to be greater than leak repair
costs in subsequent quarters and is a one-time cost. The basis for
these costs is discussed below and presented in Table 5-1.
5.1.1 Cost of Monitoring Instrument

The cost of a VOC monitoring instrument includes the cost of two

instruments.- One instrument is intended to be used as a standby
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spare. The cost of $4,600 for a portable organic vapor analyzer was

obtained from a manufacturer.1

5.1.2 Caps for Open-Ended Lines

Fugitive emissions from open-ended lines can be controlled by
installing a cap, plug, flange, or second valve to the open end. Any
one of these pieces of equipment is included in the definition of a
"cap" for an open-ended line. For the purposes of this analysis, the
cost of a cap for an open-ended line is based on a cost of $43 for a
one-inch screw-on type globe va]ve.2 Line sizes larger than 2" can be
fitted with a reducer, or as an alternative, can be equipped with a
blind flange at a similar cost. A charge of 5184 for one hour of
labor is added to the $43 as the cost for installing one cap. Therefore,
the total capital cost for installing a cap on an open-ended line is
$61,

5.1.3 Initial Leak Repair
The implementation of RACT will begin with an initial inspection

which will result in the detection of leaking components. The number
of initial leaks is expected to be greater than the number found in
subsequent inspections. Because initial leak repair is a one-time
cost, it is treated as a capital cost. The number of initial leaks
was estimafed by multiplying the percentage of initial leaks per
component type by the number of components in the model plant under
consideration. The repair time for fixing leaks is estimated to be
16 hours for a pump seal, 1.13 hours for a valve, and 40 hours for a

14 These requirements are presented in Table 5-2.

compressor seal.g’
The initial repair costs given in Table 5-3 were determined by taking
the product of the number of initial leaks, the repair time, and the

hourly labor cost of $18.

5.2 BASIS FOR ANNUAL COSTS _

Annual costs represent the yearly cost of operatihg a leak detection
and repair program and the cost of recovering the initial capital
investment. This includes credits for product saved as the result of
the control program. The basis for the annual costs is given in Table 5-4,
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5.2.1 Leak Detection Labor .
The implementation of RACT requires visual and instrument monitoring

of potential sources of fugitive VOC emissions. The monitoring labor-hour
requirements for RACT are presented in Table 5-5. The labor-hour
requirements were calculated by taking‘the product of the assumed
number of workers to monitor a component (1 for visual, 2 for instrument),
the time required to monitor, the number of components in a model '
plant, and the number of times the component is monitored each year,
The monitoring times for the various components are 0.5 mihute-for :
visual inspection, 1 minute for valves, 5 minutes'for pump and compressor
sea]s; and 8 minutes for relief va]ves.9 Monitoring labor costs
presented in Table 5-6 were caTcu]atedjbased on a charge of $18 per
hour, ' ' »
5.2.2 Leak Repair Labor

Labor is needed to repair leaks which develop after initial
repair. The estimated number of leaks and the labor-hours required for
repair are given in Table 5-5. The repair time per component is the
same as presented for initial leak repair. Leak repair costs presented

in Table 5-6 were calculated based on a charge of $18 per hour.
5.2.3 Maintenance Charges and Miscellaneous Costs '

The annual maintenance charge for caps. is estimated to be five
percent of their capital cost.11 Annual maintenance costs include pump
seal replacement costs at $140 per pump seal repair.14 The annual
cost of materials and labor for maintenance and calibration of monitoring

instruments is estimated to be $3000.11’1?’13

An additional miscellaneous
charge of four percent of capital cost for taxes, insurance, and-
capital related associated administrative costs is added for the
monitoring instruments and caps.
5.2.4 Administrative Costs _

Administrative and support costs associated with the implementation

of leak detection and repair are estimated to be 40 percent of the sum

of monitoring and leak repair labor costs. The administrative and
support costs include record-keeping and reporting requirement costs.
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5.2.5 Capital Charges
The 1ife of caps for open-ended 1lines is assumed to be ten years
and the life of monitoring instruments is assumed to be six years.

The cost of repairing initial leaks was amortized over a ten-year
period since it is a one-time cost.

The capital recovery cost is obtained from annualizing the installed
capital cost for control equipment. The installed capital cost is
annualized by using a capital recovery factor (CRF). The CRF is a
function of the interest rate and useful equipment 1ifetime. The
capital recovery can be estimated by multiplying the CRF by the total
installed capital cost for the control equipment. This equation for
the capital recovery factor is:

RF = i+ )"
1+ )" -1
where i = interest rate, expressed. as a decimal
n = economic life of the equipment, years.'
The interest rate used was ten percent. The capital recovery factors

and other factors used to derive annualized charges are presented in
Table 5-4.
5.2.6 Recovery Credits

The reduction of VOC fugftive emissions results in saving a
certain amount of VOC which would otherwise be Tost. The value of
this VOC is a recovery credit which can be counted against the cost of
a leak detection and repair program. The recovery credits for each
model plant are presented in Table 5-5. The VOC saved is valued in
June 1980 dollars at $192/Mg, using a price of 40¢/9a110n15 of LPG and
a specific gravity of 0.55.16 The methane-ethane saved is valued in
June 1980 dollars at $61/Mg, using a price of $1.46/Mcf17 and an
assumed composition of 80% methane and 20% ethane at standard temperature
and pressure. An example calculation of product recoVery credits is
presented in Table 5-7 based on Model Plant B. Model Plant recovery

credits are summarized in Table 5-8.
5.3 EMISSION CONTROL COSTS OF RACT

This section presents the emission control costs of implementing
RACT for each of the three model plants. Both the initial costs and

the annualized costs are included.
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5.3.1 Initial Costs ‘
The cost of initia]]y,imp]ementing RACT consists of capital costs

and initial Teak repair. The cost of $9,200 for two monitoring instruments
is the same for all model. plant sizes. The capital costs for caps for
open-ended lines are annualized on the basis presented in Table 5-4.
5.3.2 Annualized Costs

The annualized RACT control costs includes the initial leak

detection repair costs, annual leak detection cost, and product recovery
credits, as previously discussed. Table 5-9 presents the annualized.
costs for the model plants. The net annualized costs to implement

RACT range from $3,300 for Model Plant A to a cost savings of $17,000
for Model Plant C. |

5.4 COST EFFECTIVENESS OF RACT

Cost effectiveness is the annual cost per megagram of VOC controlled
annually. The cost effectiveness of RACT for each model plant is the
net annual cost for implementing RACT divided by the emission reduction
achieved under RACT. * :

The cost effectiveness of implementing RACT for the mode] plants
is presented in Table 5-9. The cost effectiveness for Model Plant A
is $140/Mg VOC reduction, and a cost credit of $28/Mg and $74/Mg for
Model Plants B and C, respectively.

"The cost effectiveness for each individual component covered by
RACT is presented in Table 5-10 based on Model Plant B. The cost of a
monitoring instrument cannot be attributed to any single type of
component since all components are monitored by the instrumen:,
Therefore, the cost for each component does not include the cost of
the monitoring instrument. The 1nstrument cost is included, however,
in the model plant cost effectiveness.

5.5 ANALYSIS OF COMPRESSOR VENT CONTROL SYSTEM COSTS ‘

The cost to install a compressor vent control system is dependent
upon several factors: (1) the type of compressor (reciprocating,
céntrifuga]), (2) the presence of an existing VOC control device
(flare, process heater), and (3) the type of process fluid being
compressed (wet gas or natural gas liquids). Product recovery credits
are not included in the compressor vent control system cost analysis
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on the assumption that recovered emissions would be flared. However,
the recovered emissions could be routed to a process heater resulting
in a credit for the captured emissions at their fuel value.

The type compressor is important because reciprocating compressors
may require additional control equipment to ensure the safety of the
vent. system. Also, reciprocating compressors would require instrumentation
for the purge gas system. Hence, the control costs for a reciprocating
compressor are treated separately from a centrifugal compressor.

The vent control system relies upon the venting of captured
emissions to a VOC control device; therefore, in the absence of an
existing control device, additional costs would be incurred. Further,
the individual compressor control costs are dependent upon the number
of compressors per plant due to fixed and variable costs associated
with the vent control system. Capital and annualized costs of the
compressor vent control system are presented in Table 5-11.

The cost effectiveness of the vent control system is dependent
upon the factors previously discussed plus the service a compressor is
in. The compressor emission factor presented in Table 2-1 is based on
compressors in natural gas liquids (NGL) and wet gas service. Individually,
these emission factors are 0.7 Mg/yr for wet gas service compressor
seals and 5.5 Mg/yr for natural gas 1iquids service compressor seals.
Table 5-11 also presents the cost effectiveness of compressor vent

control systems under the scenarios discussed.




Table 5-1. CAPITAL COST DATA (June 1980 do}]ats)vv,

1. Monitoring Instruments

2 instruments (Foxbgro OVA-108)
@ $4,600/instrument
Total cost is.$9,200/plant

2. Caps for Open-Ended Lines

Based on cost for 5.1 cm screw-on gate valve, rated at 17.6 kg/cm? b
(250 psi) water, oil, gas (w.o.gc) pressure. June 1981 cost is $46.50",
June 1980 cost is Q percent less™ at $43. Retrofit installation =

1 hour at $18/hour-. Total cost is $61/1ine.

3. Compressor Seal Vent Control System

A, Centrifugal Compressor Seal Pipinge

5m 2.5cm pipe ©032.82/m $ 14.10

5m 5.1cm pipe @ $6.50/m : 32.50

1 5.lcm x 2.5cm tees @ $8.16 8.16

1 2.5¢m block valves @ $24.63 24,63

1 2.5cm elbows @ $6.22 6.22

1 pressure alarm @ 9.90 9.90

Total manifold piping \ . $ 96

Labor :
10m of pipe = 33 hr for installation

0.

30m/hr/crew 0.25 hr for set-up/breakdown
0.5 hr for fabrication
1.08 hours/crew

1.08 crew hrs. x ~-T€0 . ¢18 00/hr =

crew
5 58
Subtotal $ 154
Contingency _15
| _ Total ' $ 170
B. Reciprocating Compressor Sea]sf : -
COSTS FOR EACH COMPRESSOR SEAL '
Incremental Cost for Double Distance Piece . $2,500
‘ - Contingency 250

Total
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Table 5-1. CAPITAL COST DATA (June 1980 dollars)

(continued)
Distance Piece Piping
Material
2.5cm piping -
3lm @ $2.82/m - $ 90
2.5cm check valve -
10 $80 ’ 80
2.5cm block valve - =
2 @ $25 50
Misc. Flanges, Fittings,
etc. 160
$ 380
Labor : $ 620
Subtotal : $1,000
Contingency 100
Total $1,100
FIXED COSTS
Instrumentation for Purge Gas
Material
0il Seal Pot $ 650
Supply Regulator 350
2.5cm Block Valve -
2 @ $25 - B0
2.5cm Piping -
8n @ $2.82/m 20
Misc. Flanges, Fittings, )
Etc. 160
, $1,230
Labor $ 550
Subtotal $1,780
Contingency 178
Total $1,960
C. Flare
Cost of Flare : $6,670
Contingency 667
Total , o . . $7,340




Table 5-1.' CAPITAL COST DATA (June 1980 dollars)

(concluded)
D.  Piping to Flar
Material :
InTet Tine from
Compressor to Flare -
100m of 5.1cm pipe
@ $6.50/m $650
Ruptured disk and
holder 130
Misc. Flares, Fittings 370
Misc. Costs for '
Pipe Supports. , 750 :
$1,900

Labor . : - $1,450

Subtotal $3,350

Contingency 335

Total $3,700

4one instrument used as a spare. Cost is based on Reference 1.
bReference 2. o

cCost'adjustment based on the economic indicators for pipe, valves, and
fittings in April 1980 (final) vs. April 1981 (pre?iminary). Reference 3.

dRefer‘ence 4,
eRefer'ence 14,
,fReference 8.

5-9




*6 92UdJD DY

3

‘6 2oudJ94dy °*sjudwadinbad Jogef |euoilippe

OU 10 BJUBUDIULBW DULIN0OJ AQ PIIDDJJ0D BJe SYed| 9Sayl eyl pauwnsse si 3l squawad Lnbad £1ajes Jo asnedag
3

+27-9 °d o1 9dousJayey ‘Jiedad Jad sanoy ¢ BuLdinbad sul|-4jo0 paJdiedad syea| ayj jo jusddad g7z

uo pue ‘Jredad Jad sanoy /1°g ButJinbad ‘sutl-uo paJtedad syea| ayj 4o juaddad g; uo paseq abedone PEMT LT
p

awiq Jredad X Syea| JO JIQUNU = Sdny-soqe| Jiedsd yesdq

2

awdd o001 UeY3 JojeaJb Jo 03 |enba sjusuodwod jo juadJed X squauodwod JO JIQUNU = SYed| [BLILULl JO Jaquny
, q

‘¢-¢ @lqel Eo;mm

000°1T _06¢ 001 v10L w_
[Te)
011 2€ 11 49T 9°9 0°¢ 99°0 €€ 0¢ 9 l s|eag dung
08¢ 011 8¢ J0F  ¥°6 8¢ ¥6°0 LYy 0¢ 9 2 $|eds JO0ssaJduo)
0 0 0 a0 9°L £°¢ 9/°0 61 oY Al ¥ SoA|Rp JOL|8Y
01§ 0S1 14 pEL°T 0S¥ Gel GY 81 0052 0SL 0S¢ SOA B\
2 g v *sJy J g Y 2 g Y adA3 924nog
Jpad Lnbad ‘auLy qsyesl phuidd jue|d
SJnoy-Jogqe Jreday [etatut 0000t {opow Jad
Jleday yeo Jo Jaqunu sjuauodwod sjuauoduod
pajewL}sy 10 qU®dJ434 10 Jaquny

19vY ¥3ONN YIVAI¥ ¥v3I1 TVILINI Y04 SINIWIYINDIY YNOH-YOEVT °“2¢-§ Slqel .




Table 5-3. INITIAL LEAK REPAIR COSTS
(June 1980 dollars)

Initial Repair Costs . Initial Annualized Repgih
For Model Units? Costs for Model UnitsP -
Source type “A B C A B - C
Valves 920 2,700 9,200 210 620~ 2,100
Relief Valves® = g 0 0 0 0 0
Compressor Seals 680 2,000 6,300 160 460 1,600
Pump Seals 200 580 2,000 . 46 130 460
TOTAL | 1,800 5,300 18,000 420 '1,200 4,200

From Table 5-2, Labor Hour Requirements forTIn1t1a1 Leak Repair. Cost =
hours x $18.00 per hour. Ce
b :

Initial annualized repair costs for model units = Initial repair tbst X
capital recovery factor x 1.4. The capital recovery factor (CRF) for model
units is determined through the equation:

i@+ )"
CRF = 51— |
where n = 10 years and i = 10 percent. Therefore, the CRF = 0.163.

“Because of safety requirements, these leaks are corrected by routine
maintenance at no additonal labor requirements. Reference 9.

5-11




Table 5-4. BASIS FOR ANNUALIZED COST ESTIMATES

1. Capital recovery factor for capital charges

o Caps on open-ended lines 0.163 x capitald
o Monitoring instruments 0.23 x capital

2. Annual maintenance charges
o Caps on open-ended lines 0,05 x capital®
o Monitoring instruments $3,000
o Replacement pump seals $140€

3. Annual miscellaneous charges
(taxes, insurance, administration)

o Caps on open-ended lines 0.04 x capital®
o Monitoring instruments : 0.04 x capital®
4, Labor charges $18/hourf
5. Administrative and support costs 0.40 x (monitoring +
for implementing leak detection repair labor)¢
and repair B ~
6. Annualized charge for initial " (estimated number of
leak repairs leaking components per

model unit x repair time) x
$18/hrf x 1.4 x 0.1639

7. Recovery credits
o Nonmethane-nonethane hydrocarbons (VOC) $192/M$h
0 Methane-ethane $61 /Mg

a

Ten year life, ten percent interest. Reference 11.
b .

Six year life, ten percent interest. Reference 11.
c

Reference 11.

d .
Includes materials and labor for maintenance and calibration.
Reference 11. Cost index = 242.7/209.1. References 12 and 13.

e
Reference 14,

f
‘From Table 5-2. Includes wages plus 40 percent for labor-related
administrative and overhead costs. Cost (june 1980). Reference 4.

gInitial leak repair amortized for ten years at ten percent interest.

h
Based on LPG price of 40¢/gallon for June 1980 and specific gravity of
0.55. References 15 and 16.

i .

Based on natural gas price of k$1.46/Mcf for June 1980 and assumed
composition of 80% methane and 20% ethane at standard temperature and
pressures. Reference 17.
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Table 5-6. ANNUAL LEAK DETECTION AND REPAIR COSTSa
(June 198G dollars)

Leak Detection Costs ' Repair Costs

For Model Units For Model Units

Source type A . B C A B C
Valves 590 1,800 5,900 940 2,900 9,400
Relief Valves 77 230 770 o® o 0P
Compressor Seals 23 72 - 230 270 790 2,700
Pump Seals 41 130 390 230 680 2,300
TOTAL 730 2,200 7,300 1,400 4,400 14,000

qcnom Table 5-5, Annual Leak Detection and Repair Labor Requirements for RACT.
Cost = hours x $18.00 per hour.

bBecause of safety requirements safety relief valve leaks are repa1red by
routine maintenance at no additional cost. Reference 9.
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Table 5-9. ANNUALIZED CONTROL COSTS FOR MODEL UNITS
(thousands of June 1980 dollars) : o

: , Model Plant
Cost Item A B C

Annualized Capital Costs

A. Control Equipmenta

1. Monitoring Instrument a1 2.1 2.1
2. Caps for Open-Ended Lines 0.51 1.5 5.1
B. Initial Repairs® 0.42 1.2 4.2
Operating Costs®
A. Maintenance Chaﬁges .
1. Monitoring Instrument ‘ 3.0 3.0 3.0
2. Caps for Open-Ended Liges 0.16 0.46 1.6
3. Replacement Pump Seals 0.11 0.34 1.1
B. Miscellaneous Charges (taxes
insurance, administration) v : '
1. Monitoring Instrument 0.37 0.37 . 0.37
2. Caps for Open-Ended Lines 0.12 0.37 1.2
C. Labor Chargese
1. Monitoring Labor 0.73 2.2 7.3
2. Leak Repair Labor 1.4 4.4 14
3. Administrative and Support - 0.85 2.6 - 8.5
Total Annualized Cost Before Credit 9.8 18 48
Recovery Credits® (6.5) (20) . (65)
Net Annualized Cost g B , 3.3 (2) (17)
VOC Emission Reduction (Mg/yr) 23 72 230
Cost-Effectiveness 140 (28) (74)

($/Mg VOC Emission Reduction)

\(xx)v= cost savings

- %From Tables 5-1 and 5-4.

* PFrom Table 5-3. |

Basis for cost estimates presented in Table 5-4. . o .
dCa]cu]ated‘as: Estimated number of pump seal leaks per year‘(Tablé,545) ”r
x $140, o o |

'?From Tabie‘5-6.

From Table 5-8.

9 rom Table 4-4, 517
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APPENDIX A
"EMISSION SOURCE TEST DATA

The purpose of Appendix A is to summarize the fugitive emission
test data that have been collected at six natural gas/gasoline processing
plants (see Table A-1) by EPA and industry. Two gas plants were tested
under contract to the American Petroleum Institute (API), and four gas
plants were tested under contract to EPA. A1l six gas plants were
screened for fugitive emissions using either portable hydrocarbon detection
instruments, soap solution, or both. Instrument screening (using EPA's
proposed Method 21) was performed at all four of the EPA-tested p]ants
(Plants 3, 4, 5, and 6). The instruments were calibrated with methane.
Soap screening (using the method described in Reference 1) was performed
at the two API-tested plants and at three of the EPA-tested plants.
Selected components were measured for mass emissions at both of the
API-tested plants (Plants 1 and 2) and at two of the EPA-tested plants
(Plants 5 and 6). These mass emission measurements were used in development
of emission factors for gas plant fugitives, which are presented in
Table 2-1. A study of maintenance effectiveness at production field
tank batteries was also performed by API. These data are discussed in
Section A.2.

A.1 PLANT DESCRIPTION AND TEST RESULTS

One API-tested gas plant was of the refrigerated absorption type,
and the other was a cryogenic plant. Descripfions and schematics of the
plants are provided in Reference 1. Of the four EPA-tested plants, the
first tested was a solid bed adsorption type (Reference 2). Natural gas
1iquids are removed by adsorption onto silica gel, then stripped from
the bed with hot regeneration gas and condensed out for sales. There

were three adsorption units, of which only one was operating. This unit
had a capacity of 60 MMSCFD (million standard cubic feet per day), and
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was operating. between 33 and 55 MMSCFD during the testfng period. The
second unit was shut down and depressur1zed and therefore not tested
The third unit was also not operatlng, but it was under natural gas
pressure and was tested. .

The second EPA-tested p]ant was of the cryogen1c type (Reference 3)
Feed gas to the plant is compressed and then chilled. Natura] gas
1iquids are condensed out and split into two streams: ethane/propane
and butane-plus. The cryogenic piant was operating at its rated capacity -
of 30 MMSCFD. '

The third EPA-tested plant was of the refrigerated absorption type
(Reference 4). There were three absorption systems for removal of
natural gas liquids. The liquids were combined and sent to a single
fractionation train. The fractionation train separated the liquids into
ethane, propane, iso-butane, butane, and debutanized natural gasoline.
Testing was performed on the fractionation train and on the 1argest
absorption system. The absorption system that was tested was operating
at 450 MMSCFD, near its capacity of 500 MMSCFD.

The fourth EPA-tested plant was also of the refrigerated absorption
type (Reference 5). There were two parallel absorption trains, and one
fractionation train. Natural gas liquids were fractionated into ethane/
propane, propane, iso-butane, butane, and debutanized natural gasoline
streams. The plant was operating at approximately 450 MMSCFD, about
half of its rated capacity of 800 MMSCFD. . :

A summary of the instrument screening data collected at the four
EPA-tested plants is presented in Table A-2. A summary of the soap
screening data collected at the two API-tested plants and at all of the
‘EPA-tested plants is presented in Table A-3. (Only a very small amount
of soap screening data were collected at Ptant 6). The instrument
screening data are tabulated for each plant, showing the number of each
type of component tested and the percent emitting. The soap screening
data are not tabulated for each plant but are instead summarized by soap
score. A complete tabulation of the soap screening data by plant and by
soap score is provided in Reference 6.

A.2 INDUSTRY VALVE MAINTENANCE STUDY :
The API study that developed the gas plant data presented in Section A.1l

also included a study of maintenance. Gate valves in gas and condensate
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service in oil and gas production field tank batteries were studied.

The sources were monitored with soap scoring at intervals over a 9-month
period. The results of an analysis of this data show that monthly leak
occurrence was 1.3 percent, monthly leak recurrence was 1.6 percent, and
leak repair effectiveness was 100 percent.7 These results compare
favorably with the 1.3 percent monthly leak occurrence and recurrence
and 90 percent repair effectiveness used to analyze leak detection and
repair control effectiveness. Maintenance was performed on a portion of
Ehe valves studied. The industry study results were not specifically
used here, however, because (1) the data were gathered in tank batteries
which, based on API data, appear to have different leak characteristics,
(2) very few valves were studied (25 total data points), and (3) a

soap score value of 3 was used to define a leak rather than a meter
reading of 10,000 ppm.
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Table A-1, GAS PLANTS TESTED FOR FUGITIVE EMISSIONS?

Plant co]?gggjon P]anf process Principal screening
No. sponsor type - method(s) used
1 API Refrigerated Absorption Soaping
2 API Cryogenic : Soaping
3 EPA Adsorption B ) Instrument, Soaping
4 | EPA Cryogenic : | | Instrument,'Soaping
5 EPA Refrigerated Absorption Instrument, Soaping
6 EPA ' .Refrigerated Absorﬁtion | Instrumentb

qReference 6. !
bLess than 50 components were soap screened at plant #6.
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APPENDIX B
MODEL PLANTS

The purpose of this appendix is to present model plants. The model
plants were selected to represent the range of processing complexity 1in
the industry. They provide a basis for determining environmental and
cost impacts of reasonably available control technology (RACT).

B.1 DEVELOPMENT OF MODEL PLANTS

There are a number of different process methods used at gas plants:
absorption, refrigerated absorption, refrigeration, compression, adsorption,
cryogenic - Joule-Thompson, and cryogenic-expander.] Process conditions
are expected to vary widely between plants using these different methods.
However, available data show that fugitive emissions are proportional to
the number of potential sources, and are not related to capacity, throughput,
age, temperature, or pressure.2 Therefore, model plants defined for
this analysis represent different levels of process complexity (number
of fugitive emission sources), rather-than different process methods.

In order to estimate emissions, control costs, and environmental
jmpacts on a plant specific bas1s, three model p]ants were developed.

The number of components for each model plant is derived from actual
component inventories performed at four gas plants. Two of the plants
were inventoried during EPA testing, and two were inventoried during
testing by Rockwell International under contract to the American Petroleum
Institute. The model plants are based on four rather than on all six of
‘the plants presented in Appendix A because two of the plant visits did

not obtain information on vessel or equipment inventories. Nevertheless,
the four plants for which vessel and equipment inventory data were
obtained are representative of the range of plant complexity found in

the natural gas processing industry.




Comp]ekity of gas plants can be indexed by means of ca]cu]atiné
ratios of component populations to a more easily counted population.
For gas plants, number of vessels appears to be best suited to this
need. Example types of equipment included and excluded in vessel
inventories are 1isted in Table B-1. The vessel inventories for the
industry-tested gas plants are taken from the site diagrams and des-
criptions provided in the API/Rockwell repért,5 and thé vessel inventories
from the EPA-tested plants were performed during the téstihg " These
vessel inventories and the component inventories are shown: in Table B-2,
Table B-3 shows the ratios of numbers of components to- numbers of vessels
at the four gas plants. The mean and standard deviation of the four
ratios is also shown in Table B- 3. : -

Three model plants have been developed using the average ratios of
components to vessels. The number of vessels in the model gas plants
are 10, 30, and 100. This range in number cf vessels is based on the
vessel inventories shown in Table B-2. The low end of the range, 10
vessels, is approximately equivalent to the number of vessels that are
accounted for in one of the three process trains at the EPA-tested plant
A. It is assumed that there are existing gas plants with a similar
configuration to the EPA-tested plant A, that have only one process A
train. The high end of the range, 100 vessels, is slightly larger than
the number of vessels at the industry-tested plant A. Since this was .o
the largest of the plants tested, it appears reasonable to use this as a
guide in calculating the number of components at the largest model
plant. The middle model plant has 30 vessels. This is approximately
the same number of vessels as at three of the four plants tested, and
appears that it may be representative of a common gas plant size. The
three model plants and their respective number of components are shown
in Table B-4.
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Table B-4, FUGITIVE VOC EMiSSION SOURCES FOR
THREE MODEL GAS PROCESSING PLANTS

P " ___Number of components 7

'”VqueT plant Model plant  Model plant

Component 1:3/;‘>e"a . o (10tvésséis)L"(30 vzése]s)‘ (lobvvgsse]s)
Valves 4 250, . 750 . 2,500,
Relief Valyes = 4 12 40
Open-Ended Lines = . 50 . .10 500
Compressor Seals - Y S 2 o 6 o 20
Pump Seals 2. 6 20
Flanges and Connections 1,000 3,000 10,000

Number of Components based on average ratios presented in Table B-3.
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This appendix presents the public comments received by the EPA
on the draft CTG. Table C-1 summarizes the respondents and 1ists
their corresponding number used to identify commenters in the
Summary of Public Comments and Responses presented in Appendix D.

Table C-1. LIST OF COMMENTERS ON THE
DRAFT CTG FOR NATURAL GAS/GASOLINE
PROCESSING PLANTS

Comment ‘ Date
Number Compan Commenter of Comment
1 ARCO 011 & Gas Company L.E. Bartlett March 9, 1982
2 Cities Service Company D.V. Trew March 9, 1982
3 Columbia Gas System M.J. Atherton March 9, 1982
‘Service Corporation
4 Southern California G.M. Gardetta March 9, 1982
Gas Company
5 Michigan Consolidated S.E. Kurmas March 10, 1982
Gas Company
6 Texas 0i1 & Gas Company J.W. Boley March 10, 1982
7 Texas Air Control R.R. Wallis March 10, 1982
. Board
8 American Petroleum C.T. Sawyer March 11, 1982
Institute . B
9 Michigan Wisconsin J.V. Mehta March 11, 1982
Pipe Line Company .
10 Chevron R.W. Kreutzen March 12, 1982
i1 Amoco Production R.E. Mahaffey March 18, 1982
Company
12 Flour Engineers and S.J. Thomson March 22, 1982

Constructors, Inc.
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ARCO 0il and Gas Company
Engineering Department
Post Office Sox 2819
Callas, Texas 75221 )
Talenhone 214 551 5151

Luther E. Bartlett
Manager
Operations and Engineeras Serngces

VIS

March 9, 1982

Mr. Fred Porter :
Emission Standards and Engineering Division (MD-13)
U. S. Environmental Protection Agency

Research Triangle Park, North Carolina 27711

Re: Draft Control Techniques Guideline (CIG) for
. Control of Volatile Organic Compound (VOC) Equipment
- Leaks from Natural Gas/Gasoline Processing Plants
: ' [

Dear Mr. Porter:

ARCO 0il and Gas Company, a Division of Atlantic Richfield Company,
appreciates the opportunity to offer comments to the U. §,.
Envirommental Protection Agency (EPA) regarding the Federal Register
Notice (47 FR 3403, January 25, 1982) releasing the draft control
techniques guideline (CTG) document for control of volatile organic
compound (VOC) emissions from equipment leaks in natural gas/gasoline
processing plants.. ARCO 0il and Gas Company has for many years been
actively involved in the production of natural gas and gasoline. We
are particularly interested in the subject CTG which will -directly
‘affect our Company.

A task force was formed by American Petroleum Institute (API) to
consider the VOC emissions from natural gas/gasoline processing plants.
ARCO 0il and Gas Company representatives participated in the

emissions submitted on behalf of API, and we are in full agreement with

While we are in full agreement with API's concerns, we would like to
emphasize API's comments regarding “"Chapter 5, Control Cost Analysis,”
Implementation of reasonably available control technology (RACT) will
have a significant economic impact on our operations. Several
incorrect assumptions appear to have been made when developing the
economic analysis for the CTG document to be used in evaluating the
RACT for VOC equipment leaks in gas plants. As a result the economic




Mr. Fred Porter ‘
Emission Standards and Engineering Division (MD-13)
U. S. Envirommental Protection Agency

March 9, 1982

Page TIwo

analysis supporting this guideline suggests control of the fugitive VOC
emissions will have a direct economic benefit to the operations of ARCO
0il and Gas Company, thus justifying the proposed RACT. We do not
agree with many of the assumptioms and, therefore, do not feel the RACT
has been justified. For example, the CIG economic analysis equates
“front—end costs" with "capital costs” (comment 13). Capital cost has
a specific economic definition and does not include operating costs.

In additiom, the cost analysis for the labor associated with leak
detection severely underestimates the actual cost (comment 18). A
complete cost estimate must include the front—end set-up costs,
depreciation on the equipment, additional - and otherwise unnecessary -
platforms for each inaccessible source, and maintenance on the VOC
analyzer. Although the conclusion of the draft CIG's economic analysis
is that the oil and gas industry has lost significant revenue from not
controlling fugitive VOC emissions (excepting the smallest plants), we
feel the costs of implementing and maintaining the recommended
practices are much greater than estimated with little if any
improvement in the air quality. Consequently, we believe a net
long—term loss will result from the use of the proposed RACT. This is
of specific concern since the draft CTIG, although published as only a
guidance to the states, will serve as the basis for many of the state
regulations.

We appreciate your. consideration of our comcern. If it would be
helpful, we would welcome an opportunity to further discuss our
concerns associated with implementing the proposed RACT to control VOC
emissions from natural gas/gasoline processing plants.

Sincerely,

Ny L ot

Lu@her E. Bartlett
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" CITIES SERVICE COMPANY
80X 300

TULSA, OKLAHOMA 74102

March 9, 1982

Emission Standards & Engineering
Division (MD-13)

Environmental Protection Agency

Research Triangle Park, NC 27711

Attention Mr. Fred Porter

Dear Mr. Porter:

with the proposed.control technique guideline (CTC) "Control -
of Volatile Organic Compound Equipment Leaks from Natural
Gas/Gasoline Processing Plants." Notice of the release of
this document for review was made in the Federal Register,
Vol. 47, No. 1s, January 25, 1982. ‘

On page 3-3 of the report, 3.1.2.2 Compressors, it
is stated that the control of VOC leaks from compressor seal
areas can be controlled by enclosing the compressor seal
area or distance piece, and Piping the emissions to a suitable
combustion device. This control device could exert considerable
back pressure on the compressor seal. Many of the compressor
seals in our gas processing plants are not designed to
operate with back pressure and the use of the control device
recommended can cause severe mechanical problems and poten-
tially a safety problem. We have no knowledge of any work-
able control device and we recommend that the use of this
type of a control device for gas plant compressors not be
considered. . o

The estimated reductions in emissions achievable
are based on data from six pProcessing plants. This is a
very limited data base considering that there are approximately
800 plants in operation. The technology of each plant is
dependent upon the age of the plant, type of process, market
conditions, and the nature of the gas processed. The
. éXtrapolation of the limited data based on "Number of Vessels"
is not statistically valid. - '

Cities Service Company appreciates the opportunity
to make these comments and trusts that they will be considered
by the agency in order to make the final control technique
guideline a more meaningful and workable document.

_Sincerely,
C - 5 - .\l‘. | v
R K - .\' s

D. V. Trew

Manager, Environmental Services
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CoLumBIA GAS SYSTEW SERVICE LORPDRATIDN

LTZmANIN SCAC

. TE_~s2RE TR8CT

giel
A e A e,
Soowt MGTT

March 9, 1982

Emissions Standards and Engineering Division (MD-13)
Environmental Protection Agency
Research Triangle Park, North Carolina 27711

Dear Sirs:
Re: .Control Techniques Guideline Document;

Equipment Leaks From Natural Gas/Gasoline
Processing Plants . ‘ e

Columbia Gas System Service Corporation on behalf of
Columbia Gas System (Columbia) herewith submits comments on the
above draft control techniques guideline (CTG), the release of
which was announced in the Federal Register of January 25, 1982.

Columbia is one of the largest natural gas systems in
the United States and is composed of The Columbia Gas System,
Inc., a registered public utility holdling company, a service
company and eighteen operating subsidiaries. The operating
subsidiaries are primarily engaged in the production, purchase,
storage, transmission and distribution of natural gas at wholesale
and retail. Columbia supplies directly through its retail operatioms,
or indirectly, through other utilities, the gas requirements of
about 4,200,000 customers in an area having a population of
approximately 18,000,000. Columbia's service area includes large
parts of the states of Ohio, Pennsylvania, Kentucky, New York,
Virginia, West Virginia, Maryland and the District of Columbia.
Columbia serves at retail 1,890,000 customers residing in communi-
ties witf a total population of 7,400,000.

As an owner of natural gas processing plants, Columbia
has a direct interest in this CTG. Therefore, Columbia is sub-
mitting the following comments. '
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Emissions Standards and Engineering Division (MD-13)
Page 2 . : S - ,
March 9, 1982

"Model Plant A Considerations

While the stated purpose of the CTG is to provide
information to state and local air pollution agencies, it will
actually be used by these agencies to devélop and adopt new
regulatory programs for compliance with Sections 172(a) (2) and
(b)(3) of the Clean Air Act. Thus, Columbia believes the
requirements of Presidential Executive Order 12291 of February 17,
1981 (45 FR 13193; February 19, 1981) must be considered in the
development of RACT for natural gas/gasoline plants. Section 2 of
this Presidential Executive Order requires that potential benefits
must outweigh costs and be maximized.  In this respect, EPA makes
no recommendations in the CTG concerning the limits of applica-
bility of RACT (Reasonably Available Control Technology) to
natural gas/gasoline processing plants. '

However, the CTG states that plants of the size of the
model plant A will incur a net annual cost for RACT of $2300,
with a cost effectiveness of $115/Mg. For these plants requiring
conversion of pneumatic control valves from gas to air, the costs
will be higher (Section 5.1.5). The larger plants, model plants
B and C, will receive a net savings ($4,200 and $24,500,
respectively) and have a cost effectiveness of -870/Mg and -3120/
Mg, respectively (Sections 5.3.2 and 5.3.3). Given the low annual
emissions of volatile organic compounds (VOC), 29 Mg (Table 2-2),
of the model plant A, the annual costs and cost effectiveness for
these plants dictate that these plants' should not be subject to
the requirements of RACT.

Secondly, an annual emission rate of 29 Mo is equiwvalent
to about 32 tons/year VOC. This level of emissions is less than
that which. EPA has defined as "significant' or as a de minimis
value in several regulations (for example, 40 CFR Part 51,
Appendix 5, II.A.10; 40 CFR 52.24(£)(13); and 45 FR 52705-52710,
August 7, 1980). The "significant" or de minimis value applicable
to ozone is 40 tons per year of volatile Oorganic compounds.

Finally, the smaller plants will have fewer employees
than larger plants. Thus, it may be anticipated the proposed
RACT measures will more severely strain their limited scaff.

Based upon the above three considerations of costs and

benefits, emissions below "significant' or de minimis levels and
potential manpower limitations, Columbia recommends that, in the
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‘Fmissions Standards and Engineering Division (MD-13)
Page 3
March 9, 1982

CTG, plants of the size of model plant A (10 vessels as defined
in Appendix B) or smaller be excluded from the requirements of
RACT. This exclusion, similar to the following, should be added
as the last paragraph of Section 1.0 Introduction:

Matural gas/gasoline processing plants
equal to and less than the size of a model
plant A (L0 vessels as defined in Appendix)
should be excluded from the requirements for
RACT. This recommendation is based upon an
analysis of costs and the low level of emissions
of volatile organic compounds from such plants.

Further, the CTG should point out in Section 2.3 that VOC emissions
from the model plant A are less than those considered as
"significant" or de minimis. Thus, the imposition of RACT, with
its attendant costs (Section 5.0), is not needed.

Monitoring Instrumentation

One of the major costs for implementing RACT is that
for the purchase and maintenarice of monitoring equipment. Natural
gas facilities already have portable monitoring instruments for
detection. of leaks of combustible hydrocarbons as part of their
safety programs. Further, this type of instrument is considerably
less expensive than the monitoring instruments described in the
CTG. Leak detection of combustible hydrocarbons with these
instruments and knowledge of the processes before and-after various
components could provide an estimate of VOC emissions. Use of
this instrument and approach would provide the operator with a
method to estimate VOC emissions, to determine those components
requiring repair and to measure the effectiveness of repair, but
at much .less cost than the recommended type of monitoring
instruments,

Columbia recommends that EPA include this type of
instrument as an alternative to the purchase of expensive, new
instrumentation for leak detection and implementing RACT.

Columbia appreciates the opportunity to comment on the
CIG and trusts the above comments will be evaluated and of value
to EPA.

Sincerely,

ki S E

chhael J. Atherton, Ph.D.
C-8 Environmental Affairs
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G M GARDETTA

SOUTH RN CALIFCRNIA COMPARNY

810 SOUTH FLOWER STSEET o LOS ANGELES. CALIFCRNIA 90017

Enviconmental Affairs

Agmimstrator

Mailing Addre-s BOX 3249 TERMINAL ANNEX. LOS ANGELES. CALIFORNIA 30051

‘March 9, 1982

Mr. Fred Porter ‘ :
Emission Standards and Engineering Division (MD-13)
Research Triangle Park

North.Carolina 27711

Dear Mr. Porter;

Southern California Gas Company (SoCal) appreciates the
opportunity to submit the following comments on the Znviron-
mental Protection Agency's (EPA) draft control techniques
gquideline (CTG) document entitled "Control of Volatile Oroanic

. Compound Equipment Leaks from Natural Gas/Gasoline Processing

Plants", for review and consideration.

SoCal is the nation's largest natural gas distribution
company. Accordingly, it has a serious concern regarding the
applicability of the proposed CTG to underground gas storage
facilities. It is not clear from the language of the proposed
document whether or not the definition of a natural gas/gascline
storage operation excludes underground gas storage fields.

SoCal strongly feels that a gas storage operation should not
be compared with conventional 0i1/gas production facilities and
gas processing plants. It is important to recognize that among
other factors, the magnitude of fugitive emissions will be
dependent on the complexity and number of component processes.
The 1iquid and gas processes performed at an underground gas |
storage facility are relatively few and simple when compared
to those at a conventional gas processing plant and oil/gas
production operations. :

In order to demonstrate the basis for its concern, SoCal
has provided the following summary of the facilities which could
be impacted and has compared these to traditional gas processing
plants and 0il/gas production operations. SoCal operates six
underground storage fields located in Honor Rancho, Aliso Canyon,
Playa del Rey, Montebello, East Whittier and Goleta. The gas
withdrawal capacity ranges from 1.5 billion cubic feet per day
to 72 million cubic feet per day. The larger gas storage fields
operate to meet peak winter load demand while smaller fields are
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Ltr. to F. Porter
dated 3/9/83
Page two

usué]ly used to meet daily peak load demands. Therefore, operations at
SoCal's larger storage fields are seasonal compared to conventional oil/
gas production fields where production is usually continuous throughout

the year.

SoCal's gas storage fields are depleted oil or dry gas fields, and
any oil production is obtained primarily due to repressurization of the
Tield to store gas. Coincident oil production from these underground gas
storage fields is not significant. The gas to oil ratios in SoCal's opera-
tions range from 90,000 to 766,000 cubic feet per barrel of oil produced.
This is significantly higher than the reported gas to oil ratio of 1,000
cubic feet per barrel of oil produced from conventional oil/gas production
operations. A high gas to oil ratio clearly implies a smaller scale of
0i1 treatment‘operations and consequently results in significantly lower
fugitive emissions. ’

Figure 1 (attached) represents a simplified flow sheet of the gas
withdrawal process in a typical underground gas storage field. In general,
gas injection, withdrawal and dehydration operations are similar at all
SoCal's storage fields with the exception of Playa del Rey where there is
no dehydration. 0i1 treatment (stabilization) and oil/condensate storage
are other operations where additional HC gas is generated and the methods
of processing or handling this gas varies from field to field. At Montebello
and Playa del Rey, this gas is directly delivered into the low pressure
distribution or transmission pipeline system. At Honor Rancho, it is
‘delivered to an oil company gasoTine plant for further processing. At Aliso
Canyon, the gases are compressed and then the liquid fractions (gasoline)
are removed in a Hydrocarbori Recovery Unit (HRU). It is important to note
that the volume of HC gases generated at oil treatment and storage operations
represent only a small fraction of the total natural gas processed.

To study the composition of the aforementioned gas streams, one should
refer to Table 4 (attached). The compositions of non-methane and non-methane
plus non-ethane were obtained from actual field test data. The table also
compares SoCal's data with the average gas analysis reported in the emission
factor table of the API/Rockwell report - "Fugitive Hydrocarbon Emissions
from Petroleum Production Operations®, March 1980. The non-methane and non-
methane plus non-ethane hydrocarbons present in SoCal's wet gas range from
5.26 to 8.47 percent by volume and 1.54 to 2.21 percent by volume respect-
jvely. Conversely, an average composition of similar wet gas reported in
the API study contains 22.93 percent by volume non-methane hydrocarbon and
18.4 percent by volume non-methane plus non-ethane HC. This difference
clearly indicates that fugitive emissions of reactive hydrocarbons from
an underground gas storage operation are significantly lower than a con-
ventional oil/gas production facility. The low concentration of non-methane
or non-methane plus non-ethane hydrocarbons in SoCal's wet gas is not mere
coincidence.
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Ltr. to F. Porter
dtd. 3/9/82
Page three

In a conventional oil/gas production operation the gas withdrawn
is unprocessed and contains significant amounts of higher fraction§.of
the HC species containing ethane, propane, butane and natural gasoline.
However, 1in SoCal's operations the gas injected is commercial natural
gas which only contains small amounts of higher hydrocarbons and conse-
quently very little of the higher hydrocarbon fractions are picked up

when this gas is withdrawn.

Conventional gas processing plant operations on the other hand,
involve removal of methane, ethane, propane and butane from the balance
of the species present in an unprocessed natural gas. The remaining
1iquidAis,piped to refineries or chemical processing plant.

Two types of gas plants are primarily utilized in the field today
-~ absorption and cryogenic plants. The absorption plant is based upon
the physical principle that natural] gasoline is readily absorbed into
Tow molecular weight oils called lean oi] before absorption and fat or
rich oil after absorption. When the temperature of the rich o0il is
raised and the pressure is reduced, the absorbed 1ight hydrocarbons
~are driven out of the oi] selectively. Cryogenic gas plants operate
on the basis that natura] gasolines will liquify when the temperature
'is lowered and the pressure increased. Chilling is usually accomplished
by use of propane refrigeration. The hydrocarbon species are selectively
distilled from the cold natural gasolines. :

None of the processes described above fit SoCal's underground gas
storage operations. Only at Aliso Canyon does SoCal remove higher hydro-
carbon fractions in a HRU. The Hydrocarbon Recovery Unit utilizes a ‘
simple process of compression which causes liquifiable species to condensea
under pressure. Furthermore, at Aliso 'Canyon no attempt is made to separate
t?e 1iquid hydrocarbon fractions as is usually dene in a gas processing
plant.

Thus, because of the significantly fewer processing steps used in
SoCal's facilities, one can only conclude that a valve count and conse-
quently, fugitive emissions from a conventional gas processing plant will
be significantly higher than SoCal's underground gas storage fields.

- CONCLUSIONS AND RECOMMENDATIONS

Fugitive emissions from underground storage fields operations are
predominantly natural gas which contains very Tittle reactive hydrocarbon

Sincerely,

GMG:&VS C_]] ;
Attachments ./5%2 77
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March 10, 1982

Emissions Standards and Engineering Division
Environmental Protection Agency

Research Triangle Park,

North Carolina 27711

Attention: Mr. Fred Porter
Dear Sir:

Michigan Consolidated Gas Company is a natural gas utility currently
servicing in excess of one million residential, industrial and com-
mercial customers. Although Michigan Consolidated does not operate any
gas processing plants, as defined by your department, the operation ot
such plants does have an indirect impact on the cost of natural gas to
our customers. Therefore, Michigan Consolidated believes that the Draft
Guideline Series for the Control of Volatile Organic Compounds Equipment
Leaks from Natural Gas/Gasoline Processing Plants imposes excessive
financial burden without realizing significant air quality gains.

Michigan Consolidated disputes the premise made in the guidelines that
Volatile Organic Compound (VOC) Teaks are not being adequately detected
by industry (Section 3.1.1.). For economic reasons and, more importantly,
safety reasons extensive precautions are taken to detect and repair all
but the most insignificant sources. Although visual, audible, and
olfactory methods are the primary safeguards, it is not uncommon to
supplement these methods with oxygen and hydrogen sulfide monitors.

Since many of the major sources (pumps, compressors, etc.) as identified
in the guidelines are frequently located inside buildings where emissions
are confined, early leak detection becomes even more important. There-
fore, Michigan Consolidated believes that fugitive VOC emissions from
natural gas processing plants are adequately controlled and further
regulation would prove overburdensome.

Michigan Consolidated also disagrees with.the methods used in estimating
current emissions from processing plants. Fugitive sources vary signif-
jcantly depending on a variety of.conditions. These include: system '
pressure, equipment age, climate, past maintenance, gas composition (as
it affects corrosivity) and a multitude of other factors. To assume
that these emissions are simply a_ function of the number of valves,
pumps and flanges at a facility is a gross oversimplification.

Although, the guidlines mention the fact that repairing most fugitive
sources will require venting the gas to the atmosphere, they do not
include this as a source in either their emission estimates or in the
computation of recovery cost credits. Since repairing many insignif-
jcant leaks will require blow down of potentially large portions of the
system, significant emission reduction benefits and recovery cost credits
are questionable.

c-14 ~ )
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Page Two

In conclusion, Michigan Consolidated believes that regulations resulting
from the implementation of these draft gquidelines will be economically
burdensome to our natural gas customers while resulting in insignificant
improvements to air quality. Therefore, we request that the cost/benefit
aspect of these regulations be carefully reconsidered, and that the
deadline for comments be extended allowing industry additional time to
further analyze these complex regulations.

Sincerely,

- J
d
.y
Steven E. Kurmas
Senior Environmental Engineer
SEK/s1




TEXAS OIL & GAS CORPR
STIOSLITY YUNION TOWER
DALLAS, TEXAS 7S20!

JACK W, BOLEY
MANAGER
SAFLTY £ CNVIRONMENTAL AFFAIRS

March 10, 71982

ission 3tandards and Engineering Division MD-3;
Snvircnmental Protection Azency

Research Triangle Park, North Carolina 27711

Attn: Mr. Fred Porter

3

~

Z MO

Dear Mr. Porter:

Texas 0il & Gas Corp. is an independent energy company that operates 18 natural
gZas processing plants and is proceSsing approximately 811 million cubic feet
per day (MMCFD) of natural gas is responding to the referenced document. The
processing is accomplished in various types of plants, such as, turbo-expander
cryogenic, refrigerated lean oil, and propane refrigeration. We believe we

are quite experienced in the processing of natural gas. It is the opinion of
Texas 0il & Gas Corp. that prudent operations eliminate any fugitive emissions- -
associated with the plant processing of natural gas.

The information presented in the document indicate various emission factors
for various segments of a natural gas processing plant. It is apparent that
mich of the information was obtained from a Draft Final report by Radian

Corp; September 1981. Since this report is not available to Texas 0il & Gas
Corp. there is no way to dispute or support the data based on the reference.

In 1979, the Environmental Protection Agency (EPA) published "Guidence for
Lowest Achievable Emission Rate from 18 Major Stationary Sources of Particulates,
Nitrogen Oxides, Sulfur Dioxide, or Volatile Organic Compounds," EPA-450/3-
79-02U. No where in that report were natural gas/gasoline plants mentioned as

a major source. Texas Qil & Gas Corp. believes the regulation of fugitive
emissions from natural gas plants will not provide a significant benefit to

the environment.

Texas 0il & Gas Corp. believes that there are a number of flaws in the document.
The flaws as perceived by Texas 0Oil & Gas Corp. will be discussed section by
section.

C-16




Mr. Fred Porter
March 10, 1982
Pags 2

Section 2.2.4 Pressure Relief Devices v _

' This section discusses the possible emissions from relief valve
seals. No where in this section, or in is document is the
consideration of a closed system discussed. In many instances
pressure relief valves are vented o 2 plant fiare where any
volatile organic compounds (VOC) are combusted and thus no VOC
would be detected around these devices. Frcm operaticnal standpoint
seals or more properly pressure relief valve seats cecnnot be
allowed to leak.

Section 2.2.7 Gas Operated Control Valves
The instrument gas used for Process control -is predeminately
methane and ethane. Neither methane nor ethane are incliuded in
the definition of volatile organic compounds, consequently there
1s no environmental impact. Only trace amounts of any VOC may
be encountered.

Section 2.3 BASELINE FUGITIVE VOC EMISSTONS :
This section makes an assumption that all natural gas plants
Will experience the safie type of VOC emissions. The document
fails to differ between the type of plant, i.e. cryogenic, lean-
oil, or refrigeration, size of plant (for both gas and liquids),
and the gas composition, i.e. the amount of light aydrocarbons,
will have a significant impact on fugitive emissions. Another
factor that was not discussed was the total mix of fluids at
the plant. Various hydrocarbons,.amines, glycols, slop and lube
0ils, and condensates can pe encountered at any or all natural
gas plants. Plants that handle the fractionated hydrearbons
by tank or pipeline will also have significally different '
fugitive emissions.

Section 3.1.1 Individual Component Survey
The monitoring for this study was accomplished
using of a portable hydrocarbon analyzer. The data
obtained using the portable hydrocarbon analyzer was used to
develop the emissions factors, These emission factors are
rates measured in kg/Day. Texas 0il & Gas Corp. questions how
the EPA went from a concentration, the measurement from the
portable hydrocarbon analyzer, to the emission factor without
measuring an actual flow rate. In order to accept the emission
factors as stated, the method for obtaining the emission rates
must be described in more detail.

c-17




Mr. Fred Porter
March 10, 1982
Page 3

Sectiion 3.1.2.2 Ccmpressors
The venting of fugitive emissiocns by enclosing the compressor
seals is not cost effective and is also an operaticnal nazard.
At the present time these emissions are allowed to disipate in
the atmosphere, by enclosing and venting these emissions, the
VOC air mixture would reach explosive limits, thus creating a
serious explosion potential. Texas Oil & Gas Corp. guestions
the ability of a system, as described in this section, ©o
achieve a 15 to 20 psig pressure. 1t seems apparent that 2
sufficient exit rate wouid be reguired to obtain this pressure.
These operations may reach an operational squilibruim where the
vent system will never reach the 15 to 20 psig release pressure
thus trapping the VOC in the vent system.

This section mentions a "combustion device" to nandle these
emissions. At these low pressures, 15 to 20 psig, a flare is
not safe for similar reasons as mentioned above. We zre unaware
of any type of combustion eguipment that would faciiitate the
removal of these VOC from the atmosphere. Texas Oil & Gas
suggests that the EPA throughly reevaluate this type of control
system:.

Secton 3.1.3.3 Allowable Interval Before Repair
The previous Section 3.1.3.2 Inspection Interval indicates a
quarterly inspection-interval. If there were a number of
components in excess of the 10,000 ppmv level, the 15 day repair
internal may not be met. Also, if there are sufficient fugitive
emissions, the only way the 15-day repair internal could be
met is by shutting down the plant. The natural gas industry
does not believe the economic implications of plant shutdowns
have been anticipated by the EPA, Texas 0il & Gas Corp. suggests
that the 15-day repair interval be eliminated in favor of, repairing
leaking components during the next regular maintainence period.

Texas 0il & Gas Corp. strongly believes that the regulation of fugitive VOC
emissions from natural gas/gasoline plants will not have a significant positive
environmental impact. We suggest that the data based to evaluate these fugitive
emissions be expanded to insure a representative cross section of plants, not
six plants in the entire United States, is used to obtain a more accurate
emission profile. The EPA must consider the economic impacts in light of the
current econcmic picture of the United States. The increased regulation of

the already overregulated 0il and Gas industry will not enhace the future
econcmic stature of the country.

Very truly yours,

Wl

Jack W. Boley /6%

Manager,
Safety & Environmental Affairs

JWB/mke




 TEXAL AIR-CONTROL B3OARD
6330 HWY, 230 EAST
, AUSTIN, TEXAS 78723
JOHN L. BLAIR S12/451-5711 WILLIAM N. ALLAN

Chairman VITTORIO K. ARGENTOQ, p. E.
- CHARLES R. JAYNES FRED HARTMAN
Vice Chairman D. JACK KILIAN, M. D.
' OTTO R. KUNZE, Ph. D., P. E.
FRANK H. LEWIS
WILLIAM 0. PARISH

BILL STEWART, P, E.
Executive Director

March 10, 1982

Mr. Fred Porter
Environmental Protection Agency
Emission Standards and Engineering
Division (MD-13) :
Research Triangle Park, North Carolina 27711

Dear Mr. Porter:

We offer the following comments on the January 25, 1982
Federal Register notice concerning a draft control techniques
guldeline (CTG) for control of volatile organic compound
emissions from equipment leaks from natural gas/gasoline
processing plants.

From this notice, it is our understanding that the Environmentzl
Protection Agency now plans to use CTG documents to provide
technical and cost comparative data to state and local airp
pollution control agencies to assist in analysis of reasonably
available control technology (RACT) for various industrial
processes. We understand that the CTG's are not to be
regulatory and will not impose any new requirements.

We fully endorse the need for the znvironmental Protection
Agency to prepare and distribute to state and local govern-
ments technical information concerning the cost and avail-
ability of control technology. Such activity effectively
supports state and local regulatory efforts without restric<-
ing the opportunity for state and local governments to taylor
regulations to meet specific local conditions. We encourage
continued publication of CTG's so long as they zare informa-
tional and not regulatory. -

»




Mr. Fred Porter -2~ March 10, 1982

Thank you for the opportunity to comment. If you desire
additional information, please call.

Sincerely,
N <§_xﬁ,

Roger R. Wallis, Deputy Director
Standards and Regulations Program

cc: Mr. Dick Whittington, P.E., Regional Administrator,
U.S. Environmental Protection Agency, Dallas
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American Petroleum Institute
2101 L Street Northwest
Washington, D.C. 20037
202-457-7330 ) |

C. T. Sawyer
Vice President

March 11, 1982

Mr. D. R. Goodwin

Emission Standards and Engineering
Division _

Environmental Protection Agency (MD 13)

Research Triangle Park, NC '27711

Dear Mr. Goodwain:

The American Petroleum Institute (API) herewith submits comment
on the Control Technigues Guideline; Control of Volatile Organic
Compound Equipment Leaks From Natural Gas/Gasoline Processing
Plants listed at 47FR 3403 (January 25, 1982).

API maintains that this Control Technique Guideline (CTG) 1is
unwarranted since EPA has not shown the-need for such guidelines.
Furthermore, EPA has failed to demonstrate the effectiveness of
the control measures propeosed, and has misrepresented the costs
and cost effectiveness. Nevertheless, in response to the January
29, 1982, letter of Mr. J. R. Farmer, API offers the attached
comments. ‘ :

Our response is based on extensive first hand experience with gas
plants and comprehensive experience with fugitive hydrocarbon
emissions. API sponsored the most significant fugitive emissions
study on production equipment (Eaton, et al, 1980) which has been
performed. The study included two gas plants where a large
number of components were tested. All of the gas ‘plant data were
provided EPA for use in formulating this CTG. ' ‘

In addition to sponsoring the fugitive emissions study, API

has met several times with EPA, as the CTG was being developed,

to offer techrnical advice and the bpenefit of operating experience.
Further, API presented a statement pefore the National Air
‘Pollution Control Techniques Advisory Committee (NAPCTAC) when a
preliminary draft of the CTG was reviewed (Woodruff, 1981) .
Extensive written comments wers filed by API following the
NAPCTAC meeting (Sawyer, 1981). ' .

In some instances, EPA has accepted the API technical advice
and responded to our other comments. Nevertheless, a number of
serious concerns remain. Primarily, these concerns have to do
with leak measurement method, transferability of information

€-21
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Page Two

from tne petroleum refining and cnemical industries, satfesty and
economic analysis in support of tnis guideline. Our concerns are
detailed in the attached comments.

If tnere are guestions on these comments,‘contact Ar. E. P.
Crockett, 202/457-7084.

Sincerely,
Qﬂlm“\..,\

C. T. Sawver

Attachments

C-22
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'AMERICAN PETROLEUM INSTITUTE

Comments on Draft

Control of Volatlle Organic Compound Egquipment Leaks
from Natural Gas/Gasoline Processing Plants

(47FR 3403, January 25, 1982)

Chapter 2 -- Sources of VOC Emissions-

1. General -- The prooess streams to which this CTG applies
should be clearly stated. Therrequlrements of‘the CTgxshopldv
pertain to plant components in contact with fluids containing 10%
Or more volatile organic compounds (VOC) by welight since leaks
from_fluids‘containing less than 10%}VOC'represent deﬁinimus
losses. ,EXCluded,'therefore,.zrom Ehe provisions of this guide-
‘line would be (1) compressors handllng only methane-ethane and
(2) ‘other equipment in hydrocarbon service where the VOC content
is low.

Additionally, components installed on linesvooeraring at
‘negatlve dauge pressure should be exempted from. this. CTG, since
leakage from the component is 1mooss1ble. Otnerw*setvalaable
time and resources will be expended monltor ng components having

No actual potential to leak to the atmosphere

T
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Chapter 3 ~- Emission Cont chn

[

Y from zhe CTG
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2. General -- Chapter 3 is lifted a 2
for fugitive VOC emissions from chemical manufacturing {EPA 1981}

ro

0
(]
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sSes.

which is based"on studies of chemical plant and refinery

e

There is no technical basis for %he transfera bility of chemic
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plant or refinery VOC emissions data to natural gas/gasoline
Processing plants because (1) the processes are different, (2)
no description is provided of the statistical analysis of the
Emission Source Test Data (CTG Appendix A) %o demonsctrate leaks
were from gas-liguids handling components, (3) no derivation 1is
provided of confidence limits to establish the correctness of the
predictions‘and, (4) no compatison is §upplied of gas plant data
with the other study data. Following are some of the critical
issues which must be addresssed by the Agency in the CTG to
demonstrate Eheir recommendations have technical merit:

(1) What is the repeatability of the instrument reading?

(2) What is the accuracy of the instruement reading? '

(3) what is the source of the estimate that after repair, 10

percent of the original number of sOurces!deVelQp leaks

each quarter?

(4) What is the basis for the recommendation to isclate and
purge a pump before repair? Is this feasible?

(5) Why is quarterly monitoring required for all valves,
pumps and relief valves when existing data (Eaton, et
al. 1980] dispute this monitoring frequency?

(6) Why is a 15 day (98%) repair interval recommended as
opposed to a 5 day (99%) or a 30 day (96%)7?

(7) what is the basis for the assumption that leak repalr
reduce emissions to 1000 ppm?

The above API concerns are not addressed by EPA in the CTG.
Specifically, EPA is silent on the accuracy and repeatability
of the instrument readings. Recent field testing shows the
average error made by 15 people screening 28 leaks using a

.hydrocarbon detection instrument was 65,000 ppm. This represents =~

C-24




6.5 times the "action level™ which triggers repair of a component
and clearly d;ﬁonstrates the poor repeatability of the instrument
(see comment 4 below). ’

Additionally, the Agency has not suprrted!tbe assumption-
"10 percent" of the original components will develop leaks
quarterly. Eaton, et al. (1980) indicated a much lower ratg:of
leak recurrence for components in production service. _Further,
the assumption repaired ccmponents‘emissions will be 1000 ppm ié
wholely unsupported by any documentation offered‘by‘EPA, ‘There-

fore, API. concludes these parameters were selected arbitrarily.

3. Page 3-1, first paragraph —-- It is stated that the CTG is

based, in part, on the ﬁransfer 6f teéhnology froﬁ othéf indﬁs-
tries because of similarity in types of équipmehﬁ'uSed by these
industries. work practice/performapce type conﬁfol téchniques
may be applicable to gas plants from related indu;;?ies._hgowever,
it is erroneoué to imply other aspeéts such as specific sources,
emission rates, monitoring_techniqués and maihtehance schedules
are directly transferable to gas plants from other iﬂdustries
since known differences exist in operating temperature,voperating
pressures, vibrational problems andvproduét compositions. Radian
(1980) and Eaton et éi. (1980) docuﬁent fugitive emission rates
are independent of pressure and‘temperature within chemical
Plants, refineries and productioﬁ facilities. Héwever, there 1is
no documentation to show differences do not exist between
facilities within these relaﬁed industries as ﬁhe result of

differences in temperatures and pressure. For example, most

- C-25




modern gas plants are cryogenic plants. On the other nand,
refineries and chemical plants operated at elevatsd temperatures.

The feed to a refinery is different than the feed to a gas
plant. In fact the gas plant product is gas liquids (natural
gasoline) which is one of the inlet streams to a refinery. The
inlet to the gas plant is natural gas and its entrained (vapo-l
rized) liquids. Further, the vaporized hydrocarbon ligquids in a
refinery process are different than in a gas plant since the
mixture is more complex. The mix is more complex because of the
presence of heavier hydrocarbons with greater VOC emissions
regulting from the higher temperature and pressures inherent with

a refinery. EPA has not addressed these differences in the CTG.

Thus, without supporting data, technology transfer is question-

able at best.

4, Page 3-2, second'full paragraph -- The CTG states without

support the portable hydrocarbon detection instrument is the best

survey method. The soap score method is dlscussed in the CTG in
a negative and superficial manner. There is no discussion in the
CTG of the limitations of the VOC analyzer. Some of the limita-
tions of the detection instrument which must be dealt with
are:

0 Extreme delicacy of the instrument;

0 Sensitivity to correct calibration;

o Weight and inconvenience of the instrument;

© Poor repeatability;

o Lack of demonstrated accuracy
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lo Time delay in achiev1ng a reading,vand

o Difficulty in teceiv1ng timely repa1rs;

The hydrocarbon detector is cumbersome and difficult to
handle at gas plants. Many gas olant components are at elevated
locations not acce551ble from platiorms. '-or =Xamble, relief
valves are located on top of fractionating columns.‘ The need'to
access these gas plant valves is infrequent. "~ Thus, platforme ate

not installed on the columns. Also, the columns ars small in

O
AN
o

diameter, i.el, two to four feet at the top. Thus, space £
platform, Piping and valves-is limited. Monitoting of elevated.
components with a nydrocarbon detector at a gas plant reouires
the 1nspector to climb the column with the detector over his ot
her shoulder. At the top Of the column the detector must be
brought to the front of the operator, tne probe moved about the
surface of the ootentially leaking component, and readings taxen
while standing on a ladder 50 - 80 feet above the ground. Tbie
acrobatic challenge ie not impossible to perform; but-it is dif-
ficult; dangerous and time’ consuming. The documented diFficultv
that a woman operator experienced in handling tbe instrument in a
training program{ along with her lack‘of confidence‘in the

me thod, is related in Attachment A."During the training program,
15 participants measured 28 leaks (four times each). To assess
Variation in readings, calculations Qere made for (1

maximum OVA reading, and (2) the absdlucte difference hetween

minimum ova reading

the maximum and minimim readings. The rasults averaged overall

(1]

the leaks are 240 for the ratio and 65000 zom as hexane Zor :the
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difference. The OVA's were all calibrated immediately prior to
the field work. This demonstrates the lack of
repeatability of the instrument. It also brings into serious’
guestion the achracy of instrument readings.

API has consistently advocated use of the soap séore method
as an effective, simple, econcmic séreening method as demon-

strated by Eaton, et al. (1980.) The only place where soap

scoring is not applicable is on rotating and recip:ocating
equipment. Rotating equipment refers to liguid pumps in gas
plants. Eaton, et al. (1980) shows liguid leaks are small. EPA
data does not demonstrate this_fact since their study d;d nOt
differentiate between liquid and gaseous leaks. Additionally,
EPA indicates leaks from reciprocating compressors need not be
monitored, since most modern compressors are provided with ciosed
distance pieces which will be vented. »Thus, the alleged advan-
tages of the instrument monitoring technique are not utilized in
practice. We urge EPA to adopt the scap score method as thé
principal leak detection technigue since the instrument téchﬁique

is known to be non-repeatable.

5. Page 3-3, 3.1.2.1, last sentence -- Isolating the pump and

flushing it of VOC prior to pumps repacking or seal replacement
is vague and difficult to understand. Additionally, the flushing
fluid must be disposed. It cannot be returned to the process

stream. Thus, flushing does not appear practical, and the

sentence should be deleted.
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6. © Page 3-3, 3.1.2.,2 =-- collection and combustion of emissions

from the compressor seal area 1is impractical, unsafe, andvnot
cost etfective.. Reducing the‘compressor seal concentration level
‘below 10,000 ppm by repair is veryjdifficult and«often‘impracti~
cal based onfexperience durlng the‘API maintenance studyt
Although compressor seal areas are frequentl& enclosed and'vented
outside of the compressor building (82 2. 2) these vents are
unrestrlcted in most Natural Gas/Gasollne Plants unless hydrocen
sulfide is present. L

| In some cases it ls also dangerous, if not impossible, to
enclose the distance piece to:pold gas pressure from a leakingA
packing. For example, one compressors model will not holo over 5
Psi pressure without blow1ng the metal cover off the dlstance
Piece according to the manufacturer. The potentlal also ex;sts,
in some cases, for pressurized hydrocarbons_to'passuthrough‘the
engine crank case seal and enter the crank case tnus creating an
explosion hazard.

The factrthat 80% of the gas content is non—reactive me thane-
ethane makes these systems different‘fron the typical refinery
compressor systems used as the reference.case. In gas olants
this emission source represents only 2.6% of the VOC em1551ons
(Table 4-2) and the cost of control; in a safe manner, is
unreasonably high. Additional block valves, a pressure control
valve, and a pressure relief valve between the compressor and
the first block valve are all required for a safe connection of

this vent line to a flare line. The assumed materials and labor
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in Table 5-1 are deficient and both are about one-nalf of ;he
real cost when allowances are made for pressure relief valves,
pressure control valves, unions and the actual installation
labor. The result is a capital cost of about $11,000 in a Mo&el
"C" plant to collect 7.3 megagrams of VOC annually. This amounts
to 19,5% of the RACT capital cost to eliminate only 2.53% of che
VOC emissions from gas/gasoline plants. The Véc emission'elimi-
nation cost of $1,507 per megagram 1is ﬁnreasonably nigh and this
control technique should not be considered RACT. Compressors
should be exempt from codtrol, or the action level raised to a

reasonably attainable level.

A}

7. Page 3-8, 3.1.3.3 -- The CTG specifies 15 days for required

repair without explanation. This could represent as few as

nine scheduled work dayé at plants where repair crews may only

be available two or three days per week. The repair of all leaks
detected within fifteen days may be impossible. A 30 day repair
period would be more‘approériate. .

8. Page 3-16 =-- There is' a numbering error on pages 3-16 and
3-17. Paragraphs 3.2.1, 3.2.2, and 3.2.3 sﬁould be 3.3.1, 3.3.2
and 3.3.3. Our comments are based on the numbers shown in the

CTG.

Chapter 4 -- Environmental Analysis of RACT

9. Page 4-1, second paragraph -—- The soap score method should

be adopted as the principal leak detection method as discussed in

comment 4 above. C-30




0. Page 4-2, 4.0, last paragraph -- This paragraph is misleading

in casting doubt on the viability of soap scofe monitoring.
Further, it is not likely an acceptable correlation between soap
Scores and instrument readings will be established’sinceAthe
instrumen; feadings are nbt repeatable._ Accordingly, this

paragraph should be deleted from the CTG. -

11. Page 4-9, Table 4-6 =-- This table is in error. Recovered

0. bbbl crude

wm

enefgy for open-ended lines should be corrected to 2

Petroleum/yr equivalent.

[+%

i T

Chapter 5 -- Control Cost Analysis of RACT

12, Page 5-1, 5.1 -= The economic analysis has equated "front-
end costs" with "capital cos&sﬁ“ Cépita; cost has an extremeiy
limiting economic definition which does not allow the inclusion
of operating cost. Only the VOC analyzer and the Piping of the
compressor seal emiésion should be defined as capital costs. The
remaining costs incurred are classified as expenses. Expense and

capital costs cannot be combined without using an amortization

schedule for the life of the capital purchases.

- -

13. Page 5-1, 3.1.1 == The estimated cost for capping open flow

lines is based on the price of a one-inch sScraw-on tyve globe
valve. EPA assumed that any larger line size can bg reduced o
one inch. WNormally, gas lines are specific sizes for a rzason
(e.g., the hose size to be attached)’, and zhersfore can act be
réduced arbitrarily. According to CTG Aprendix A ‘Tabls A-2}

721 open-ended lines were “e§fed. Those daza cculd e used -




Sevelop a distribution of line sizes and choose an appropriate
average valve cost rather than make guestionable assumptions.

In the economic analysis, the double valving of an open-
anded line has been assumed to be a capital cost. Installed
équipment costs of less than $250 are rarsly considered to pe a
capital cost. In fact, both the valves and labor to install the
double valve; are expense costs., In addition, the estimated cost
of adding the valves to open-ended lines was underestimated due

“

to the omission of miscellaneous costs, 2.9., record keeping,

vehicle use, source identification and tagging.

14. Page 5-4, 5.1,4 -- There is a discrepancy between 43 hours

for a pump seal repair and Table 5-2 which shows 11 hours for

repair for the same seal.

15, Page 5-4, 5.1.4 -- The statement:

"Because initial leak repair is a one-time cost, it is
treated as a capital cost.”

is not correct because a one time expenditure is not a correct
criteria to define a capital cost. The initial leak repair is a
one time operating cost and must be included in the initial cost
of emissions reduction, not distributed over a reasonable time
veriocd as proposed. For example, reducing the financial the
first year's repair cost is distributed over ten years forcing a
reduced impact. The emissions reduction realized during the
first year will not, however, be save& each yvear as assumed.

Bach vear's cost must be compared against each year's corre-

sponding benefits to determine the cost effectiveness of RACT.
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16, Page 5-4, 5.1.5 -- RACT for the process controls ‘and actua-
Ctors has been defined as conversion to compressed air. With no
estimate of VOC emissions saved and no economic analysis, there
is no support for this RACT. The éxpectation that most gas

Plants already use compressed air'does not constitute Jjustifi- .

cation for RACT.

17. Page 5-6,‘5.2.1 -= The cost anélysis for the labor associ-
ated with leék détecﬁion severely dﬁderesﬁimates the actual cbst.
Whether it requires one minute for,VOC sampling of a valve or 5
minutes is a function of such factdrs as the plant configuration,
the monitoring method, the pef%onngl, the weather, and the
location of the compoﬁent. While there is no current evaluation
of this activity for gas plants, the reference cited (letter from
J. M. Johnson, Exxon, 1977) is not appropriate;for gaé plants and
out of date. The information contained in thét letter was
determined for refineries for an enti:ely différent purpose. -

An API member company has obtained recent ana,fealistic cost
information from independent firms performing VOC monltorlng
‘These firms have identified the cost per source tested. Although
contracting the monitoring to a third party may be slighﬁly
higher (assume 15 percent profit) than performing the monitoring
program internally, these costs‘include all of the‘asSociated
hidden costs and overhead. Typical bids from éontractors who
reqularly perform this service vary from $1.80/source/sampling
for an unsophisticated system with RO0,000 to 200,000 fugitive

sources to $S. 60/source/sampling for a computerized data system,
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with the majority in the $2 to $4 range. A S4/source/sampling 1is
a reasonable contractor cost, assuming 15 percent is profit.
Deducting contractor profit, it is possible for an operator to
monitor his own VOC sources for approximately $3.50/source (1981
dollars). This estimate does not include leak repair; resampl ing
after the repair; or iﬁitial design, acguisition or implementa-
tion of the monitoring network. The developmentrand implementa-
tion of a new monitoring program wili be about equal to the

first year sampling cost for smaller gas plants (such as Model
Plant A) and éO percent of the first vear's cost for larger gas
plants - plus the cost of the _instrumentation.

In brief, the estimated cost of.solely maintaining a moni-
toring program is 5 to 6 times the estimate cited in the CTG,
assuming $3.50/source/sample and referring to Table 5-4. Eirst
the approximations for man time are extremely low. In addition,
front—end set-up costs; depreciation on the equipment; and
maintenance on the VQC anélyzer must be included. Furthermore,
the cost analysis must include the cost of the otherwise unneces-
sary platforms for each inaccessible source.  If other options
are implemented, such as mobile platforms, then the time and cost
required to sample each valve must be included in the economic

analysis.

18. Page 5-6, 5.2.2 =-— The estimate for leak repalr costs

consider only the labor of actually repairing the valve or pump.

Omitted is a number of associated hidden costs such as record

Xeeping, use of a vehicle, provisions for inaccessibility, cost
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of repair parts, loss of production, ahdnbvértime factor. If the
gas plant is keeplng sufficient records to take advantage ot the
statistical relief of Section 3.3, the costs are further increased.
'AlthOugh‘éctual éost of repair isvfacility'depehdeht; a realistic
estimate of maintenahce'ébsts are SiZO/rnoalreo valve and 51000/
‘repaired pump. Relief valves are 1ncludeo in tne number of
=Vaives;. Even if'thg'Qalvé oniy reqﬁifes reééatﬁhg) éuaiifiéd
maintenance personnel must'perfbrm the fuﬁctién:éné‘thé'c001ce cf

personnel is not optional, especially undér union contrncts.'
Ty

19. Page 5-10, 5.2. 6 -- Using 1981 dollars for recovery credits,

reallstlc estlmates are nearly twice what is quoted in the CTG in
value per gallon and one and a half times that per MCF. The |
error in these gpproximations is partly due t9 the assumption
that all the VOC is propane. The recovefgg Vd& is 6 1lbs/gal
rather than ¢ lbs/gal if the correctfproduct density for propane
is used. Therefore, the value of the recovery creditslgef Mg is

$146 not $210.

20. Page 5=10, 5.3 == In section 5.3 the "cost" of RACT has Seen

eéstimated. The conclusion, based on érroneous assumptions

discussed above, is (with the exception of the smalles= plants)
the petroleum industry has lost significant revenue due *o the

lack of controlling the VOC emissions. In real ity the costs o

rt

implementing and maintaining the-recommended control of vVOC
emissions from a das plant are greatar than estimacsd andé a
net long-term. loss will result from the use cf zhis RACT sased on

the above cost information. C-35




Apvendix B -- Model Plants

21, Page B-1, B.1 == The three model plants were developed from
questionable data. Aall four sh§uld be included in the analysis
or the reason for including only two of four EPA testad plants in
the vessel and component inventories should te explained. Final
selection by API of &two plants was based 6n maximizing the number
of components at sites for emission measurements. The resﬁlting
API component inventories at the tested plants ars uanusually
large and thus of questionable value in developing model plant

configurations.
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(REV. 3-78)

Shell Qil Company

Interotfice Memorandum

FEBRUARY 5, 1982

FROM: SENIOR ENVIRONMENTAL ANALYST
PACIFIC DIVISION, VENTURA

TO: SENTOR 'STAFF ENVIRONMENTAL SPECIALIST
WESTERN E&P OPERATIONS

on January 25, 1982, I attended a Rockwell International
school to learn how to operata an OVA. I woulld Like <o sass
on my impressions of the instrument.

First, you cannot get the same measurement =yice. My
inspection partner and I seldom agreed on a reading, aven
though our measurements were taken seconds apart. In fact,

after comparing our readings, we would each take a second
measurement, thereby ending up with four diZferent answers.
I would add that the weather conditions were calm. Wind
would have only aggravated the situation.

Second, the OVA weighs about 15 pounds. My shoulders and
neck area began to throb after 30 minutes or so. Further,
the bulk and weight of the instrument caused some safety
problems when I had to stand near the edge of a platform,
tending to pull me backward and making it difficult tec turn
around.

Third, it is necessary to check the entire circumferasnce of
a component and record the highest reading. In many cases
it was impossible to do so due to the size of the orobe and
the equipment spacing. This situation requires two people
—- one to hold the meter and the other to read it. In such
tight quarters, the two people -are apt to get in each
other's way and are forced into some interesting gymnastics.
Also, the OVA itself tends to free swing into the equipment
while the inspector tries to maneuver the probe, risking
damage to this very sensitive instrument and anvtning
nearby. In view of these problems, we would not expect
anyone to take measursments from positions that would be
hazardous such as ladders.
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In short, I found that the OVA i3 awkward +to use and
completly unreliable. On a positive nots, some models are

explosion~-proof.

C\ \
Sranea W alvasy
S.S. Walker

'SSW: jk S L
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MICHIGAN WISCONSIN PIPE LINE COMPANY
VEWSES °F "~E AMEA.CAN VAT_RAL RESOURCES SYSTEM
Sz NITOWRRS AVENCE CSETSC.T MICHIGAN 48226

March 11, 1982

Emission Standards and Engineering Division (MD-13)
Environmental Protection Agency
Research Triangle Park, North Carolina 27711

Attention: Mr. Jack R. Farmer

Re: Control Techniques Guideline Document Equipment
Leaks from Natural Gas/Gasoline Processing Plants

Dear Mr. Farmer:

The following comments, on the referenced document, are being sub-
mitted by Michigan Wisconsin Pipe Line Company (Michigan Wisconsin) which
owns and operates an extensive interstate natural gas transmission and
underground storage system. Michigan Wisconsin transports gas from pro-
ducing fields in the Oklahoma-Texas Panhandle area, Louisiana and offshore
in the Gulf of Mexico and through-connecting pipelines from Canada to
52 distributing utilities in nine states. Michigan Wisconsin and its
‘subsidiary ANR Production Company -are also engaged in exploration for
gas and oil in the major gas prone areas of the South, Southwest, Rocky
Mountains, Michigan, Offshore in the Gulf of Mexico and in Western Canada.

We have carefully reviewed the above referenced report, which is
clearly well researched and we are in agreement with many of the proposed
control techniques. However, there are certain requirements which con-
cern us and we have concentrated our comments on these requirements.

Emission factors presented in this document are based on natural
gas liquid processing plants, gasoline plants and natural gas liquid
fractionation plants. For natural gas gathering plants and natural gas
dehydrating plants, emission factors for non-=methane/nonethane hydrocarbons
(VOC's) will be much smaller because the ratio of methane and ethane to
total hydrocarbons is much larger for these facilities. The costs of
implementing Reasonably Available Control Technology (RACT) for controlling
fugitive emissions of Volatile Organic Compounds (VOC) cannot be justified,
for such facilities because the quantity of non-methane/non-ethane hydro-
carbons is very small for natural gas gathering plants.

There are leak prevention and control procedures in place at most
natural gas plants in compliance with minimum federal safety standards.
The proposed technology in this document will be repetition in most in-
stances and increase regulatory burden. .

N
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Costs projected for converting from natural gas to compressed air
actuated control valves should also include costs for the air compressor.
Compressed air is generally not available at most small natural gas com-
pressor stations, natural gas gathering and dehydration plants.. The cost
cannot be justified for remote locations, which are not sources: of large
quantities.of VOC's. ~ ' | ) | -

Cost of a portable VOC analyzer is reported to be $4,600 by the
‘report. ''The annual cost of materials and::labor for maintenance and
" calibration of monitoring instruments is estimated to be $3,000." --The
. combined-cost of $7,600 per year is very large compared to curréntly
practiced technology of leak detection, which employs visual, olfactory
or audible means for the purpose. :

Based on our past experience in controlling leaks and successful
operation of natural gas processing/compression facilitig;, a Table com=~
paring our current: practice and proposed techniques is attached for com-
parison. 'The table will show that in most instances, proposed control

~techniques are already in practice, at our facilities. : - ° . .

Michigan Wisconsin would like to thank you for providing this oppor-
tunity to comment on this document. We believe that the present techniques
employed by natural gas liquid removal, dehydration, and compression faci-
lities are adequate and the majority of the emission factors developed in
-this document should not be used to judge performance of ‘these. . facilities.

-~ Sincerely youré,
Viteie v Meleg

Jitendra V. Mehta,
Environmental Engineer

Attachment
cc: Messrs. J. P. Cencer
V. D. Lajiness
R. J. Lecznar
P. B. Thompson
Mrs. M. L. Webster

File
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Chevron

Chevron U S A. Inc.
‘ 555 Market Street, San Francisco, California e Phone (415) 8384-3041

Mait Adaress: 2.0. 3ox 3089, San Francisco, CA 24119

R. W. Kreutzen
Zaneral Manager
Environmental Affairs

Mlarch 12, 1982

Draft CTG for Natural Gas/Gasoline
Processing Plants

Mr. Jack R. Farmer, Chief

Chemicals and Petroleum Branch :

Emission Standards and Engineering Division (MD-13)

Office of Air Quality Planning and ‘
Standards

U.S. Environmental Protection Agency

Research Triangle Park, North Carolina 27711

Dear Mr. Farm;er:

Chevron is happy to comment on the draft CTG for natural gas/gasoline processing plants.
We note considerable similarity between this document and the draft NSPS for VOC emis-
sions, upon which we commented last November 16. There are enough differences
between the two drafts, however, to warrant our offering a new set of comments.

Section 2.2.7 Gas-Operated Control Valves .
No actual emission factors are given for these valves, nor any indication of how many use
compressed air vs. "field gas." If the "field gas" is natural gas, very little nonmethane/-
nonethane hydrocarbon will be present. '

Table 2-2 Baseline Emission from Model Plants

The baseline emissions are based upon the emission factors in Table 2-1. Although the
95% confidence interval for these factors is extremely large (generally a factor of five or
more), there are no error estimates for the total baseline emissions. What are the confi-
dence figures on these numbers? ‘

Section 2.3 Baseline Fugitive VOC Emissions

Estimating components by ratioing to major equipment has merit. However, raticing
components to all vessels pooled together (columns, heat exchangers, and drums/tanks) is
an oversimplification, as demonstrated by Table B-3. Comparing the average ratio of -
flanges and connections to vessels (97.4) and the standard deviation of the ratio (59.7)
shows the correlation is sometimes poor. This is also confirmed by the disparate ratios
reported -- about 50 for the EPA-tested plants and about 150 for the industry-tested

plants. ©C-43




Wr. Jack R. Farmer, Chief
Page 2
March 12, 1982

Section 3.1.1 Individual Component Survey

This section fails to mention the considerable problems associated with maintaining and
operating a portable hydrocarbon analyzer. They are temperamental precision instruments
sensitive to heat, humidity, and the type of gas being sampled. Reliable use requires
thorough personnel training and careful maintenance and calibration procedures. For
example, the inspection and maintenance program in Chevron's El Segundo refinery requires
one full-time person to maintain and service the detectors. Even if the same type of
instruments are calibrated and used side by side, reproducible results can be elusive. This
has been Chevron's experience at our Ventura County, California production facilities.

The point is that portable hydrocarbon analyzers are very tricky, and their required use.
could be a considerable burden on smaller operators. ‘

Monitoring requirements for unsafe and difficult to reach components should receive spe-
cial consideration. At the least, this CTG should include the attached statement taken
from the draft CTG on "Control of Volatile Organic Compound Fugitive Emissions from
Synﬂ')\etic Organic Chemical, Polymer, and Resin Manufacturing Equipment" (August,
1981). ’

Section.3.1.2.1 Pumps

It is stated that a pump should be isolated from the process and flushed of VOC.as much
as possible prior to repacking or seal replacement. The reason for doing this would be to
assure that the temporary VOC emissions from repair do not exceed the emissions from
the original leak. We believe that in practice this would be nearly impossible to do. EPA
should consider the prospect that the emissions resulting from the repair of a pump leak
could offset any long-term benefits, depending on the extent of the original leak.

Section 3.1.2.2 Compressors

We must take strong exception to the control strategy discussed here for reciprocating
compressors. There are serious physical and safety considerations associated with enclosing
compressor seals in the manner suggested. Rather than detail these issues here, let me
refer you to K. C. Hustvedt of your RTP facility, who is very familiar with the issues

raised by industry when a similar strategy was proposed for refineries.

Table 2-2 assigns compressors only 3% of the total gas plant emissions. In view of the
serious problems associated with controlling these emissions, we strongly urge that this
strategy be dropped.

Section 3.1.3.2 Inspection Interval

The draft CTG apparently considers only quarterly inspection intervals. EPA should seri-
ously consider annual inspections, since quarterly inspections are practical only for a rela-
tively small number of major components (like compressors). Even in Los Angeles, which
generally has the toughest hydrocarbon control regulations in the nation, inspection with a
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Mr. Jack R. Farmer, Chief
Page 3
March 12, 1982

¢ : . . L
detector is required annually for pumps, valves, and flanges, and quarterly for compressors.
More frequent inspections are not judged cost effective.’ S : .

Section 3.1.3.3 Allowable Interval Before Repair

The report suggests that 15 days is reasonable to allow a plant operator enough time to
obtain repair parts. While often true for readily available parts, this time is much too
short for difficult-to-get parts. Allowing sixty days in such special cases is more reason--
able. .

Section 3.3 Other Control Strategies

It is suggested that if less than 2% of the valves are found to be leaking, then the operator
may skip inspections. We feel this a good concept, but it should be extended. The CTG
still requires that inspections be carried out on a yearly basis. We believe that if data
indicate a longer time interval would maintain a leak rate of less than 2%, then this inspec-
tion interval should be used. In addition, we can see no reason not to apply this concept to
other fittings as well as valves. :

The subsections in section 3.3 are misnumbered.

Chapter 4.0 Environmental A;nalysis of RACT

This chapter could be improved considerably by looking at other inspection intervals. We
thought the corresponding information in the NSPS was much more comprehensive and -
generally pretty accurate (with certain exceptions noted in our earlier letter). We would
_encourage you to add some of this information to the CTG. ‘ o

It is interesting to compare the values given in Tables 4-2 and 4-3 with Chevron's Los
Angeles area refinery experience. The inspection and maintenance program for valves at
our El Segundo refinery (10,000 ppm c¢utoff, annual inspection) yields a reduction
efficiency of about 65%, not too far from the entry in Table 4-3 for quarterly inspections.

On the other hand, our &M program for compressors (quarterly inspections) yields about a
35% reduction. The [00% reduction noted in Table 4-2 is not realistic (see our comment
on section 3.1.2.2). A .

Chapter 5.0 Control Cost Analysis of RACT

We have some concerns about the costs that were used In estimating the cost effectiveness
of the CTG.

a. We currently would estimate the cost of labor to be $23.00 per hour rather than $138.00
per hour (28% higher). '
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b. We do not believe a venting system could be installed on compressor seals for $700.00
(page 5.10). National Air Oil Company estimates the cost of their smallest flare to
be $8,000. This would not include the cost of piping to each seal.

Cost effectiveness numbeérs are given for a RACT program involving quarterly inspections.
While these numbers are somewhat open to questions, for the reasons given earlier, the
lack of incremental cost effectiveness calculations is a serious omission. What is the
incremental cost effectiveness for annual or monthly inspections versus quarterly, for
example? :

-~

* K ¥ X ¥ *

We hope these comments are helpful. For your information, we are attaching a copy of a
technical paper given last November, which describes Chevron's experience with 1&M
programs at our El Segundo, California refinery. If you wish to discuss our comments
further, please contact Michael Foster of my staff at (415) 894-6107.

Very truly yours,

A AT BT

MSF:rdg
Attachments o o
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ATTACHMENT

The following statement is from the Draft CTG:. "Control of Volatile Organic
Compound Fugitive Emissions from Synthetic Organic Chemical, Polymer, and
Resin Manufacturing Equipment"4August, 1981, page 3-20).

Unsafe and Difficult to Reach Components

Some components might be considered unsafe to monitor because process condi-
tions include extreme temperatures or pressures. A State agency may wish to
require less frequent monitoring intervals for these components because of the
potential danger which may be presented to monitoring personnel. For example,
some pumps might be monitored at times when process conditions are such that
the pumps are not operating under extreme temperatures or pressures.

Some valves may be difficult t6 reach because access to the valve bonnet is
restricted or the valves are located in elevated areas. These valves might be
reached by the use of a ladder or scaffolding. Valves which could be reached by
the use of a ladder or which would not require monitoring personnel to be
elevated higher than two meters might be monitored quarterly. However, valves
- which require the use of scaffolding or which require the elevation of monitoring
personnel higher than two meters above permanent support surfaces might be
monitored annually, for example. ‘
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ABSTRACT

This paper‘discuSses the effect of two inspection and maintenance
(I & M) programs for reducing fugitive hydrocarbon emissicns at :
Chevron's refinery in El Segundo, California. Two I & M roguiations,

one covering valves and flanges and the other covering pumps ‘and com- . -

pressors, have been imposed on this refinery by the South Coast Air .
Quality Management District. First-hand experience 1in meeting these
regulations is presented along with estimates of hydrocapbon emission
reductions and estimates of the cost effectiveness of the regula- _
tions. The paper also explains how to estimate fugitive nydrocavbon

emissions for new facilities whicb is necessary to obcain‘bons ruc-'ﬂ,
tion permits. '
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SUMMARY

Ozone levels in the South Coast Air Basin, which inciude parts of
counties in the Los Angeles Area, currently exceed the national
ambient air quality standard for ozone. This has resulted in the
South Coast Alr Quality Management District (SCAGMD) establiishing
several regulations to reduce emissions of hydrocarbon, an ozone pre-
cursor. Consequently, Chevron's El Segundo Refinery has hacé several
years of experience with two SCAQMD regulations requiring inspection.
and maintenance (I & M) programs--one fcor valves and flangess and
another for pumps and compressors. Based on this experience ar
use of the emission factors from a recent Radian rsport,* resul
indicate that the valve I & M program currently achieves a net
economic return. The effect of the flange I & M program has not yet
been completely evaluated, but it currently appears to be less cost
effective than the valve program. The pump and ccmpressor I & M
program has a significant net cost ($1-$2/1b hydrocarbon controlled;
because of the higher maintenance cost involved in replacing pump and
compressor seals. Proposed future regulations are estimated to Dbe
much more costly (perhaps $5/1b); therefore, industry must continue %o
provide input to regulatory agencles to ensure that the most cost
effective controls are implemented.

n o

Chevron's experience with I & M programs has proven to be an asset in
obtaining construction permits from regulatory agencles. An accurate
prediction of the fugitive emission control programs has provided
significant emission information which can now be used to develop more
valid estimates of emissions from proposed new facilities.

INTRODUCTION

Under the Clean Air Act, .the South. Coast Air Basin must meet the ozone
standard. This will require further reduction of hydrocarbon emis-
sions. In addition, many states are adopting New Source Performance
Standards which include fugitive emission controls and which will
affect almost all new facilities or major modifications. Thus, opera-
tors in ozone nonattainment areas are being confronted with the need
to participate in the development of new regulations to ensure that
the most cost-effective controls are used first.

At Chevron's El Segundo Refinery, which is located in the South Coasct
Air Basin, controls on hydrocarbon emissions have been coming into
effect over the past 25 years. During this time, many major sources
of hydrocarbon emissions have been controlled. These include tanks,
oll/water separators, valves, flanges, pumps, and compressors. - Yet,
the Basin is still nonattainment for ozone. While mobile sources
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represent more than half of the hydrocarbon emissions in the basin,
Chevron expects additional controls to be imposed on stationary
sources. Such measures will be more expensive and difficult to imple-
ment than those in the past. '

OVERVIEW OF ONE REFINERY'S
HYDROCARBON EMISSIONS

A summary of the estimated hydrocarbon. emissions

for Chevron's
El Segundo Refinery is shown on Table I. These emission estimates
include reduction credits for existing control.measures, such as
secondary seals on floating roof tanks, various modifications to bulk
loading facilities, and limitations on the use of paints and organic
solvents. Fugitive emissions are by far the largest. remaining source
category of hydrocarbon emissions within the refinery. :

4

A breakdown of the various fugitive emission sources Ls shown on

Table II. Unless otherwise noted, the emission estimates are based on
emissions factors from a study of refinery fugitive emissions done ol
Radian Corporation.? Even with the fugitive emission controls cur-
rently in place, the emissions from valves, flanges, pumps, and com-
pressors account for approximately 86% of the total fugitive hydro-
carbon emissions from the refinery. The emissions shown for gas and
light liquid Zélxﬂi;include credit for a 65% reduction from the uncon-
trolled value based on the results of the existing I & M program.2 No
reduction credit was assumed for the flange 'I & M program since it has
not yet been completely evaluated. The'emissions from light liquid
pumps and hydrocarbon gas compressors were reduced by 357 from the
uncontrolled value. The 35% reduction was estimated by SCAQMD. BRoth
the valve and flange rule and the pump and compreéssor rule apply to
hydrocarbon gas and light liquid streams only. "The SCAQMD defines =
light liquid to be a hydrocarbon liquid with a Reid vapor pressure
21.55 psia. E1 Segundo Refinery's I & M programs for valves and
flanges and for pumps and compressors Wwill be discussed in detail
below.

In addition to the two most signifiicant rules covering valives,
flanges, pumps, and compressors, there are six other rules limiting
fugitive hydrocarbon emissions which have been passed by the SCAQMD.
These rules regulate sources such as oil/water Separators, bulk load-
ing of organic liquids, gasoline transfsr and dispensing ocperations,
vacuum producing devices, relief valves, and process turnarounds. T
impact of these other rules has not been nearly as Ssignificant as =h
impact of the valve and flange rule or the bump and compressor »r
and they will not be discussed in detail in this paper. This pa
will discuss on the valve and flange rule and the pump and compr
rule. C-51




Table I

"Refinery Hydrocarbon
Emission Summary

Emission Source ' Lb/Day A%ogil'
Combustion Sourcesi 5C0 2
Solvents/Organics2 400 1
Tanks® 2,300 9
Bulk Loading? 600 2
Fugitive Emissions3 | 23,200 86
Total . 27,0001 100

lBased on EPA's "Compliance of Air
Pollutant Emission Factors," AP-42,
effective April 1981.

2Based on South Coast Air Quality
Management District emission
factors with current controls in
effect. ‘ '

3See Table II for emission basis.
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Table II

. . v_l ’ ) 1
Fugitive Emission Summary~

- ' L %'of,Totan:
% of Total~ Refinery
v S I FPugitive | Hydrocarbon
~Fugltive Emission Source Lb/Day _Emissions. | Emissions
Flanges?. N 1 R N .' 6
YVal&eé‘ | '_ ' - 'l“ | | ‘ . ;
Gas and Light'Lti1d335 13,600 | .59 '>*:50~'-
Heavy Liquia® | 300 | 7 1
Comp;eésbrsn '- .' . ~ 700u',t  .3 1 ﬂ>':f:* fgh
anps o . o R B o |
Light Liqu;d“§5l | 2,000 | g “ 7 f
Heavy Liquid§ 700 | 3 L3
Relief Valves ) 200 | . . i- ] glék
‘Separators? i‘ : o I9Odr b 3 y
Cooling Tower! ] 1,500 : & - & -
Drains _ . - 1,700 v____ _6 -
Total o 23,200‘  100 86

lUnles_s otherwise.noted, calculations are based on Radian
gmission factors for nonmethane hydrocarbons. S o
No reduction credit is assumed for the flange I & M program
~since the program 1s not yet completely evaluated.
3a 65% reduction is applied to hydrocarbon gas and light
liquid valves to account for the I & M. program. The method
for calculating the percent reduction is outlined in
Reference 2. : B ) k A . - . :
uA 35% reduction 1s applied to “account for the I & M program.
5Light liquid is any liquid with Reid vapor pressure >1.55
psia. . - o
6Heavy liquid is any compound with Reld vapor pressure <1.55
psia. ’ :
"Based on emission factors from EPA Publication AP-42
(October 1977). : ‘
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PHILOSOPHY OF THE RULES

During the development of the valve and flange rule and the pump and
compressor rule, two significantly different approaches wer
posed. The first, which was put forth by the regulatory ag
stressed enforcement of the rule. The basic concern was now to ensure
that companies were complying with the rule. So the agencies propcsed
that any leak found by an agency 1nspector would be a violation.
However, this concept could create major problems for inductry since
it is impossible to stop all equipment leaks. At any given time,
there will be some fraction of the valves, flanges, pumps, ané com-
pressors which leak. In addition, ‘leak rates are variable--& plece ol
equipment may not be leaking one day but be leaking the next day.
These facts must be recognized in the rule development process.

(=
=
(=)
=

o
ne
C

Therefore, the industry approach was that the rules should require
repair of all leaking eguipment within a certain time period. & leak
found by an agency inspector 1s not a violation, but it mustc o
repaired. A rule of this sort achieves the desired emission reduc
through inspection and directed maintenance without penalizing an
operator for expected occurrences beyond his control. This is thne
approach which finally prevailled.

®

3
1)
ct
l&

CL.

VALVE AND FLANGE RULE

-

The valve and flange rule requirements are shown in Table III. The
1.55 psia RVP limit makes a split between naphtha and kerosene which
is the same split made by Radian Corporation in thelr studies of fugi-
tive emissions.l Valves and flanges in heavy liquid service have ver;
low fugitive hydrocarbon emissions, and so they are exempt. Ethane
and methane are exempt because they do not contribute significantly to,
photochemical smog. Also, any-stream containing more than 80% hydro-
gen is exempt. . :

Curvently,(eveny valve and flange subject to the rule must be
inspected annually with a portable hydrocarbon detector. This
requires a full-time three-man team in the field plus additional sup-
port people. The three-man team inspects and makes the first attempt
to repair. every leak found. The team consists of:

1. Operator - Identifies applicablé valves and flanges and records
the data. Assists in securing a valve for repacking
or replacement. '

2. Technician - Operates and services the hydrocarbon analyzer.
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Table .III

SCAQMD
Valve and Flange
Rule Summary

Applicability

- Applies to hydrocarbon gas and liquid streams with Reld vapor pres-
sure >1.55 psila, except methane and ethane.

~Inspection Requirements

- Two complete valve inspections during the first year.

- One complete valve inspection each year thereafter.

- One complete flange inspection each year effective May 1980.

- Relnspect each leaking valve three months after repairs are
completed.

Leak Definition
- Liquid leakage at rate >3 drops per minute.
- Gaseous hydrocarbon concentration_ﬁlo,ooo ppm at the source.

Repair Requirements

- Repair to nonleake; status (<10,000 ppm) within two-working days.

- Nonrepairable valves or flanges must be vented to pollution control
~device or a variance obtained.

Recordkeeping Requirements

- Maintain records of valve inspections for one year.
- Make records available to the District upon reguest.
- No records required for flange 1nspe§tions.

Exemptions

-~ Natural gas valves and flanges.

- Hydrogen valves and flanges (>80% Ho) .

- Inaccessible valves.and flanges.
C-55




3. Mechanic - Performs necessary saintenance.

mhe sgam is equipped with a Century OVA-1
This analyzer satisfies the instrument pe
oy SCAQMD.

08 hydrocarbon analyzer.
rformance standards imposed

field, the technician measures the hydrocarbon concentration at
urce with the analyzer. The operator records the data. All
tested are counted, but only those-with emission concentrations
r than 10,000 ppm have detailed data recorced £O identify them
e.g., plant, size, type, service, leak cconcenctration;. A bright
orange numbered tag is attached to each of these valves. These tags
help the inspection teams relocate the leakers during the quarterly
reinspections. C ‘

The mechanic on the team attempts to repair a leaker as soon as it is
found. JSince the inspection team is sbtill in-.the area, the repaired
va>ves are reinspected immediately. Considerable {ollowup maintenance
sime s reduced by streamlining the repair and reinspection program 1in
this way.

Some valves and flanges are inaccessible. These are the valves .and
flanges which cannot be inspected or repaired without excesslve cost
and effort. Based on this criterion, less than 4% of the valves and
flanges are considered inaccessible.

There are two additional full-time technlcians involved with this
program, one who performs the reinspections with a hydrocarbon ana-
iyzer and another who handles the recordkeeping duties. All of the
records required by this rule are kept on a computer. The computer
greatly reduces the labor spent 1n data compilation and data handl-
ing. In addition, the computer provides a tickler file which flags
any special action, such as reinspection of a repaired leak.

The results of the I & M programs to date are shown in Table IV. - The
first complete inspection showed that 4.3% of the valves subject to
the rule were leaking in excess of 10,000 ppm. The leak rate during
the second inspection six months later was 2.2%. The third and fourth
inspections, which were done at 12-month intervals, showed an average
of 2.8% leakers. Based on this average leak rate and the emission
factors from the Radian reportl, the calculated emission reduction
from valves is currently about 19,000 lb/day. This results in a net
economlc return assuming a hydrocarbon value of $0.10/1lb. If Chevron
were to use the emission factors from EPA Publication AP-42 (October
1977), which are significantly lower than the newer Radianl factors,
the estimated hydrocarbon savings would not offset the cost of the
program.
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Some new regulations currently be ng,considere

g ty S MO, such 28 .-
including heavy liquid valves in tne 1 & ¥ program and increasing the
inspection frequency, would be much less cost effsctive Than “he Tre-
sent program. For example, the incremental cost effectiveness of
adding the heavy liquid valves to the program would oe aoou:‘$5/lawof
hydrocarbon controlled, which is ‘currently not considered sconomica..y
justified by most regulatory agencies and industry.

PUMP AND COMPRESSOR RULE

The current rule requirements for pumps and COMPresscors are shown 1in
Table V. This rule applies to pumps in light liguid--service ancd com-
pressors in hydrocarbon gas service. The affected refinery stocKks zre
the same stocks-.-as those covered by the valve and flange rule

In the case of the pump and compressor rule, there are two kinds of
leaks—-visible leaks and leaks detectable only with a nydrocarbdbon
analyzer. Visible leaks are defined as a visible mist or three
drops/minute of liquid leakage. The early version of this rule, wnich
has been in place for several years, required only that all pumps and
compressors subject to the rule be inspected once a shift for visible
leaks and that all leaks must be repaired. Any visible leak found by
a District inspector is an immediate rule violation.

Since the rule was first passed in 1976, there have been many changes
in the area of fugitive emission control. There has been an improve-
ment in technology available to control and quantify the emissions as
well as a vast improvement in the understanding of fugitive emis-
sions. PFugltive emissions are known to be much more significant tharn
was originally thought.

The need for further hydrocarbon reduction led.to the development of
another inspection requirement for pumps and compressors which became
effective July 1, 1981. 1In addition to the inspections for visible
leaks, each pump must be inspected annually and each compressor must
be inspected quarterly with a portable hydrocarbon detector. Any pump
or compressor with a concentration greater than 10,000 ppm at the sezal
must be repaired. If a leaking pump or compressor has a spare, 1t
must be shut down within two days; 1if it is not spared, repairs may De
deferred until the next unit shutdown. A leak found by District per-

sonnel with a hydrocarbon detector must be repaired, but it is not a
violation.
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Table V

' SCAQMD
Pump and Compressor Rule Summary

Applicability

- Pumps/compressors handling hydrdcarbon. gas or liquid witn Reid vapor
pressure >1.55 psia, except methane and ethane.

Requirements

Visible Leaks

- Maintain pumps/compressors SO there is no vis;bla vapor‘leakage or
visible liquid leakage >3 droos/mlnute

- Any visible leak greater than the above i1imits Ffound by District
personnel is a violation.

- Inspect pumps/compressors for visible leaks once/shifet

Invisible Leaks

- - Inspect each pump annually and each compressor quarterly with por-
table detector. Repair any leak >10,000 ppm, measured 1 cm from
seal. .

- For unspared equipment, minimize leakage within one day and repair
- at next shutdown.

- For spared equipment, take it out of service within 48 hours and put
spare in service. If the spare leaks, one pump must be repaired
within 19 days.

- Repair requirements:

1. Repair to <10,000 ppm, if pcssible.
2. If, after repair, leak registers >75,000 ppm (10,000 ppm after
- July 1, 1982), then leak must be vented to poll utlon control
device or variance obtained. Must oe repaired or replaced at
next shutdown. : ' ' :

Exemptions

- Pumps under 1 brake horsepower.

- Eumps/compressors with applicable hydrocarbon content <20%.

- Pumps with double seals.
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The rule covering the annual inspections with a hydrocarbon detector
uses a phased approach to-.allow industry time to attain compliance.
Currently, the goal is to repair all leaks to below the 10,000 ppm
shreshold. Current mechanical seal repair practices are not sophisti-
cated enough to ensure that all seals can be made to satisfy the
10,000 ppm limit. Thus, during the first year the rule 1s in place,
leakage must only be reduced to 75,000 ppm. If the leakage exceeds
75,000 ppm, a variance must be obtained or the emissions vented to an
air pollution control device. After the first year, the limit becomes
10,000 ppm instead of 75,000 ppm. The purpose of this two-step -
approach is to allow industry one year to gather data on seal reli-
ability and repairability. If the data show ‘that enough pumps cannot
meet the 10,000 ppm leakage limit, then the rule may be modifiled.

Chevron is currently gathering data on the leak rates of the 513 pumps
and 29 compressors subject to the current rule These pumps and com-
pressors are the second largest source of our ‘refinery's fugitive '
emissions. Preliminary data indicate that about 20% of the pumps do
not meet the 10,000 ppm .limit. We are unable to predict at this time
how many of these pumps can be made to satisfy the 10,000 ppm limit by
repalring or replacing their seals. :

The emission reductions due to the elimination of visible leaks have
not yet been quantified. The annual. inspection program with a leak
detector is in its infancy, and changes are still being made to
improve the effectiveness of the program. The limiting factor on the
rate of which pumps and compressors can be inspected is -the rate at
which they can be repaired in the Machine Shop. Preliminary data
indicate that about 100 of the affected pumps can be expected to leak,
so an average of eight to nine pumps must be repaired every month.
This could be as much as a 25% increase in the number ‘of pump repairs
previously required and is a significant increase in maintenance
requirements. Whenever possible, the inspection program is scheduled
so that any seal repairs can be done when a pump is sent to the shop
for other maintenance.

A major concern is how to control emissions from old reciprocating
compressors, many of which have been in service for more than

40 years. If the leakage cannot be reduced to less than 10, 000, ppm,
then the distance piece must be enclosed and vented to a closed systen
or the compressor must be replaced. Ultimately, several old compres-
sors may have to be replaced since venting £o a closed system is some-
times impractical.
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One other feature of. the refinery seal maintenance program is wort
mentioning. There 1s one full-time mechanical seal technician whose
job‘is to inspect and test every seal before it is installed. The
techniclan replaces any defective parts or repairs. a leaking new
seal. Once a seal is installed, the technician retests the seal for
leakage beflore the pump is reinstallied in the field. This approach
greatly improves the quality control for mechanical seal repairs and
replacements. '

So far it nhas not been possible to calculate precisely the cost
effectiveness for the seal I & M program. A very rough sstimate of
‘the cost effectiveness of the rule indicates that this rule costs
$1-$2/1b of hydrocarbon emission reduced. This includes a credit of
$0.10/1b for the recovered hydrocarbon. The pump and compressor rule
is less cost effective than the valve and flange ‘rule due to the high
cost of replacing seals. '

EFFECT ON MAJOR NEW PROJECTS ,

Fugitive hydrocarbon emissions are playing an increasingly significant
role in obtaining constbuction permits for major new projects, espe-
cially in nonattainment areas for ozone. For some large construction
projects, as many as a hundred separate permits may be required.
However, the most critical permits are usually air permits.

In order to obtain an air permit to construct a new facility or modify
an existing plant, the applicant first must supply a valid estimate of
the emission rate of each pollutant from his new project. Since it
can sometimes take several years from the inception of a project to _
get final permit dpproval, the permit application with emission esti-
mates must be submitted as early as possible to avoid costly construc-
tion delays. The applicant usually must apply for permits long before
detailed process designs are avallable, which puts a severe strain on
the engineering staff to come up with val;d‘equipment counts of fugi-
tive sources (e.g., valves and pumps ) before any detailed designs are
complete. Here 1s where the applicant can draw from his past experi-
ence with I & M programs for similar plants to estimate the number of
fugitive sources within the new project. ' : '

A quick guess of fugitive emissions ‘is not acceptable. Care must be
taken to develop an accurate estimate of emissions from a project
because overestimating or underestimating can severely impact the
permitting of a project. If the applicant underestimates the emis-
sions from his project, this will reduce the project's predicted air
quality impact; however, when the operator wants to start up his new
plant, he may find ‘that the permitting agency will only allow him to
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operate a fractlon of the pumps in the plant. Then the operator
either has to delay startup until he can renegotiate a new permit or
operate only a portion of the plant. If the applicant‘overestimates
the emissions, this will overstate the project's impact; permit -
approval will be more difficult to obtain. For example, in nonattain-
ment areas, the applicant would have to develop more emission offsets
than necessary, sinde the emission increases from his project have
been overestimated.

In permitting of new .projects, the need for an early valid estimate of
emissions is now obvious. Estimating pollutant emissions frem point
sources, such as furnace stacks, is relatively simple since this
involves a straightforward engineering calculation. But predicting
fugitive emissions is somewhat less accurate; however, the procedure
is becoming more standardized as more data becomes available. The
procedure for estimating fugitive emlssions generally involves Iour
basic steps as outlined below.

1. Obtain Design Data

This includes equipment counts (e.g., valves and pumps), cooling tower
rate, waste water effluent rate, product loading rates, and tankage
information. Equipment counts._are usually the most difficult to pre-
diet. Since permitting requires such large lead times, final piping
and instrumentation diagrams are usually not available for developing
accurate equipment counts. The applicant has to estimate the equip-
ment counts based upon actual equipment counts for similar exlisting
process units or based upon the Radilan reportl which quotes average
equipment -counts for many typical process units from 13 U.S. refiner-
jes. It is advisable for the applicant to have his engineering staff
peview these equipment counts for reasonableness pefore the informa-
tion is submitted to the permitting agency. Some agencles may regqulire
an adjustment in the permit after the new plant starts up based ugpcen
the I & M program for that new plant. Therefore, to avold any sur- “
prises, such as being required to supply extra emission offsets after
startup, the emission estimate in a permit application snhould be as
accurate as possible.

2. Select Emission Factors

Emission factors are average measured emission rates per equipment
unit. For example, the Radian report states the emission factor for
light liquid valves is 0.024 1lb/hr valve. Developing valid emission
factors usually requires sampling very large populations of similar
sources. It appears that the most widely accepted fugitive factors
currently are those quoted in the Radian reportl; ‘
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3. Agree on Control Efficiency

Emission factors are usually quoted on an uncontrolied baSis,; The .
applicant and the permitting agency then have to agree .on the chtrol
efficiencies to assume the specific types Of'coﬁtﬁdl-mechanisms.;‘t
Permitting. agencies usually have set standard control efficiencies for
frequently used controls. It is advisable for the applicant to con-
.tact the permitting agency before submitting his application in order
tc resolve what control efficiencies :o use and to avoid :surprises
later when the application is reviewed. ‘ ’ '

4. cCalculate the Emission Rates -

By the time the applicant gets to Step 4, about 90% of the work of
estimating emissions is done. The actual calculation step is qui
straightforward and easy. It Simply involves multiplying = :
aumbers from Steps 1, 2, and 3. As an example, for emission
light liquid valves in a typical hydrocracker, wé have:

3. Cr by

Equipment Units =380 Light Liquid Valves (Basis: “Radian Report)
Emission Factor 0.024 Lb/Hr Valve (Basis: Radian?Report)
Control Efficiency = 65% (Basis: El Segundo T 2 M Program)

1}

Emission Rate (Equipment Uniéé)(Emission Factor)(l—Efficienpy)w

(380 Valves)(0.024 Lb/Hr.Valve)(1-0.65)

- 3.2 Lb7Hr Hydrocarbon

The major problem in estimating fugitive emissions is not the final
calculation step. The problem is almost always the firstistep where
the applicant has to develop quite Specific design data (e.g., valve
counts) early in the project schedule when the overall scope of the
project 1is usually preliminary and subject to change. Trying %o
determine exact equipment counts for a Proposed project while stili in
the design phase is eéxtremely difficult. 3But for the sake of permi=

ting, specific numbers must be supplied; this is where experience with .

I & M programs for existing fugitive sources becomes a significant:

CONCLUSIONS

In Summary, several years of" experience with refinery fugitive emis—
sion rules support the following conclusions:
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The data from the valve I & M program currently show a net eco-
nomic return due to reduced stock lcsses wnen the Radian+ emission
~acctors are used. ©DCecreasing the emission factors or ZIncreasing
the inspection frequency would adversely affesct the cost effec-
tiveness. The flange I & M program has not yet Dbeen completely
evaluated.

ively cost

mhe I & M program for pumps and compressors 1 at
nt it 1s an
ne
re

S
effective program from a regulatory agency's v
expensive program to operate, but the cost eff
tnan most other hydrocarbon reduction strategi
consideration for petroleum refineries.

ss 1s better
ntly under

Future emission reduction rules will be more expensive to comply
with, and the emission reductions will be smaller. Industry '
should partizcipate in the regulatory development to make sure that
the most cost-effective controls are used first. All scurces,
mobile and stationary, should be evaluated.

Estimating fugitive emissions is a critical part of obtaining’

construction permits for most new projects. Current I & M pro-
grams provide a valuable data base which helps to expedite the

permitting process. -~
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" Amoco Production Company
. 18825 Northchase Orive ' .
Post CHice Beox 2381
~ouswon. Texas TT2i0

Robert €. Mahaffey

Manager, Plant Engineering and Construction (USA}

March 18, 1982

Emission Standards and Engineering Division (MD-13)
Environmental Protection Agency ,
Research Triangle Park, North Caro]ina 27711
Attention: Fred Porter

Re: Control Techniques Guideline Document
Equipment Leaks from Natural Gas/Gasqline Plants

File: LY-46-986.622

In accordance with the notice contained in the January 25, 1982 Federal
Register, Amoco Production Company (USA) welccmes this opportunity to
comment on the referenced document. Amoco Production Company (USA) is an
01l and gas exploration and production company which operates 40 gas
processing plants in the U.S. ,

The natural gas/gasoline plant “industry has an interest in keepihg fugitive
emissions to a minimum. The economic value of the hydrocarbons and the
conservation of a valuable natural resource as well as protection of the

environment are all important considerations.

We feel the gas processing plants can maintain a low level of volatile
organic emissions without the necessity of the detailed monitoring and
record keeping proposed in the CTG document. A much more cost effective
procedure could be based on ambient concentration monitoring at or near the
plant boundary. Such a system would provide more continuous data of any
releases that escape from the plant. If an abnormal concentration is
detected, then a two step operation should be set in motion. First, the
plant maintenance force would be notified and they would seek to reduce the
concentration to normal levels. Second, on those occasions when the
maintenance force was not immediately successful, a detailed monitoring
program would begin. :

There seems to be no standard concerning the sizes and configuration of the
sampling probe for the monitoring instrument. The probe tip must of
necessity be quite small in order to. reach the less accessible points
around small valves and flanges. This will 1ikely make sampling less than
precise and subject to varying dilution effects.
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Page 2

Comments for the specific paragraphs of the Guideline Document are”éftached
hereto. If we can be of further assistance, please fee free to call on
Dr. Lyman Yarborough at 713-931-2943.

R. E. Mahaffey :

LEP/pdh
221/Y
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AMOCO PRODUCTION: COMPANY (USA)

Comments Re: Centrol Techniques Guideline Document; Equipment Leaks from

‘Natural Gas/Gasoline Processing Plant

The sketch shown in Fig. 2-1 indicates "methane. to sales®., It is felt that

- ~this is not meant to be compositionally specific since most sales streams

also contain ethane and frequently smaller quantities .ocf .the heavier
molecular weight hydrocarbon as 'well as some inerts; i.e., nitrogen and

carbon -dioxide.

Re:
Page

B h

3.1.2.2 Compressor
3-3 .

Installation of the additional valves (checks and blocks) will be
expensive and pdtentially require downtime.for installation.
Operation.of the vent space at a -pressure of.15-to 20 psig will
not be possible without rather extensive modification of many
machines. The distance piece enclosure of.many-machines will not

‘iv stand 15 to.20 psig. The door seal ‘may not-be-suitable for this

type service. The pressure may force voiumes. of hydrocarbecns
into the compressor-crankcase, ruining the Tubricating oil,
causing engine damage and significantly increasing the danger of

- a crankcase explosion. Compressor manufacturers could provide

details about the requirements of the specific machines.

‘To permit operation of pressured distance pieces for most

compressors would require reconstruction of the cylinder, new
compressor rods repiping all ‘the process gas side of the

- cylinder, and possibly modification of the:compressor building
floor and walls. This would be prohibitively expensive and would

Re:
Page

require significant downtime on each machine, -

If vent lines are instaT]ed from compreséoré;‘tﬁé sizing should
be increased to 1 1/2 or 2%, at least for the headers, to reduce
pressure buildup potential. T

3.1.2.3 Relief Valves
3-4 ‘

Many vessels have been installed without block-valves to permit
relief valve removal and removal of such valves may reaquire large
hydrocarbon emissions while depressing the vessel and/or its
operating system and require expenditure of hundred of dollars
per valve. : : » .

Many relief valves are installed in-rather inaccessible
Tocations. It would not be uncommon to require a crane be
brought to the plant site to facilitate relief valve removal. In
these cases, costs of thousands of dollars per valve can be
expected.
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Relief valves thus located will be difficult to monitor and
checking at 1 to 3 years intervals (depending upon the service)
is suggested.

The construction of relief valves (metal to metal seats) makes
zero emission difficult, especially after the valve has operated
one time. Testing a relief valve for leaks by use of a
hydrocarbon detector may be unrealistic since even a minor leak
into- the relief valve stack may, over a period of time, displace
all or part of the air and result in a high hydtrocarbon .
indication, particularly if the hydrocarbon vapor is heavier than
air.

3.1.3.3 Allowable Interval Before Repair
Page 3-8 ’

The time interval for repair of a leak after its discovery is
curiently proposed to be 15 days. We Suggést that the operator
be permitted more fléxibility in scheduling this work. As
accepted practice, most operators will repair significant leaks
as soon as practical after they aré observed, without waiting for
a specified monitoring period. The cperator seeks to minimize
leakage and prevent further damage to his equipment. However,
there can be a need to order and receive maintenance supplies
before procéeding. Fof¥ minor problefis, the 15 day figure can be
reasonable but times of 60 days or evén much longer times should
be made acceptable. There are some repairs that cannot be made
without & plant shutdown.

The calculation of 98% efficiency for a 15 day repair period
seems to use 365 days (1 year) as a basis. This seems to imply
one leak per year per piece of equipment, which:is unrealistic.
Static equipment, (flanges, valves) may be in operation for 10,
20, even 30 years without a failure or leakage of any kind.

3.2.2 - Open-Ended Lines -
Page 3-13

The CTG advocates plugging or capping flanging or valving all
open ended lines. Many open-ended lines are vents installed for
safety purposes. Capping or plugging those lines will result in
added danger to personnel and equipment. Some of those lines
might conceivably be routed to a flare system but others must be
left free to prevent cross contamination or back pressure against
a piece of equipment. The CTG recognizes that the caps or plugs
cannot eliminate the emissions from the first valve, only that
it's release is controlled. The technique then becomes of
questionable value.

3.3 Other Control Strategies
Page 3-15

Section 3.3 recognizes that valves will have a much Tower leak
frequency than compressors, pumps, and relief valves and suggests
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. that quarterly inspections may not be necessary. This rationale
is even more applicable to flanges and connections and the
extension of time between inspections is most appropriate. Due
to the low leak frequency of valves and connections, it is
suggested that these items be removed from the monitoring
program.

Tables 4-5 and 4-6 Energy Recovery Credits
Page 4-8 and 4-9 -

These tables allow recovery energy credits for all estimated
emissions (100 per cent reduction) from open ended lines. This
seems to be an error since Section 3.2.2 had recognized that much
of this emission could not be stopped. In many other instances,
the open ended vents would be routed to flare and energy recovery
credits would not be applicable. This error is also reflected in
the cost analysis of RACT (Section 5).

Section 5.0 Control Cost Analysis of RACT
Page 5-1

Many of the cost figures shown in this section appear understated
and, in addition, the costs do not seem to allow anything other
than ideal work conditions and new materials, i.e., no, charges
are shown for pipe support material. Costs at the ler
plants, especially where attendance is minimal, are Tikely to be
much higher per unit Gf emission reduction.- Such plants wilil be .
forced to call upon outside assistance.

Table 5.2 and 5.4 Labor Requirements
Page-5-5 and 5-8

These tables show zero labor time and cost for relief valve
repair on the condition that these repairs would be done by
routine maintenance. The repair of compressor and pump seals
would also be done routinely as needed. It seems inconsistent to
charge the emission reduction program with the cost associated
with one repair and not another. :

The monitoring times shown for valves seem inordinately low.

Only 1 minute per valve is estimated. The instrument response
time alone may be as long as 30 seconds. Sampling procedure
specifies moving the Probe slowly along the interface periphery
while observing the instrument readout. At the point of maximum
readout, the Probe is held stationary for at least twice the
instrument response time. -Once this has been noted (record
keeping is required) the operator procedes to the next valve.
Considering all the calibration time, instrument warmup, care and

maintenance of the instrument and associated gas supplies, as
well as the testing procedure, the time required could easily be
5 minutes or more per test. . '
The tables of monitoring times and cost do not show sampling
times for flanges and connections. There are generally a large
number of these devices in the plants and by the very nature of
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their construction, the test time per unit will be substantially
greater than for a valve.

L. E. Petty
Room 579, Ext. 2941
GP III

LEP/pdh
221/Y
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‘4’ FLUOR ENGINEERS AND CONSTRUCTORS, INC.
SOUTHERN CALIFORNIA DIVISION

3333 MICHELSON DRIVE
IRVINE, CALIFCRNIA 22730
TELEPHONE: {714) 975-2000 .

TELEX: 69~2488

March 22, 1982

Mr. Jack R. Farmer

Chief Chemicals and Petroleum Branch
Emissions Standards and Engineering Division
U.S. Environmental Protection Agency
Research Triangle Park, North Carolina 27711

Dear Sir:

e have reviewed the draft document "Control of Volatile Organic Compound
Equipment Leaks From Natural Gas/Gasoline Processing Plants." e suaggest
that if EPA conducts periodic inspections of plants, only those facilities
found not to be in reasonable compliance with guidelines be required to
compile reports and be subjected to quarterly inspection. This practice
will significantly reduce the burden of paperwork and costs to both
industry and EPA and still achieve the same overall goal.

Thank you very much for the opportunity to comment on the draft guidelines.
Very truly yours,

Lt 1. WaTEorny

William M. Hathaway
Vice President, Process Engineering

/._'/ > / {f}f‘f@j«
1dﬁ%y J. Thomson

Senior Manager, Environmental Engineering

WMH/SJT:nr
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(APPENDIX D
SUMMARY AND RESPONSES TO DRAFT CTG COMMENTS

On Januany 25, 1982, the Env1ronmenta1 Protect1on Agency (EPA)
announced ‘the release of the draft control techn1ques guideline (CTG)
document for control of volatile organ1c compound (VOC) emissions from
equipment leaks in natural gas/gasoline processing p]ants (gas plants)
in the Federal Reg1ster (47 FR 3403). Pub11c comments were requested
on the draft CTG and comments were received by industry representat1ves
as listed in Table D-1. The comments that were submitted, along with
response to these comments, are summarized in this appendix. This

summary of comments and responses serves as the basis for revisions
made to the draft CTG.
D.1 GENERAL
Comment : |

One commenter (5) requested that the comment period be extended
to give industry more time to further analyze these complex regulations.
Response:

The CTG incorporates public comments from the preliminary draft
CTG (March 1981) presented to the National Air.Pollution Control
Techniques Advisory Committee (NAPCTAC) in April 1981 and comments
received on the draft CTG (December 1981) that was announced in the
Federal Register January 25, 1982 (47 FR 3403). Comments were also
received at the NAPCTAC meeting (July 1982) for the gas plants NSPS
and these have also been addressed in the CTG as applicable. EPA has
been working with industry since the inception of the gas plants
NSPS/CTG projects in December of 1979. Therefore, there has been
ample time for public comment.
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D.2 NEED FOR CTG
Comment :

.One commenter .(8) questions in general, the need for the standard
stating that EPA has failed to demonstrate the. effect1veness of the
control measures proposed and has misrepresented the costs and cost
effectiveness.

Resgonset , : . o _

Nationai Ambient Air Quality Standards (NAAQS) (Section 109Jof
the Clean Air Act) set a ceiling for public exposnre to criteria
~ pollutants by establishing an ambient,concentration level that must
not be exceeded anywhere in the United States. This contro1 techn1ques
guidelines document will provide guidance to States and air po]]ut1on
contro]l agencies for RACT-based provisions applicable to gas p]ant |
facilities to reduce significantly volatile organic compound emissions
to achieve and maintain NAAQS for ozone. The CTG environmental and
cost impacts are based upon actual f1e1d studies in gas p1ants ‘and on
comments received on the draft CTG and on similar fugitive VOC control
progects. Specific comments on the controls, costs, and cost effectiveness
of RACT are addressed in the fo110w1ng sections.

Comment : o

Another commenter (9) wrote that leak prevention and control
procedures are already in place at most natural gas»p1ants in compliance
with minimum federal safety standards. _Proposed requirements are
repetitious and burdensome. |
Response:

The commenter is apparently referring to occupational safety
requirements which have different purpbses and may result in different
environmenta] benefits. Present industry pract1ces (e.g., enc]os1ng
compressor distance pieces and venting emissions outside of a compressor
house) may reduce occupational exposures, but they do not necessarily
reduce the mass emissions to the atmosphere. The data base upon which
these recommendations are made is from plants in compliance with
existing rules. These data show gas plants have significant emissions
and that cost-effective controls will reduce these emissions.




D.3 APPLICABILITY
Comment :

One commenter (3) argued that small plants (10 vessels or fewer)
should be exempt from RACT based on cost effectiveness (benefits don't
outweigh costs per Executive Order 12291).

Response:

In Section 4.1 a small plant cutoff is recommended based on cost
effectiveness of RACT. Small plants may need to rely upon'outéide‘
personnel to perform the leak detection and repair program and, hence,
may incur higher costs per unit of emission reduction to implement
RACT than large gas plants. Section 3.4.2 provides the basis for the
small plant cut=off. |
Comment :

Another commenter (8) wrote that components with less than 10 percent
VOC by weight should be excluded.

Response:

Based on API testing, sources with less than 10 percent VOC have
significant emissions, therefore, EPA has not exempted these sources.
However, it seems reasonable that at some low percentage of VOC,
sources would have very limited VOC emission reduction potential.
Therefore, dry gas equipment (less than 1 weight percent voC) are exempt
from RACT as described in Section 4.1
Comment :

A commenter (4) noted that the 1iquid and gas processes performed
at underground gas storage facilities are few and simple and, therefore,
should be excluded from the definition of a natural gas/gasoline
storage operation. Since there is no potential for leakage from
components operating at negative pressure, another commenter (8)
requested that these components be exempt from the CTG.

Response:

EPA concurs with the comments, therefore, the description of RACT
in Section 4.1 exempts equipment at underground storage facilities and
equipment which operate under vacuum service.
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D.4 CONTROL TECHNOLOGY
D.4.1 Compressors
Comment :

One commenter (8) wrote that reducing VOC emissions from compressors
below 10,000 ppmv is difficult and 1mpract1ca1.

Response: ,

EPA recognizes that compressor»répair to achieve organics =
concentrations below 10,000 ppmv may be ‘difficult and impractica]‘for
reciprocating compressors with packed'sea1s, Therefore, alternative
RACT impacts are based on compressor seal vent eontro1 systems.
Nevertheless, leak deteciion and repair would be required (unless a
vent control system'is installed) in those instances where repair can
- achieve VOC emission concentrations below 10,000 ppmv. Centrifugal
compressors may operate in tandem, one in service while the other:
serves as a spare. In such instances seal repair may be performed
without need for a process unit shutdown.

Comment :

Several commenters (2,6,8,10,11) remarked that many compressors
are not designed to operate with back pressure against the distance
piece; enclosing and venting emissions from compressor seals.and the
distance piece poses mechanical and safety problems. The enclosed VOC
air mixture could reach explosive limits. Enclosing compressors would
require extensive modification which would be expehsiVé and require-
significant downtime. ' ‘

Response: )

Many compressors are equipped with enclosed distance pieces.
Enclosed distance piece emissions are generally vented outside of
compressor houses; however, these emissions can be safeiy vented to a
VOC control device (e.g. flare). EPA has reconsidered the safety and
cost aspects of venting compressor distance piece emissions. The
Chapter 5 cost aﬁa]ysis has been revised to include necesséry safety
equipment for a compressor distance piece purge system. However, if
plant owners/operators can demonstrate that enclosing and venting
emissions from distance pieces and seal packing vents. is either unsafe
or requires unreasonable cost such as replacement of the compressor,
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these compressors may be exempt from RACT. Most compressor seal
packing vents can be vented to a VOC control device.
Comment :

Another commenter (10) stated that since compressor emissions
represent only 3 percent of total gas plant emissions, they should not
be covered. '

Response:

The gas plant compressor seal emission factors used in the draft
CTG are based on emission measurements from open reciprocating compressor
distance pieces and does not include seal vent emissions or measurement
of emissions from distance pieces that are enclosed and vented outside
of a compressor house to atmosphere. The data base also includes dry
gas compressors, which are exempt from RACT réquirements. The gas
plants compressor seal emission factors have, therefore, been revised.!
Using the revised emission factors in the model plants (see Table 2.2),
compressor seals contribute approximately 14 percent of total emissions.

For the actual equipment counts found during API and EPA testing,
compressor VOC emissions ranged from 0-42 percent and averaged 13 percent .2
Therefore, compressor emissions are significant and emission control
is considered.

D.4.2 Leak Detection and Repair Methods
Comment : T

Two commenters (8 and 10) wrote that isolating a pump and purging
before repair (repacking or seal replacement) is not practical.
Flushing fluid disposal is a problem. Another commenter (9) further
questioned whether emissions resulting from pump repair might offset
long-term benefits, depending on the extent of the original leak.
Another commenter {5) noted that the venting of gas during repair of
fugitive emission sources is not -included in emissions estimates or in
computing recovery credits.

Response:

Process industry pumps are now routinely isolated and purged.
prior to repair. Flushing fluid is routed to the oily storm sewer for
treatment and disposal. This fluid is expected to be a small percentage
of total plant waste. RACT does not mandate purging pumps prior to
repair although a pump would normally be emptied prior to repair.
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Even if the pump were not purged. and all process f]u1d in a pump were
allowed to evaporate to atmosphere.as a result of pump repair, these
emissions are approximately equivalent to the mass emissions re]eased
to atmosphere by a 1eak1ng pump over a 3-day period, 9 kg. Th1s would
not offset the long-term benefits of RACT. ] ,

The f1na] comment is based on RACT. requ1r1ng shutdown and purge
for repair of 1eak1ng equipment. The draft CTG included a provision
that required repair of all 1eaks w1th1n one year of detection. RACT
has been revised such that repairs requiring a unit shutdown may. be
de]ayed until the next scheduled shutdown. As such, RACT no longer
requires year]y turnaround for repair of .these equ1pment leaks.
However, as d1scussed in Section 3.4.3, a State agency might wish to
cons1der a provision in its regulation which would allow the Agency
“director to order an early un1t shutdown for repair of leaking components
in cases where the percentage of Teaking components awa1t1ng repair at
unit turnaround becomes excessive.

Comment : }

Commenters (3 and 9) stated that facilities already have portable
monitoring instruments (for safety purposes) that are effective and
less costly than the recommended monitors. Facilities should be
allowed to use their own monitors. The recommended monitors are
temperamental, sensitive to heat, humidity, and type of gas samp]ed
and their requ1red use can place a financial burden on small fac111t1es.
Response: :

Facilities may use any instrument as Tong as it satisfies the
requirements specified in Reference Method 21. EPA recognizes‘théf
monitoring instruments will, require pe}iodic maintenance and has
accounted for instrument maintenance in the annual cost of 1mp1ement1ng
the leak detection and repair program, including the cost of a. spare
instrument. Nevertheless, EPA agrees that small facilities (plants
with few equipment pieces) may incur higher costs per emission reduction
and, therefore, as noted in Section 4.1 and D.3, small plants are
exempted from RACT.

Comment : '
~ One commenter (8) wrote that soap scoring should be allowed as a
VOC detection method.
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Response:

Soaping is permitted as a preliminary screening technique on
certain equipment pieces as discussed in Section 3.1.1.

Comment:

Several comments (6, 8, 10 and 11) were received stating that EPA
should extend the 15-day repair interval. One commenter suggested
that repair should be completed during the next régu]ar maintenance
period, while others suggested repair within 30 days and 60 days for
repairs that require hard to get parts.

Response:

The 15-day repair interval was selected for RACT because it
allows operators sufficient time to accomplish repairs while achieving
effective emission reduction. Most repairs can be completed quickly,
while a few may take up to 15 days. Repair intervals beyond 15 days
reduce the effectiveness of emission reductions and do not substantially
improve the efficiency in handling complex repair tasks. If repair is
not technically feasible without shutting down the process unit,
repair may be delayed until the equipment can be isolated for repair
or during the next scheduled process unit turnaround.

Comment: '

Another commenter (10) stated that unsafe and difficult-to-monitor
components should be considered.
Response: :

Guidelines are included in the CTG for less frequent monitoring
of equipment pieces that are difficult-to-monitor. Guidelines, however,
do not address unsafe components because such equipment components are
not found in gas plants. |
Comment:

Two commenters (8 and 10) wrote that EPA should consider annual
inspections because exjsting data (Eaton, 1980) dispute quarterly
monitoring for all valves, pumps, and relief valves. Quarterly inspections
are practical only for a relatively small number of major components
(e.g. compressors). |
Response:

EPA data and models presented in the EPA report, "Fugitive Emission
Sources of Organic Compounds -- Additional Information on Emissions,
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Emission Reduct1ons, and Costs", EPA 450/3-82-010, Apr11 1982, (AID),
show quarterly mon1tor1ng to be reasonable as d1scussed in Chapter 5.
The Eaton data, as discussed in Append1x A, support the data used in
the ana]yses.3
Comment : ‘
For the "sk1p per1od" mon1tor1ng a]ternatwve work pract1ce for
valves, one commenter (10) suggested that EPA should allow less frequent
~than annual 1nspect1ons for valves if data 1nd1cate that a 1onger
interval would keep the 1eak rate ]ess than 2 percent. Th1s,copcept
should app]y to other f1tt1ngs as well as va]ves.v BRI
Response v : .
| In deve]op1ng sk1p perlod mon1tor1ng, EPA d1d not cons1der 1nspect1on
a1nterva]s 1onger than one year. In sk1p lot samp11ng theory 1t is
assumed that failures do not accumulate w1th time. For skip per1od
mon1tor1ng, it is 11ke]y that leaks that occur will not be detected
and will accumulate. EPA does not feel it is reasonable to allow
. leaks to accumulate for greater than one year.4 Faci]ities with uery
low leak percentages may, however, e]ect to comply with the a]]owab]e
vpercent leaking alternative.
"Sk1p" monitoring is not a]]owed for other sources because there

are not enough other sources present for the stat1st1cs of sk1p mon1tor1ng
to apply. 1In add1t1on, Teaks from these other sources are not as
pred1ctab1e as leaks from valves. Valves develop ]eaks s]ow]y over

time with small percent increases over a given time 1nterva] whereas -
other sources might operate with low leak rates for ]ong periods of

time and then fail instantaneously with sudden increases in leak

rates. Consequent]y, no matter how many consecutive successful inspectiogns
are performed there is 11tt]e assurance that a Tow leak rate would
continue if skipping were allowed. v

Comment : ' :

The same commenter (10) also questioned emissions reduction

estimates stating that 100 percent emission reduction (Table 4-2) for
'compressor contro]s is not rea1istic, Chevron's leak detection and
repair program of quarterly inspections reduces emissions by 35 percent.
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Response:
The assumption that compressor controls reduce emissions by

100 percent is based on enclosing compressors and venting emissions to
a control device rather than on leak detection and repair programs.
EPA has recalculated the impacts of RACT based on quarterly leak
detection and repair (assuming gas plants can use leak detection and
repair) and determ1ned an emission reduction of 83 percent EPA
maintains that enclos1ng and venting seal emissions to a contro1
device will result in essentially 100 percent control. ‘

Comment : |

Another commenter (11) remarked that achieving zero em1ss1ons
from relief valves is difficult due to ‘the metal-to-metal seat construc-
tion. Testing relief valves for leaks by using hydrocarbon detectors
may be unrealistic because even minor leakage into the relief valve
stack might give a high hydrocarbon reading, particularly if the '
hydrocarbon vapor is heavier than air.

Response: ' .

RACT for safety relief valves does not require zero emissions as
the commenter implied. Rather, quarterly leak detection and repair is
required which results in approximately a 63 percent VOC (69 percent
THC) emission reduction efficiency. Also, relief valves may be designed
to utilize an e]astomeric 0-ring seat as a backup to the conventional
metal-to-metal seat while any leakage is controlled by the elastomeric
O-ring seat. Relief va]ves with 0O-ring seats have been tested and
found to be bubble t1ght up to over 95 percent of set pressure and to
reseat to this condition through several cycles. anéT]y; Method 21
specifies that relief valves be mon1tored at (and not in) the re11ef
valve opening (horn), so minor leakage should not be detected.
Comment:

One commenter (6) noted that pressure relief valves can be vented
to a plant flare where VOC would be combusted. _
Response: o - ' :

A flare or other VOC control device (i.e., process heater, carbon
adsorption unit, refrigeration unit, gas recovery compressors) can be

used to effectively control relief valve leakage and are allowed under
RACT.
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Comment : A

One commenter (11) expressed concern that the remova1 of pressure
relief valves may result in large emissions from depressur1z1ng vessels
at ‘a cost of hundreds of do]lars per va]ve (thousands of dollars per
1naccess1b1e valve)

Response:

Three-way valves or block va]ves may a]ready be 1n place to
jsolate pressure re11ef valves for repair on-line without depressur1ng
the unit. If so, repair within 15 days shou]d be accomp11shed.
However, if pressure relief devices cannot be isolated for repa1r on
line, repair can be de]ayed unt11 the next process unit turnaround.
D.4.3 Technology Transfer

Comment ‘

One commenter (7} wrote that there is no techn1ca1 bas1s for the
transferab1]1ty of chemical plant or ref1nery VOC emissions data to

natural gas plants because the processes, feedstocks, operating temperature,
operating pressures, vibrational problems and product compbsitions are
different; EPA shou]d address these differences and give support1ng

data for technology transfer. .

~ Response:

EPA recognizes that differences exist between chemical and’refinery
process units and gas plants; however, these differences do not preclude
‘the transfer of control technology to the gas processing industry. In
testing conducted in ethylene plants, process conditions approximate
that of eduipment pieces in cryogenic units of gas plants. In addition,
only a small proportionbof gas plant equipment,are subject to conditions
which are un]ike that of chemical or refinery process units. -Finally,
the parameters addressed by the commenter either do not affect the
frequency of em1ss1ons¢or are.unquantifiable. In API testing of the
natural gas production industry, the process type, operating temperature
and pressure, and line size were determined to be unrelated to equipment
leaks early in the testing program; therefore, the .recording of these:
data was discontinued. Feedstocks and product chemical types have
been found to be important only in terms of vapor pressure; as a
result, heavy liquids have been exempt from routine monitoring.
Viorational problems and other site-specific differences are
unquantifiable.
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D.4.4 Gas Operated Control Valves
Comment :

One commenter (10) stated that there are no emission factors
given for gas operated control valves nor indication of how many are
used. There are very little nonmethane/nonethane hydrocarbons present
in gas operated control valves. Similarly, another commenter (9)
argued that because many remote natural gas gathering stations use gas
operated control valves, compressed air is not acceptable RACT.
Response:

Gas operated control valves normally use air. In those instances
in which gas is used to operate control valves, dry gas (methane and
ethane) is normally used. Since RACT exempts dry gas service equipment,
the recommendation for controlling gas operated control va]veé is
deleted from RACT. Further, the RACT recommendations are for gas
plants and not for natural gas gathering stations.
D.5 MODEL PLANTS '
Comment:

Two commenters (8 and 10) questioned the model plants. One
remarked that EPA should have included all four of the EPA-tested gas
plants, or EPA should explain the reason for including only two of the
plants in the vessel and component inventories. In addition, the
component inventories at the two API-tested p]ants are unusually large
and of questionable value in developing model plant configurations.
Another wrote that the method of ratioing components to all vessels
combined (columns; heat exchangers, drum/tanks) is an oversimpiification,
as indicated by Table B-3 of the draft CTG.
Response:

The model plants are based on four rather than on six plant
visits because the last two EPA-tested plants were visited after the
model plants were derived. Furthermore, as stated in Appendix B, the
Jatter two plant visits did not obtain information on vessel or equipment
inventories. The purpose of model plants is to characterize the range
of processing complexity. The diversity within the gas production
industry is represented in the four gas plants were examined and is shown
in the three model plants selected. In addition, the cost effectiveness of
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RACT controls are independent of the number of pieces of equipment
because there are no economies of scale for leak detection and repair
programs. |

D.6 ENVIRONMENTAL IMPACT

Comment : | ‘ ‘ ‘ ‘

Two commenters (2 and 6) maintained that the test data base on
wh1ch emission reduct1on estimates are based is limited (only 6 plants).
They contended that the test data are not stat1st1ca]]y sound and
should be expanded to obtain a more’ representatlve samp1e.

Response

Emissions test data are used to est1mate the magn1tude of fug1t1ve
emissions and the magnitude of potent1a] emission reductions through
the app]1cat1on of reasonab]y ava11ab1e control techniques. For this
purpose, the emissions test data obtained from gas p]ants indicate
that s1gn1f1cant emissions are released to atmosphere from ]eaklng
equ1pment and that 1mp1ementat1on of the RACT requ1rements w1]] reduce
these emissions. )

Comment : . o

Two commenters (5 and 6) noted that other factors should be .
cons1dered (besides the number of components) in est1mat1ng emissions
(e. g., system pressure, equipment age, climate, past performance, gas
compos1t1on, dlfferences in plant type, size, total f1u1d mix, etc. )
Response: | T 7

EPA has conducted numerous equipment emissions studies at petro]euh
refineries, synthetic organic chemical manufacturfng plants , gas
plants, coke oven by-product plants, etc., as discussed in detail in
“Fugitive Emission Sources of Organic Compounds--Add1t1ona] Information
on Emissions, Emission Reductions, and Costs." U.S. Environmental
Prdtection Agency, Research Triangle Park. EPA-450/3-82-010. April
1982. The major conclusions drawn from these studies are that the
only equipment or process variable found to correlate with fugitive
emissions was the volatility and/or phase of the process stream.‘
Consistent with to this finding, RACT for gas plants exempts equ1pment
that contact or contain heavy liquid VOC. Other variables such as
1ine temperature and pressure indicated much lower degrees of correlation.

D-13




Comments:

Another commenter (6) wrote that the method for obtaining emission
rates needs to be described in more detail. The commenter specifically
questioned how EPA derives emission factors from concentrations measured
by a hydrocarbon analyzer without measuring actual flow rate.

Response : ‘ '

Equipment emission rates were determined by enclosing the emission
sources and measuring mass emissions. The screening values, simul-
taneously measured, were correlated to the measured leak rate. The
derivation of emission factors is presented in "On-shore Production of
Crude 0i1 and Natural Gas-Fugitive Volatile Organic Compound Emission
Sources-Data Analysis Report Frequency:of Leak Occurrence and Emission
Factors for Natural Gas Liquid Plants," U.S. Environmental Protection
Agency, Research Triangle Park, N.C. EMB Report No. 80-FOL-1. July
1982. The emission factor development methodology was reviewed by
industry representatives and they determined that‘EPA's methods for
emission factor development were appropriate.® |
Comment :

One comment was received (11) stating that it is wrong to assume
that 100 percent of emissions would be reduced by controls on open-ended
lines. In many cases, open-ended vents would be routed to a flare, and
energy recovery credits would not be applicable. N
Response:

Capping an open-ended 1ine limits emissions to the amount of VOC
trapped between the valve ahd cap (whether it be a plug, second Vé]ve,
etc.) which is released when the line is again opened. However, by
closing the first valve prior to capping or closing the second valve,
the safety of the technique is ensured and emissions minimized. A
conservative estimate of the amount of VOC trapped in the line and the
frequency of open-ended line use, nevertheless, results in almost
100 percent VOC control (as discussed in Section 3.2.2). RACT for
open-ended lines effectively controls emissions between each time the
line is used. |
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- It appears as though the commenter has incorrectly assumed that
process vents would need to be capped Any open-ended line that is in
use, a pressure relief valve, a doubie block and bieed 11ne, or a
process vent, would not be capped. Process vents could be routed to a
flare, with no recovery credit as the commenter states, but this is
| not part of the requirements of RACT
D.7 COST IMPACTS '

Comment : _ A ,
Commenters (1 and 8) wrote that front end costs of RACT ‘should

not be combined with capital costs. For example, double Va]ving

" open-ended lines and initial leak repair are front end expenses that
should be considered as operating costs, and not capital costs to be
amortized (and thus minimiZing the impact of their expense in the year
when they are incurred)

Response:

Although the contro] cost of open-ended lines and. initial leak
repair could be treated as operating expenses because they are one-time
start-up costs, for the purposes of this CTG they are treated as '
though they were capital costs and amortized. This assumes capitai
would be borrowed to pay these initial costs.

'Comment _ ‘
Two commenters (8 and 10) remarked that estimates for monitoring
times do not apply to gas plants and the costs are outdated. Monitoring
~labor charges of $4/source for contractor labor and“$3,50/source for
Ap]ant personnel'(not including leak‘repair, resampling after repair,
_or'initiai design, acquisition, or implementation of the monitoring
network), as well as the current labor rate of $23/hr (as opposed to
EPA estimate of $18/hr) were offered. It was also argued that 1abor
costs for leak detection should include: front end set-up cost
equipment depreciation, and instrument maintenance. In addition, the
costs apply to ideal work conditions and new materials, and the costs
at smaller plants will be much higher per emission reduction because
they would have minimal attendance and would be forced to call upon
outside assistance in implementing RACT.

- D-15




Response: '
The monitoring time estimates for plant equipment are based on

the results of refinery inspections and have been corroborated in
chemical plant testing. The EPA labor rate ($18/hr) is based on June
1980 dollars. Updating the EPA estimate to present (June 1982) dollars
results in a labor rate that exceeds the rate suggested ($18 x June 1982
Cost Index 295.9/June 1980 Cost Index 210.5 = $26. Reference: Chemical
Engineering 87(20):7 and 89(19):7). Set-up costs, equipment depreciation,
and instrument maintenance costs are included in the cost -analysis.

Leak detection costs account for field labor time only. Administrative,
support, and instrument costs to implement RACT are itemized separately.
The leak detection and repair costs are based on field monitoring

under all weather conditions. For model plant B, EPA's estimated

costs fall within the range of costs the commenter quotes. With

750 valves maintained at 2-man-minutes per inspection and one fourth

the annual instrument cost of $5,500, the cost per valve inspection is
$2.67. Using the above cost indices this would update to $3.75 per
source.

The EPA agrees, however, that small plants may incur higher costs
per emission reduction if outside personnel are relied upon to conduct
the leak detection and repair program. Chapter 4, therefore, recommends
a small plant exemption from RACT (Section 4.1).

Comment : '

One commenter (8)"wrote that the costs for adding double valves
on open-ended lines are underestimated because these costs should
include: recordkeeping, vehicle use, and source identification and
tagging. In addition the commenter wrote that the cost estimate for
capping open-ended 1ines is based on the price of a one-inch screw-on
type globe valve and the incorrect assumption that any lines larger
than one inch can be reduced to one inch. The commenter suggested
that EPA should review the 721 open-ended lines tested as reported in
the CTG-Appendix A and base the costs on a distribution of line sizes.
Response:

Double valving an open-ended line does not require additional
recordkeeping or tagging. The second valve is not subject to the.
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Va]ve'1eak_detection and repair requirements, but is considered as
RACT. Complying with RACT, however,_doesvnot necessitate a second
valve. Open-ended lines may be capped or plugged. The basis for the
rcost estimate is the price of a one-inch screw-on type globe Qa]ve
which reflects the maximum cost 1ike1y~incurred for open-ended line
emissions control. Larger Tines would 1ikely have a blind flange
installed at a similar cost, and smaller lines would be capped at a
much 1ower cost.
.Comment
Similarly, the same commenter (8) stated that 1eak repair costs
are too low. Costs shou]d include: recordkeep1ng, vehicle use, provisions
for 1naccess1b1]1ty, repair parts, loss of" production and overtime.
Cost of $120/repaired valve and $1000/repa1red pump are rea11st1c
repair costs.
Response: , . S ,

_-In Chapter 5, a $140/seal rep]acement'costris_included;in the
cost of pump repair. The cost analysis also includes annua] miscellaneou:
(0.04 x capital cost) and maintenance (0.05 x capfta] coSt)fcosts plus
.an anpnual calibration and maintenance‘cbst,for the monitoring equipment
of $3000 (1980 dollars). Administrative and support costs to implement
RACT (0.40 x monitoring labor + maintenance ]abor) are also included.
Very few valves will require repacking. Chaptérr4 includes proVisions
for less frequent monitoriﬁé of difficult to monitor valves and repairs
- that cannot be completed on-line. vThesé repairs may'bé delayed until
the next scheduled shutdown.
Comment : , _
One respondent (11) remarked that monitoring time and costs are
not included for flanges and connections.
Response: _

Flanges and connections need not be monitored routinely under
RACT. Therefore, there are no mohitorihg time or costs associated
with it.

Comment :

One commenter (10) was concerned that RACT compressor control-
costs are too high in consideration of their small proportion to total
emissions. The venting system would require extra valves for safety.
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The entire costs for the control system will exceed $700, and the cost
of a small flare is about $8000.
Response: .

Section 5.5 presents revised control costs for controlling compressors
based on public comments received on the enclosed compressor vent
system. The cost effectiveness for the enclosed compressor vent
control system also-reflects revised emission factors for compressor
seals. The revised compressor and emission factors are based on
wet gas and natural gas liquids compressors.1 Data from dry gas service
compressors was excluded because dry gas service components are exempt
from RACT. Based on the revised cost effectiveness of enclosing
compressors, wet gas reciprocating compressors at facilities that do
not have a VOC control device are exempt from RACT.
Comment :

Similarly, another commenter (9) expressed concern that the cost
of a VOC monitoring instrument, its maintenance, and calibration are
high compared to current practices of leak detection.
Response:

The draft CTG has included the cost of two monitoring instruments,
instrument maintenance calibration time, and two-man monitoring teams
to obtain maximum cost impacts from implementation of RACT. In Chapter 5,
the costs of RACT including the maximum instrument costs are shown to
be reasonable. Actual plant costs incurred may be much less because
one man monitoring teams may be employed and less expensive monitoring
instruments may be purchased. Also, many equipment pieces will not
require instrument monitoring if soaping is used as a preliminary
screening technique.
Comment:

One commenter (8) pointed out that the value of recovery credits
for VOC ($210/Mg) is incorrectly based on the assumption that all the
VOC is propane. Also, the value of the recovery credits .is $146 if
the correct product density for propane is used.
Response:

Recovery credits have been revised. Nonmethane/nonethane hydrocarbons
are valued at $192/Mg based ‘on LPG price of 40¢/gallon for June 1980
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and a spec1f1c gravity of 0. 55 (the or1g1na1 1ncorrect credit of
$210/Mg was based on a spec1f1c gravity:of 0.50). . Methane and ethane
-~ .are valued at $61/Mg based on $1 46/Mcf. of natural gas for June 1980,
~assuming a weight' equivalent composition of 80 percent methane and
20 percent ethane at standard temperature and pressure.
Comment = ‘ o ' ' o
One commenter (10) stated that more frequent 1nspect10ns than
annual -are not cost effect1ve._ ' o
Response: . o

EPA has determined that quarter]y ]eak detect1on and repa1r is
cost effective and represents reasonab]y ava11ab1e control techno]ogy
In Chapter 5 Table 5-10 presents the cost effect1veness of. quarterly
Teak detection and repair for valves, pumps, relief valves, and compressors.
' Comment :

One commenter (10) wrote that incremental cost-effectiueness
figures should be calculated for different'inspection intervals.
- Response:

The purpose of control technique guidelines (CTG) is to inform
air pollution control agencies responsible for achieving and maintaining
national ambient air quality 'standards of reasonably available control
technology (RACT). These agencies may formulate their own regulations
based upon the CTG; however, the CTG jtself is not intended to evaluate
alternative control strategies and the incremental cost effectiveness
between the alternatives.
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