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EERC DISCLAIMER

LEGAL NOTICE This research report was prepared by the Energy & Environmental
Research Center (EERC), an agency of the University of North Dakota, as an account of work
sponsored by the U.S. Army Corps of Engineers. Because of the research nature of the work
performed, neither the EERC nor any of its employees makes any warranty, express or implied,
or assumes any legal liability or responsibility for the accuracy, completeness, or usefulness of
any information, apparatus, product, or process disclosed or represents that its use would not
infringe privately owned rights. Reference herein to any specific commercial product, process, or
service by trade name, trademark, manufacturer, or otherwise does not necessarily constitute or
imply its endorsement or recommendation by the EERC.
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PRODUCTION OF JP-8-BASED HYDROGEN AND ADVANCED
TACTICAL FUELS FOR THE U.S. MILITARY
COOPERATIVE AGREEMENT NO. W9132T-08-2-0014
FINAL PROJECT REPORT FOR THE PERIOD
JUNE 25, 2008 - SEPTEMBER 24, 2009

EXECUTIVE SUMMARY

The University of North Dakota Energy & Environmental Research Center (EERC)
worked with the U.S. Army Corps of Engineers Engineering Research and Development Center
(ERDC) in Champaign, Illinois, to develop and demonstrate the production of hydrogen and
hydrocarbon fuels for use at military installations. In 2005, EERC began the first phase of a
multiyear program to develop, optimize, and demonstrate the military viability of an EERC-
developed technology for on-demand production of high-pressure hydrogen for fuel cell electric
hybrid (FCEH) vehicles. A broad goal of the program was to develop a military logistics fuel-
based hydrogen supply scenario that enables battlefield use of hydrogen in highly efficient
FCEH vehicles. A second goal was to develop advanced tactical fuels with JP-8 drop-in
compatibility and superior hydrogen-reforming properties from domestic or indigenous fossil
feedstocks such as coal, natural gas, and petroleum coke and renewable feedstocks such as crop
oils and biomass. Herein is a final report for work conducted from June 25, 2008 -
September 24, 2009, under the project entitled Production of JP-8-Based Hydrogen and
Advanced Tactical Fuels for the U.S. Military, under Cooperative Agreement No. W9132T-08-2-
0014.

This report describes technical work conducted under Task 1, hydrogen production,
purification, and vehicle development and demonstration, and Task 2, the development of
alternative (nonpetroleum) feedstock-based technologies for production of advanced tactical
fuels with JP-8 drop-in compatibility and improved properties for use as hydrogen feedstocks.
Overall project management and select strategic studies are included in Task 3.

Subtask 1.1

Optimization experiments were conducted in an EERC-developed high-pressure hydrogen
production unit. The process converts liquid, organic feedstock, and water into a high-pressure,
hydrogen-rich gas stream. A modified reactor was developed and demonstrated. This reactor
provided improved heat transfer to the catalyst bed. In order to decrease the load on downstream
purification equipment, the removal of nonhydrogen gases at high pressure was also investigated
via high-pressure condensation and physical adsorption techniques.

High-pressure condensation was not effective at removing nonhydrogen gases. Physical
adsorption, however, was effective at capturing nonhydrogen gases, specifically carbon dioxide.
Installing the physical adsorption vessel resulted in a high-pressure gas stream (6000 psi) that
contained 96 mol% hydrogen.

viil



Subtask 1.2.1

Under this activity, the EERC is evaluating the use of the Oak Ridge National Laboratory
(ORNL)-developed electrical swing adsorption (ESA) process for purification of high-pressure
hydrogen produced from the HPWR process. If successful, the ESA process has the potential to
significantly increase the production efficiency and lower the power costs of purification relative
to the standard method used at low pressures: pressure swing adsorption.

The first task was to develop an electrically conductive high-surface-density monolithic
adsorber for use in the system. Three routes were pursued, all involving the creation or use of
activated carbon as the base adsorber material. In two routes, we attempted to first make very
high density carbon monoliths using carbon fibers and/or phenolic resins and then activate the
monolith. This technique was not successful because the level of activation of the carbon; i.e.,
the increase in adsorptivity due to partial oxidation was always much lower than can be found in
commercial activated carbons. Therefore, we focused on making monoliths from commercially
available powdered activated carbon. This effort was successful in making monoliths with
approximately twice the surface area density of the powdered material, an electrical resistivity of
1.2 inch-ohms, and a compressive strength of 3500 pounds per square inch. Adsorptivity of the
monoliths was tested by passing a mixture of Hy, CH4, CO, and CO; gases through cylinders of
the material at up to 800 psig. These tests demonstrated that the cylinders were very good at
providing high-purity hydrogen from a gas mixture. However, significant heating occurred when
an electric current was passed through the saturated monoliths during attempted regeneration.
Therefore, a method of treating the activated carbon was developed to reduce its electrical
resistivity by a factor of 10. The new material will be tested at higher pressures in the pilot-scale
test system described below.

Work in this activity also continued with design and construction of the 12,000 psi ESA
test system. Before the design of the system was finalized, two project engineers were trained in
high-pressure hydrogen technology and safety. A quantifiable risk assessment of the system was
performed in order to ensure safe remote operation in an open pilot plant setting. Risk needed to
be equivalent to or better than that experienced by workers at a commercial hydrogen-fueling
station. One engineer also obtained certification as a hydrogen safety engineer. The system was
designed for remote operation, and all electrical components met the National Electrical Code
Class 1 Division 2 rating for operation in environments that may contain explosive gases.

The 12,000 psi ESA test system creates simulated reformate gases by blending pure gases
from cylinders, which are then compressed to up to 12,000 psi and passed through the adsorber
monoliths. Changes in gas composition at the outlet can be continuously measured with a laser
gas analyzer, and temperature changes in the monoliths can be monitored by six embedded
thermocouples. Electric currents can be passed through the monoliths to determine how well the
adsorbed gases are driven off and how temperature changes during that process. The system will
be used in future work in this activity to refine operating procedures, determine gas adsorptivity
and breakthrough behavior at high pressure, and develop monolith regeneration procedures. As
of the end of this phase of work, the 12,000 psi ESA test system was constructed and ready for
shakedown and testing.
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Subtask 1.2.2

The development of efficient, cost-effective, and scalable hydrogen separation and
purification technologies are key requirements for the advancement of a hydrogen economy
since ultrapure hydrogen (99.9% H,) is the ideal fuel for polymer electrolyte membrane fuel
cells. Electrochemical hydrogen separation and purification using proton exchange membranes
was based on reversible hydrogen oxidation and reduction reactions. It is expected that minimal
power should be required to operate the electrochemical process, and the hydrogen purity
produced at the cathode is very high. Hydrogen normally produced from hydrocarbons contains a
level of CO up to 2%. This high CO level requires the development of an electrochemical
hydrogen purification technology based on high-temperature proton-conducting membranes
since Pt catalysts can tolerate such high CO levels without significant activity degradation at
increased temperature.

The electrochemical hydrogen purification process was investigated using high-
temperature polymer electrolyte membranes at ambient and increased pressure. All
electrochemical experiments were performed using a 50-cm” active area electrochemical cell
comprising two metal end plates, two parallel multichannel serpentine flow field graphite plates,
and a high-temperature membrane—electrode assembly (MEA). During each run, a simulated gas
stream consisting of 76% Ha, 2% CO, 2% CH,4, and 20% CO; was supplied to the anode side,
and high-purity nitrogen was fed to the cathode side to carry hydrogen purified for gas analysis.

The feasibility of the electrochemical hydrogen purification process was demonstrated, and
the electrochemical process was optimized at ambient pressure. At three operating temperatures
of 140°, 160°, and 180°C, only hydrogen was produced at the cathode. Moreover, the current
efficiency for the hydrogen purification process was higher than 90% at the three temperatures
above and at a constant current of 200 mA cm™. The cell voltage measured at this constant
current density was dependent upon the operating temperature. At 140°C, a value of around
0.14 V was obtained. This value was decreased to around 0.06 V when the temperature was
increased to 180°C. Moreover, it was found that the cell voltage almost remained constant at
controlled constant current polarizations. The purification process was further investigated as a
function of process start-up and shutdown. Exclusive hydrogen gas at the cathode, high current
efficiency, and stable low cell voltage were reproduced.

Work was initialized on tailoring the process for use at elevated pressure. The next phase
of work will focus on the feasibility demonstration and optimization of the high-pressure
hydrogen purification processes.

Subtask 2.1

The EERC developed an advanced distributed-scale gasifier that can convert widely
available complex waste resources into energy, liquid fuels, or hydrogen. The gasifier
accommodates fuel composition variations that attain self-sustained, steady-state gasification in
the simplest configuration while maintaining near-zero effluent discharge. The new gasification
design was tested for improved performance using a wide range of biomass fuel.



The fuels selected for self-sustained gasification experiments were high-moisture biomass
waste (moisture ranging from 35% to 60%), high-moisture PRB coal (26%-30%), and creosote-
treated railroad ties—a hybrid fuel having characteristics of woody biomass (base material is oak
wood) but with an included creosote (complex mixture of coal tar).

Woody biomass containing moisture greater than 50% was tested during a 24-hour
gasification test. Desired variations in syngas composition for application in the liquid synthesis
process (high H»/CO ratio) and electricity production (high CO/H;) ratio were achieved by
varying the gasifier operating condition. The worst-case tar produced in case of wet biomass
gasification was 3830 mg/m3 and 290 mg/m3 in hot and cold syngas, respectively. The
particulate matter concentration determined was 175 and 54 mg/m3 in hot and cold syngas,
respectively.

Tests using high moisture coal as feedstock also showed high H»/CO and CO/CO; ratios in
the syngas, which would be excellent syngas quality for hydrogen and liquid fuels production.
During 13 hR steady state gasification of 35% moisture wood waste, hydrogen rich syngas
composition was produced with an achieved average and highest H,/CO ratio of 1.51 and 2.26
respectively. Such steady state gasification could be obtained on high moisture biomass for
commercial liquid production system.

Tests on the creosote treated railroad ties were primarily concerned with lowering tar
generation in the gasification process and removing tars with post-gasification scrubbing. The
level of tar during steady-state gasification of railroad tie in the unscrubbed hot syngas and
scrubbed syngas was determined to be 822 and 200 mg/m’, respectively, while the particulate
concentration was 353 and 32 mg/m’, respectively. The cold-side tar contained about 83%
toluene and xylenes which are typically used as performance enhancers in internal combustion
engines. No tar heaver than naphthalene (only 7%) escaped the syngas polisher. Fine
performance adjustments in the syngas polisher can lead to higher than 95% tar capture.

Overall, the performance study revealed that gasification efficiency greater than 80% could
be achieved for fuel such as railroad ties and high-moisture biomass. The primary advantage of
utilizing waste without requiring predrying is envisaged to be a simple system, and moisture
could be used as gasification medium.

Subtask 2.2.1

In order to develop and demonstrate a bench-scale coal-/biomass-to-liquids process, three
large batches of an iron-based, Fischer-Tropsch (FT) catalyst, 1 kilogram each, were prepared
and evaluated in a lab-scale FT reactor. After the effectiveness of the catalyst was verified, the
catalysts were loaded into the bench-scale FT reactor, which was used to convert coal-biomass
derived syngas into FT liquids. The liquids were subsequently upgraded into synthetic
isoparaffinic kerosene (SPK) that is compatible with military-grade JP-8 jet fuel.

Further tests were conducted on the FT iron catalyst preparation method in order to

improve the repeatability of catalyst production and the stability and performance of the catalyst.
It was determined that if the catalyst is exposed to atmospheric water vapor for extended periods
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of time, activity and selectivity to heavier hydrocarbons will be negatively impacted. Also, the
catalyst must be exposed to dry, flowing air during calcining in order to maximize performance.

The FT iron catalyst was promoted with varying amounts of lanthanum oxide to determine
potential effects on catalyst productivity and product selectivity. It may be that small amounts of
lanthanum help to improve selectivity to heavy hydrocarbons, but too much may negatively
impact catalyst performance. The trials were confounded by excessive variation in iron and
potassium loading on the catalyst, and the results of the experiment may be due in large part to
the ratio of potassium to iron.

Various FT catalysts were received from a commercial catalyst supplier. These catalysts
were tested in the small-scale FT reactor. The performance of the catalyst was evaluated and
compared to the FT catalyst developed at the EERC. The results were reported back to the
supplier to assist in improving the catalyst formulation for future tests.

Subtask 2.2.2

The EERC developed a process to convert plant- or animal-derived fats and oils into
hydrocarbon fuels. The fuels produced from this process are chemically identical to their
petroleum-derived counterparts.

Under Construction Engineering Research Laboratory (CERL) funding, experiments were
conducted to support process scale-up. Laboratory experiments were conducted in continuous
process systems, typically run at 0-6 L/hr. Feedstock flexibility was demonstrated. A feedstock-
flexible process is less sensitive to specific feedstock prices and, therefore, reduces the economic
risks associated with feedstock price volatility. To demonstrate feedstock flexibility, researchers
experimented with many different crop oil and fatty acid feedstocks. Feedstock effect on product
composition and quality was investigated. The process proved to be extremely feedstock-flexible
with the only notable difference, when varying feedstock, being the chain length of the
hydrocarbon product.

Operational parameters were also investigated in order to optimize the process and to
reduce overall operating costs. Reactor pressure, oil feed rate, and hydrogen feed rate were
varied to determine their effect on product quality. The minimum operating condition was found
for each variable. Reaction kinetics were also investigated, and a kinetic model was developed to
fit the experimental data. This model showed that the reaction was first order with respect to
feedstock concentration and a fractional order with respect to hydrogen partial pressure.

Process integration strategies were investigated. The main conclusion from this analysis
was that the high-cetane, low-sulfur, renewable hydrocarbon fuel that is produced from the
EERC process could be a valuable product for refineries to blend into their existing diesel pool.

Subtask 2.3 Development of Modular Systems for Distributed Fuels and Energy

The EERC performed a brief evaluation of specific renewable technologies focused on the
distributed production of fuels and/or energy. Technologies evaluated were biomass gasification
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coupled with internal combustion engine, biomass gasification coupled with synthetic natural gas
(SNG) production, biomass gasification coupled with the FT process, and -catalytic
hydrodeoxygenation isomerization (CHI).

Based on previous work on different projects by National Renewable Energy Laboratory,
Princeton University, and the EERC, process efficiencies, energy balances, and block diagrams
were determined for each process based on a “normalized” input Btu content of the feedstock,
and output quantities and makeup were then derived.

Using these results the EERC evaluated these technologies for a specific military facility,
Grand Forks Air Force Base (GFAFB) located near Grand Forks, North Dakota. Fuel and energy
usage information was provided by GFAFB personnel, and each technology was evaluated to
determine the potential to offset current fuels or energy usage.

Based on reasonableness of scale, cost, and feedstock availability, three technologies
appear to warrant further study: 1) biomass gasification coupled with SNG production to offset
propane usage, 2) diesel production using biomass gasification coupled with FT, and 3) CHI
process to offset diesel usage.

Task 3

This task facilitated management of the entire project, Production of JP-8-Based Hydrogen
and Advanced Tactical Fuels for the U.S. Military, under Cooperative Agreement No. W9132T-
08-2-0014. Task 3 included all project management such as tracking deliverables and budgets,
monthly and quarterly reporting, final reporting, internal project meetings, project review
meetings with U.S. Army ERDC’s CERL staff, and strategic studies.

In the area strategic studies and publications, a special ERDC/CERL technical report was
initiated and completed to a draft copy. The technical report is entitled Development and
Demonstration of Hydrogen Production and Purification Systems for U.S. Military Fuel Cell
Vehicles. The report summarizes activities to date related to the development of the high-
pressure hydrogen production, purification, refueling, and vehicle demonstration work.

A second major strategic studies effort involved work done to put together a biomass
resource and characterization assessment for the contiguous United States. A report was written
that gives the current status biomass availability for conversion to power and fuels. Biomass
types considered included agricultural and forest residues and energy crops and urban residuals.
Primary data consisted of county-by-county biomass resource types and estimates and also
included some data on the chemical and physical properties of those sources. The study included
some data and information on national land ownership, climate zones, and biomass-growing
conditions. One conclusion drawn from the study is that there is no single ideal biomass source.
While some sources may have ideal combustion and cofiring properties, such as wood, other
sources are optimal feedstocks for fuel production, such as corn or soybeans. In addition, no type
of biomass is uniformly available across the United States or even within individual states.
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PRODUCTION OF JP-8-BASED HYDROGEN AND ADVANCED
TACTICAL FUELS FOR THE U.S. MILITARY
COOPERATIVE AGREEMENT NO. W9132T-08-2-0014 FINAL PROJECT REPORT
FOR THE PERIOD JUNE 25, 2008 - SEPTEMBER 24, 2009

INTRODUCTION

The University of North Dakota Energy & Environmental Research Center (EERC) has
been working with the U.S. Army Corps of Engineers Engineering Research and Development
Center (ERDC) in Champaign, Illinois, to develop and demonstrate hydrogen and hydrocarbon
fuels production and use at military installations. In 2005, the EERC was awarded a contract
under Broad Agency Announcement (BAA) WO9132T-04-R-BAAl: PEM Fuel Cell
Demonstration and began the first phase of a multiyear program to develop, optimize, and
demonstrate the military viability of an EERC-developed technology for on-demand production
of high-pressure hydrogen for fuel cell electric hybrid (FCEH) vehicles. The overall goal of the
program was to develop a military logistics fuel-based hydrogen supply scenario that enables
battlefield use of hydrogen in highly efficient FCEH vehicles, thereby helping to meet the U.S.
Army after Next (AAN) objective of a 75% reduction in battlefield petroleum use. Work
performed previously under the Cooperative Agreement was documented in annual reports filed
with ERDC.

In 2008 a new contract, Cooperative Agreement W9132T-08-2-0014, was awarded to the
EERC to provide funding to continue the research and development of hydrogen and fuel
production technologies with military relevance. This report includes work conducted under
Cooperative Agreement W9132T-08-2-0014 during the reporting period of June 25, 2008, to
September 24, 2009.

Cooperative Agreement W9132T-08-2-0014 has since been modified to provide additional
funding for continued research and development and extends the Cooperative Agreement period
of performance to January 1, 2011.

PREVIOUS KEY ACCOMPLISHMENTS

Since 2006, the following activities have been conducted:

e The EERC preliminarily evaluated the military viability of the high-pressure water
reforming (HPWR) concept for on-demand production of high-pressure proton
exchange membrane (PEM) fuel cell-quality hydrogen from JP-8, resulting in a positive
proof-of-concept assessment.

e The EERC completed the design, fabrication, and shakedown of a pilot-scale
(600-standard cubic feet/hour [l.5-kilograms/hour]) HPWR hydrogen production
system.



The EERC completed required facility upgrades for conducting HPWR system
optimization activities.

The EERC initiated partnership arrangements with major catalyst suppliers, including
CRI International, Johnson Matthey, and Sud Chemie to enable project access to
catalysts and/or catalyst combinations with the best potential for generating maximum
hydrogen and minimum coke production in the HPWR system.

HPWR process optimization testing was conducted using aromatics- and sulfur-free
Syntroleum-produced “S-8” fuel as feedstock. Initial results have demonstrated good
hydrogen production, as measured by product gas hydrogen concentrations of up to
56% (versus a maximum theoretical concentration of 75%), and indicated the need for
increased S-8 *‘cracking” prior to hydrogen production to achieve a higher overall
hydrogen yield.

ePower designed and built a FCEH forklift to operate in the cold winter and hot summer
weather of Grand Forks Army National Guard Base (GFARNGB). The forklift was
delivered to GFARNGB and demonstrated for over 1 year before being
decommissioned and returned to ePower. Development of an FCEH multipurpose
utility vehicle (MPUV) was initiated and then halted after ePower Synergies was unable
to meet the performance specification requirements with the first of two Bobcat®
MPUVs. Two additional FCEH forklift vehicles were fabricated and delivered to
Robins Air Force Base (AFB) for demonstration activities. The FCEH forklift vehicles
were delivered to Robins AFB on December 18, 2007, and April 27, 2009.

In collaboration with Kraus Global Inc. and Airgas, Inc., the EERC designed,
fabricated, shook down, and installed at GFARNGB a hydrogen-dispensing system that
delivers high-pressure hydrogen. The dispensing system was utilized at GFARNGB to
refuel the ePower-designed FCEH forklift and provided an interim hydrogen supply to
support FCEH vehicle demonstration activities in advance of a fully integrated HPWR-
based hydrogen production, purification, and dispensing system running on JP-8. The
EERC and ePower conducted a training session at GFARNGB on October 19, 2006, to
provide instruction to base personnel on the proper and safe operation of the hydrogen
refueler and the FCEH forklift.

The EERC investigated options for increasing the density of commercially available
activated carbon sorbents without reducing their surface areas. The purpose of this work
was to create a high-density electrically conductive monolithic adsorber for purifying
hydrogen at very high pressures. The monolithic design is necessary whether electrical,
pressure, or thermal swinging is used to regenerate the adsorber. Monoliths have been
made using mixtures of granular and powdered activated carbon tested at up to
800 psig. They are effective at adsorbing contaminants from the gas stream, leaving
pure hydrogen.

Tests of the regeneration of the monoliths at up to 800 psig using electric currents have
shown significant heating of the monolith, indicating that gas desorption may be due to



the heating and not the electric current alone. However, we are working to make more
electrically conductive monoliths which may better show gas desorption due to the
electric current before any heating occurs.

Two engineers have been trained in high-pressure hydrogen technologies and have
performed a detailed risk assessment of the operation of a 12,000 psi electric swing
adsorption (ESA) system operated in an open-bay area with other workers in the
facility. The assessment led to design changes in order to match the safety level
equivalent to that of trained operators at a commercial hydrogen-refueling station.

A 12,000 psi ESA test system capable of purifying 300 scth of reformed gas was
designed and constructed. The system is designed for remote computer-controlled
operation and has automatically operated safety procedures in case of a gas leak. Two
monolith pressure vessels were installed: one for a l.5-inch-diameter monolith
24 inches long, the other for a 2.5-inch-diameter monolith 36 inches long.

In collaboration with U.S. military fuel experts and commercial fuel developers, the
EERC developed a process to produce a renewable biomass-derived turbine fuel with
JP-8 “drop-in compatibility” (the ability to meet all JP-8 military specifications and “fit-
for-purpose” requirements). Theoretical design, chemical modeling, and bench-scale
thermocatalytic processing activities were used to produce a crop oil-derived JP-8—an
advanced tactical fuel with excellent properties (zero aromatics and sulfur content) for
use as a turbine engine fuel or a feedstock for the HPWR hydrogen production process.

The EERC worked with technology providers and catalyst producers to initiate
development of a process for producing a drop-in-compatible alternative JP-8 from
nonpetroleum feedstocks, including coal, natural gas, and biomass. Initial work was
focused on enhancing the chemical composition of fossil-based Fischer-Tropsch (FT)
fuel as required to meet all military JP-8 specification and fit-for-purpose requirements
and serve as a superior feedstock for the HPWR hydrogen production process.

A bench-scale reactor was designed and built to convert syngas to liquid fuels which,
upon upgrading, meet key specification requirements of JP-8.

Three large batches of an iron-based FT catalyst, 1 kilogram each, were prepared and
evaluated in the small-scale FT reactor. The large batches were loaded into the large-
scale FT reactor, which was used to convert coal-biomass-derived syngas into FT
liquids. The liquids were subsequently upgraded into SPK (synthetic paraffinic
kerosene) that is compatible with JP-8 jet fuel.

Further tests were conducted on the FT iron catalyst preparation method in order to
improve the repeatability of catalyst production and the stability and performance of the
catalyst. It was determined that if the catalyst is exposed to atmospheric water vapor for
extended periods of time, activity and selectivity to heavier hydrocarbons will be
negatively impacted. Also, the catalyst must be exposed to dry, flowing air during
drying and calcining in order to maximize performance.



e The FT iron catalyst was promoted with varying amounts of lanthanum oxide to
determine potential effects on catalyst productivity and product selectivity. Small
amounts of lanthanum help to reduce the surface acidity of the alumina support, which
improves selectivity to heavy hydrocarbons. However, it appears that too much
lanthanum negatively impacts catalyst productivity.

e Various FT catalysts were received from a commercial catalyst supplier. These catalysts
were tested in the small-scale FT reactor. The performance of the catalyst was evaluated
and compared to the FT catalyst developed at the EERC. The results were reported to
the supplier to assist in improving catalyst formulation for future tests.

PROGRAM OBJECTIVES
The EERC program is designed to address the following key objectives:

e To develop and optimize the HPWR concept for on-demand production of high-
pressure PEM fuel cell-quality hydrogen from JP-8 and other feedstocks.

e To develop advanced tactical fuels with JP-8 drop-in compatibility and superior
hydrogen-reforming properties from domestic or indigenous fossil feedstocks such as

coal, natural gas, and petroleum coke and renewable feedstocks such as crop oils and
biomass.

e To advance the development of FCEH vehicles through demonstration of fuel cell-
powered vehicles and hydrogen dispensing and refueling systems at military
installations.

These objectives are addressed through the performance of multiple tasks and activities.
Specific objectives for the individual tasks and activities include the following:

1) Complete optimization of the HPWR hydrogen production system.

2) Complete optimization of the ESA hydrogen purification system.

3) Initiate design and fabrication of a fully integrated HPWR-ESA-based system for on-
demand production, purification, and dispensing of high-pressure PEM fuel cell-quality
hydrogen from JP-8.

4) Initiate demonstration at GFARNGB of an FCEH MPUV manufactured by ePower.

5) Optimize a bench-scale FT reactor.

6) Optimize catalyst production.

7) Develop a proof-of-concept system for novel EERC-designed two-stage gasifier.



8) Continue development of modular distributed energy and fuel production systems.

9) Design and fabricate a laboratory-scale ESA system for process optimization, and
initiate ESA optimization, with the goal of advancing the technology sufficiently to
enable purification of HPWR-generated hydrogen to PEM fuel cell-quality.

Objectives 1-3 and 5-8 have been achieved during the period of performance covered in
this report. Objective 4 could not be achieved since a working MPUV was not delivered by
ePower; work continues on Objective 9.

PROJECT RESULTS
The EERC program consists of three tasks:
Task 1 — Integrated Demonstration of JP-8-Based Hydrogen Production and Dispensing
Task 2 — Fuel Production from Alternative Feedstocks
Task 3 — Project Management and Reporting

Under Tasks 1 and 2, several activities were performed to achieve the stated program
objectives.

Task 1 - Integrated Demonstration of JP-8-Based Hydrogen Production and
Dispensing

Task 1 subtasks and activities comprise HPWR-based hydrogen production process
optimization and ESA-based hydrogen purification process development and optimization. It is
anticipated that an integrated hydrogen production, purification, and dispensing system and
vehicle demonstration will be conducted at Grand Forks Air Force Base (GFAFB) under a
subsequent contract following completion of the design and fabrication of a deployable HPWR-
ESA-based hydrogen-refueling system.

Subtask 1.1 - Hydrogen Production Process Optimization
Experimental

The EERC previously developed a high-pressure hydrogen production system to reform
liquid organic feedstocks and water at operating pressures up to 12,000 psi. The advantages of
the EERC system include 1) elimination of energy-intensive hydrogen compression, 2) a smaller
process footprint, and 3) elimination of gaseous or liquid hydrogen transport. The objective of
the gas cleanup work conducted under Subtask 1.1 was to decrease the load on downstream gas
cleanup equipment that will further purify the reformate gas to PEM fuel cell quality. To
accomplish the subtask objective, the existing EERC system was optimized through a series of



reactor modifications. Thermodynamic modeling was used to determine expected carbon dioxide
removals and shakedown, and multiple test runs were conducted.

Results and Discussion

A new reactor was designed and constructed to provide better heat transfer to the catalyst
bed. The reforming reactions are endothermic, and cold-spots are possible if there is inadequate
heat transfer. A high-pressure condensation vessel was also installed downstream of the reactor
as a means to remove water and carbon dioxide from the product gas. Shakedown activities were
conducted with the new, reconfigured high-pressure reforming system. The unit was run at an
increased capacity of approximately tenfold the original system, indicating that the process can
be readily scaled up. Typical reactor conditions are shown in Table 1. Typical reformate gas
composition is shown in Table 2.

Table 1. Typical High-Pressure Reformer Conditions During

Experiments

Feedstock Methanol
Temperature, °C 350400
Pressure, psig 7500-8500
Methanol flow, Ib/hr 2
Water flow, Ib/hr 9

Table 2. Typical Reformate Gas Composition from the High-Pressure Reformer
Without CO, Absorber, With CO, Absorber, vol%

vol% [R50] [R56]
Hydrogen 74.6 83.1
Carbon Dioxide 19.1 11.1
Carbon Monoxide 2.0 1.7
Methane 1.8 1.0
Other Light Hydrocarbons CxH,) 04 0.2
Water 1.1 0.1

Thermodynamic modeling indicated that it should be possible to condense liquid carbon
dioxide simply by cooling the high-pressure gas stream. In laboratory tests, however,
condensation of carbon dioxide to liquid was not achieved in the cold, high-pressure condensate
vessel. To increase the cold surface area in the condensate vessel, steel packing was inserted.
Even with the additional condensation area provided by the steel packing, the carbon dioxide
concentration of the reformate gas remained unchanged. An alternate approach to removing
carbon dioxide from the high-pressure reformate stream involving physical absorption of the
carbon dioxide into a proprietary liquid solvent was investigated. Results in Table 2 indicate that
the physical absorption column was moderately effective at removing carbon dioxide and water
from the reformate gas stream. To prevent the absorption vessel solvent from becoming saturated
with contaminants, the solution was constantly circulated to a flash drum, where pressure was



dropped and contaminant gasses were flashed off. Clean absorbent solution was then circulated
back to the working absorption vessel. A flow diagram of the system is shown in Figure 1.

To increase gas-liquid contact time, a taller absorption column was constructed and
installed to investigate the effect of increased contact time between reformate gas and absorption
liquid on carbon dioxide absorption. This modification did not have a discernible effect on
reformate gas composition, compared to the shorter absorption column. The experiment
indicated that the contact time between the absorbent and reformate gas stream was not limiting
carbon dioxide removal, further indicating that the absorption solvent itself may be the limiting
factor. It was hypothesized that better carbon dioxide removal would be achieved with an
improved absorption solvent. This hypothesis was supported when an improved absorption
media was utilized. Results from tests using the improved absorption media, a methanol feed rate
of 1.25 Ib/hr, water feed rate of 6.25 Ib/hr, and a pressure of 6000 psi are shown in Table 3.

Accomplishments

Work during this period of performance focused on optimization of the high-pressure
production system. The reactor vessel was modified for higher hydrogen production and proof-
of-concept testing was conducted for various high-pressure gas cleanup systems. The high-
pressure carbon dioxide absorption experiments conducted resulted in promising proof-of-
concept data for the high-pressure physical absorption technique of removing carbon dioxide and
water. The absorption system will substantially reduce the load on downstream gas purification
equipment.
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Table 3. High-Pressure Reformate Gas Composition Upstream and Downstream of
an Absorption Column Designed to Remove Carbon Dioxide

Concentration (vol%) Concentration (vol%)
Upstream of Absorption Downstream of Absorption
Reformate Gas Component Column Column
Hydrogen 76 96
Carbon Dioxide 20.8 0.07
Methane 1.5 2.1
Carbon Monoxide 1.5 1.8

A peer-reviewed journal article titled “On-demand Hydrogen via High-Pressure Water
Reforming for Military Fuel Cell Applications” was published as a technical brief in the
November 2008 issue of the Journal of Fuel Cell Science and Technology. A copy of the journal
article is included in Appendix A.

Subtask 1.2 — High-Pressure Hydrogen Purification Process Development and
Evaluation

Multiple activities were included in Subtask 1.2
Activity 1.2.1 — ESA Process Development
Experimental

The HPWR process concept consists of converting JP-8 to a hydrogen-rich gas stream at
pressures ranging from 3200 to 12,000 psi. To maximize the benefit of generating hydrogen at
high pressure, a purification process that can work efficiently at these pressures without
significantly reducing the pressure of the hydrogen is required. Separation membranes produce
hydrogen with a pressure less than its partial pressure in the HPWR reformate stream.
Conversely, adsorption systems produce hydrogen at pressures slightly less than the total gas
pressure of the reformate. By producing and purifying hydrogen at the dispensing pressure, the
need for high capital cost and energy-intensive hydrogen compression is eliminated. Currently,
pressure swing adsorption (PSA) is the most common hydrogen purification technology in
commercial use. In PSA, a pressure drop is used to desorb contaminants from an activated
carbon sorbent, and clean hydrogen is used to purge the contaminants from the PSA vessel.
Because effecting large pressure variations with hydrogen is expensive, the use of PSA at high
pressure is unlikely to be economical. ESA represents a plausible alternative to PSA for
hydrogen purification at high pressure, since ESA relies on electrical current variation rather than
pressure variation to effect sorbent purging. Under this activity, the EERC evaluated the use of
Oak Ridge National Laboratory (ORNL)-developed ESA for purification of hydrogen produced
from the HPWR process.

Granular activated carbon is a common sorbent used in both PSA and ESA, but the high
intergranular porosity and macroporosity of typical granular activated carbon sorbents (about
80%) necessitates the use of large volumes of hydrogen to purge the mass of contaminated gas



present within the pore structures. Additionally, granular carbon beds are poor electrical
conductors. To address these technical issues, this activity focused on development of an
electrically conductive adsorber with a significantly higher density than granular beds.
Development of a dense electrically conductive monolithic activated carbon adsorber was
accomplished through the use of powdered activated carbon and binder which was then
compressed to create a monolith with a density approximately twice that of the bulk density of
powdered activated carbon. Absorptivity of the monoliths was tested by passing a mixture of Ha,
CH,4, CO, and CO, gases through small cylinders of the material. Delays and breakthroughs of
each gas in the mixture were evaluated. The gas-mixing system and pressure vessel are shown as
a schematic in Figure 2.

In addition to developing a dense electrically conductive monolithic activated carbon
adsorber, a 12,000 psi ESA system capable of testing the purification technology on a stand-
alone basis, separate from the HPWR system, was designed and built.

Results and Discussion

High-density electrically conductive activated carbon monoliths were formed using both
powdered and granular activated carbons and various binders. Approximately eight different
types of activated carbons and five different types of binders were tested. The best first-
generation monoliths had an electrical resistivity of approximately 1.2 inch-ohms. Refinements
in the methodology to produce the monoliths resulted in an increase in density and a decrease in
electrical resistance. After the development of activated carbon treatments to reduce resistance, a
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second-generation monolith with resistivity of approximately one-tenth that of the first
generation was developed. The lower resistivity reduces the amount of heating that occurs while
driving off the gas.

Efforts were also made to produce activated carbon fiber composite monoliths. The
composite material had an even higher density and lower resistivity than the pressed powdered
activated carbon monoliths. As reported in last year’s quarterly reports, efforts to activate the
carbon fiber composites focused on physical activation using compressed carbon dioxide or
steam. These attempts were unsuccessful because the pressure vessels could not reach a
sufficiently high temperature for activation. In these experiments, chemical activation using
potassium hydroxide and potassium carbonate was investigated for the carbon fiber monoliths.
The chemical activation was more successful than the previous physical activation; however, the
adsorptivity of the chemically activated carbon fiber was significantly lower (1/7) than the
powdered activated carbon. As a result, the remainder of the testing focused on the monoliths
made of the compressed powdered activated carbon.

Testing of the monoliths with a mixture of H,, CH4, CO, and CO, to simulate a reformate
stream was performed. The order of breakthrough of the gases is H,, CO, CH4 and, finally, CO,.
Figure 3 shows a graphical depiction of typical results. The original concentrations of the
different gases in the simulated reformate stream are signified by the horizontal lines in the
graph. The data show the breakthrough times for the gases when passed through a 4-inch-long
cylinder of the monolith at a flow rate and pressure of 1.5 scfh and 200 psig. The light blue line
in the graph shows the breakthrough of oxygen which had been adsorbed on the carbon from the
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Figure 3. Gas breakthrough curves for a monolith tested at
200 psig with a simulated reformate gas stream.
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air before testing. Nitrogen was not measured directly but can be calculated by difference.
Adsorptivity tests were also performed at 300 and 800 psig. Breakthrough results were similar at
the higher pressure.

Regeneration of the first-generation monoliths was evaluated at up to 800 psig using
electric currents. During the regeneration, significant heating of the monolith was noted,
potentially indicating that gas desorption may be due to the heating and not the electric current
alone. Regeneration testing of the second-generation monoliths has not yet been performed but
will be performed in future work under this activity.

Work in this activity continued with design and construction of the 12,000 psi ESA test
system. Before finalizing the design of the system, project engineers were trained in high-
pressure hydrogen technology. Design parameters required a quantifiable risk assessment of the
system to ensure safe operation in an open pilot plant setting. Risk needed to be equivalent to
that experienced by workers at a commercial hydrogen-fueling station. One engineer was
certified as a hydrogen safety engineer.

A schematic of the 12,000 psi ESA test system is shown in Figure 4. It is designed to allow
mixing of simulated reformate gases from gas cylinders. The gas is then compressed to an
operating pressure of 12,000 psi. The system will be used in future work in this activity to refine
operating procedures, determine gas adsorptivity and breakthrough behavior at high pressure,
and develop monolith regeneration procedures. The system was designed for remote operation,
and all electrical components meet the National Electrical Code Class 1 Division 2 rating for

EERC JH34591.CDR
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Figure 4. Schematic of the 12,000 psi ESA test system.
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operation in environments that may contain explosive gases. A detailed risk assessment of the
system was performed, and the system design modified as needed, to meet the suggested safety
requirements of a commercial hydrogen refueling station. The 12,000 ESA test system was
constructed and is ready for testing.

Figure 5 shows the two pressure vessels that will house the purification monoliths and
valves and a meter for controlling gas flow during the adsorption and desorption cycles. Two
monolith pressure vessels were installed: one for a 1.5-inch-diameter monolith 24 inches long
and the other for a 2.5-inch-diameter monolith 36 inches long. The smaller vessel will be used in
early development of operating procedures in order to reduce gas usage.

Figure 6 shows the air-purged box in which all electronic controls and data acquisition
connections are made. The gas cylinders will be held in the rack along the right side.

Figure 7 shows the gas compressor and the back of the board holding gas-blending valves
and regulators. The system is capable of blending up to five gases and compressing them from
175 to 300 psi inlet to up to 14,500 psi with a flow rate of up to 500 scth. However, the standard
operation will be for 175 psi inlet, outlet of 12,000 psi, and a flow rate of up to 300 scfh.

The EERC technology for producing and purifying hydrogen at high pressures offers
several advantages over systems that produce the hydrogen at low pressures and then compress

Figure 5. Monolith pressure vessels and valves and regulators that control gas flow during
adsorption and desorption testing. The open pilot plant setting can be seen behind the test
system.

12



Figure 6. The air-purged electronics box in which all electronic connections are made.

Figure 7. The gas compressor and the back of the board holding
gas-blending valves and regulators.



it. The advantages include a smaller footprint, lower cost, lower operation noise, lower weight,
and lower energy requirement.

Accomplishments

Activated carbon monoliths were prepared and tested for potential use in the 12,000 psi
ESA system.

For the ESA 12,000 psi system, all equipment and parts were received and installed, and
computer programs have been written for remote operation and automatic shutdown in case of
system failures or leaks.

A technical presentation entitled “High-Pressure Hydrogen Purification Using Electrical
Swing Adsorption” was given at the American Institute of Chemical Engineers spring national
meeting in Tampa, Florida, in March 2008.

Also during this reporting period, a request was sent to the Construction Engineering
Research Laboratory (CERL) contract specialist for permission to purchase a gas analyzer for
use in the purification method development work. Permission to make the purchase was granted,
and the analyzer was purchased and received. The analyzer supported hydrogen purification
work performed under Task 1.2.1 to determine the selectivity, capacity, and regeneration activity
of the gas purification system.

Because of delays in delivery of equipment and required additional work related to safety
issues, system shakedown and testing were postponed.

Subtask 1.2.2 — Electrochemical Hydrogen Purification Process Development
Experimental

Electrochemical hydrogen purification process development work was investigated using
simulated reformate gas mixtures and two modified fuel cells with each comprising two metal
end plates, two graphite flow field plates, and a high-temperature membrane—electrode assembly
(MEA) based on high-temperature polymer proton-conducting membranes. The component
development and process optimization were carried out in an electrochemical cell with 5 cm’
active area and using a single channel serpentine flow field. The process scale-up research was
performed in an electrochemical cell with 50 cm’ active area and using a parallel multichannel
serpentine flow field. The two electrochemical cells have a similar structure which is indicated in
Figure 8. Figure 9 shows the images of the two electrochemical cells. During the electrolysis,
currents and potentials were controlled by an Autolab potentiostat/galvanostat integrated with a
20-A booster (Figure 10).

The gas streams were supplied directly from commercially available tanks without external
humidification, except where humidification is noted. The external humidification was controlled
by a water bath held at 60°C, resulting in approximately 3% relative humidity at 160°C, 6% at
140°C, and 10% at 120°C. The pressure was not regulated and open to the atmosphere. All tests
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Figure 8. Schematic diagram of an electrochemical cell.

5 cm? Electrolysis Cell

Figure 9. Images of electroelectrolysis cell with an active cell area of 5 cm” (a) and 50 cm? (b).
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Figure 10. A controlling system for electrochemical hydrogen purification
process which comprises an Autolab potentiostat/galvanostat, mass flow
controllers, and temperature control.

were performed in the temperature range of 140° ~ 180°C. The fuels included pure hydrogen and
simulated reformate gas (76% H,, 2% CO, 2% CH,, and 20% CO;). High-purity nitrogen was
fed to the cathode side to carry hydrogen purified for gas analysis using an Agilent 7890A gas
chromatograph (GC).

Gas diffusion electrodes with a platinum loading of 1.0 mg/cm2 were used as the cathode.
The MEAs were fabricated by hot-pressing a piece of membrane between the two Kapton-
framed electrodes. The MEA was then assembled into a single cell testing hardware.

Results and Discussion

Electrochemical Hydrogen Purification Using 5-cm? Electrolysis Cell. Initial proof-of-
concept work was performed by feeding simulated reformate gas and pure nitrogen gas through
the anode chamber and cathode chamber, respectively. Under open-circuit potential (OCP) and at
atmospheric pressure and 140°C, hydrogen permeated the polymer membrane, and CO,
crossover was too low to be detected by GC analysis. In a constant-current electrolysis mode,
only H, was detected as an exclusive cathode product, and no CO, CH,4, or CO; was detected.
For the purpose of comparison, pure H, was fed to the anode side in replace of the simulated
reformate gas, the similar results were obtained with H, produced at the cathode side. The
production rates of H, from pure H; and the simulated reformate were similar under the same
constant current conditions. These results indicated the viability of the proposed electrochemical
hydrogen purification method at ambient pressure.
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The optimization of the hydrogen purification process focused on the MEAs for decreased
cell voltage and increased electrochemical reaction rate. The prepared MEAs were evaluated as a
function of reaction temperature based on the measured potential-current curves with hydrogen
as reactant input through both anode and cathode chambers of a modified fuel cell. At
temperatures relevant to the purification process operating conditions, a typical cell voltage is
around 0.2 V at a constant current density of 200 mA cm’?, with dry H; as the input. This cell
voltage was decreased to 0.15 V at the same current density when dry H, was switched to wet
H,. This decrease in the cell voltage is mainly caused by the increase in electrolyte membrane
conductivity in the presence of moisture. It is expected that the cell voltage could be further
decreased at a controlled current density via further optimization of the MEAs and operating
conditions.

Two approaches were used to improve performance of MEAs for increased current density
and decreased cell voltage. Because the high-temperature gas diffusion electrodes used were
designed for aqueous electrolyte-based electrochemical processes, there are no developed three-
dimensional net channels for ion conduction inside the electrodes themselves. Since the
electrochemical reactions occur only at the interfacial area between the electrode and the
polymer electrolyte membrane, the total electrochemical reaction areas were expected to be low.
Because the polyelectrolyte solution is not commercially available, a one-step synthesis of the
high-temperature polymer electrolyte was developed. The synthesized polymer solution was
used to impregnate the electrode layers for improved reaction areas. The second approach
evaluated was the optimization of the hot-pressing process for the preparation of MEAs.

Electrochemical Hydrogen Purification Using a Scaled-Up Electrolysis Cell. The
optimization of the electrochemical hydrogen purification process at atmospheric pressure was
completed. The optimized process was demonstrated using a high-performance, high-
temperature MEA with highly developed solid electrolyte and electrode interfaces and dry
simulated reforming gas comprising 76% H,, 2% CO, 2% CHy, and 20% CO,. At three operating
temperatures of 140°, 160°, and 180°C, only hydrogen was produced at the cathode. The current
efficiency for the hydrogen purification process was greater than 90% at the test temperatures
noted and at a constant current of 200 mA cm>. The cell voltage measured at this constant
current density was dependent upon the operating temperature. At 140°C, a value of
approximately 0.14 V was obtained. This value decreased to approximately 0.06 V when the
temperature was increased to 180°C. The cell voltage remained nearly constant at controlled
constant current polarizations (Figure 11). The purification process was further investigated as a
function of process shutdown and restart. Pure hydrogen gas was produced at the cathode. High
current efficiency and stable low cell voltage were reproduced. The progress made at
atmospheric pressure enabled initialization of work to tailor the process for use at elevated
pressure.
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Figure 11. Dependence of cell voltage as a function of reaction time under
controlled constant current conditions at 140°C.

Electrochemical Hydrogen Purification Using a Pressurized Scaled-Up Electrolysis
Cell

The design and construction of a pressurized electrochemical cell were initialized, and the
integration of the controlling system was initiated.

Accomplishments

The feasibility of electrochemical hydrogen purification process was demonstrated, and the
electrochemical process was optimized at ambient pressure. Low cell voltage, high reaction rate,
and high current efficiency were achieved for the purification process. Work was initialized on
tailoring the process for use at elevated pressure.

The next phase of work will focus on the feasibility demonstration and optimization of
high-pressure hydrogen purification processes.

Subtask 1.2.3 — Hydrogen Production and Purification Systems Integration
The system integration design team has completed a draft piping and instrumentation
diagram and has begun specifying equipment for the integrated hydrogen production,

purification, and dispensing system. Some pressure vessels will be purchased; however, many
components of the current reforming system will be utilized in the new integrated system. The
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system, when modified, will include hydrogen production, purification, and dispensing in a
continuous, integrated process.

Subtask 1.3 — Hydrogen Dispensing and Use

The objective of this subtask is to advance the development of FCEH vehicles through
demonstration of fuel cell-powered vehicles and hydrogen dispensing and refueling systems at
military installations.

Experimental

With respect to hydrogen as a tactical fuel, the increased efficiency of an FCEH vehicle
(running on onboard-stored hydrogen) versus a comparable-power internal combustion (IC)
engine vehicle is well documented. The work performed under this subtask was designed to
quantify the actual efficiency increase achievable in specific military applications and develop
vehicle performance and maintenance data. The vehicle performance and maintenance data are
critical to assessing the military viability of FCEH vehicles for mobility applications, including
applications whereby multiple power-generating assets can be combined, thereby reducing the
number of power generators and the complexity of maintaining and operating those assets.

Results and Discussion

Technical work focused on ensuring that vehicle design, use, and refueling operations were
compatible with hydrogen production and dispensing operations. Systems and vehicles
developed under this activity are described below.

Mobile Hydrogen Refueler. In collaboration with Kraus Global and Airgas Inc., a high-
pressure (5000 psi) hydrogen-dispensing system was designed and fabricated by the EERC based
on the use of delivered cylinders of 6400 psi hydrogen (see Figure 12). The refueling station was
operated extensively for over 12 months in cold winter and hot summer weather at GFARNGB.

FCEH Forklift Truck. A 5000-pound-capacity FCEH forklift truck was designed and
manufactured by ePower Synergies and demonstrated at GFARNGB. This vehicle represented an
early application of an electric forklift and plug-and-play fuel cell pack using commercially
available off-the-shelf technology. The standard battery pack was removed from a Hyster 50
forklift and replaced with a fuel cell pack produced by General Hydrogen. The General
Hydrogen Model FS-0002 Hydricity Fuel Cell Pack consisted of a Ballard 80-V 9-kW fuel cell
stack, 5000 psi hydrogen tank capable of holding 1.79 kg of hydrogen and an ultracapacitor
system to provide energy storage and transient power. Beginning in 2006, the FCEH forklift and
refueling station were operated extensively for over 12 months in cold winter and hot summer
weather. In December of 2007, a second forklift was assembled by ePower and delivered to
Robins AFB for subsequent use and demonstration.
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Figure 12. Mobile hydrogen refueler.

Hyster Forklift Truck. In 2009, a third FCEH forklift was assembled based on the Hyster
50 platform (see Figure 13). A Hydrogenics HyPX-1-33 fuel cell pack was used to replace the
battery pack of the forklift. The Hyster 50 and Hydrogenics fuel cell pack were delivered to the
EERC and assembled prior to being shipped to Robins AFB. The FCEH forklift provided
equivalent performance to a standard forklift and had several features that improved operability
over the previous forklifts demonstrated in 2006 and 2007. The fuel cell pack possessed a 12-V
battery in addition to the ultracapacitors. The 12-V battery works similarly to the battery of an
automobile, providing start-up power even when the forklift sat unused and the ultracapacitors
lost their electrical charge. The Hydrogenics HyPX-1-33 fuel cell provides plug-and-play
capability with the Hyster 50 forklift. The only custom fabrication modification performed by
the EERC was fabrication and installation of a steel plate under the fuel cell to increase the
vehicle weight to that of the original battery-powered vehicle. This increase in weight
maintained the forklift lift capacity consistent with the stock battery-powered Hyster 50.
This vehicle will continue to be utilized at Robins AFB under the direction of the Advanced
Power Technology Office (APTO).

Bobcat Toolcat. Following the completion of two FCEH forklift vehicles, ePower worked
with GFARNGB and APTO personnel to develop design specifications for a MPUV based on
the Bobcat Toolcat vehicle platform. The vehicle was designed and fabricated with a hub motor
for each wheel and significant upgrades to the frame and suspension to meet the tow
requirements of an aircraft tug vehicle. The Toolcat was delivered to Robins AFB and evaluated
by APTO personnel and then shipped to the EERC where staff conducted a detailed inspection in
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Figure 13. FCEH Hyster forklift.

which the systems were reviewed and documented in a series of as-built drawings. Evaluation of
the vehicle by APTO personnel and EERC staff determined that the Toolcat was not well suited
for use as an aircraft tug. Further design modifications were identified that, if implemented,
would allow the vehicle to have performance capabilities similar to a standard diesel-powered
Bobcat Toolcat. The vehicle has undergone several modifications in an effort to achieve this
standard level of performance using the hydrogen-powered fuel cell system. In its current
configuration (shown in Figure 14), the Bobcat Toolcat utilizes a hydraulic drive system
powered by the fuel cell. The vehicle is fully functional but lacks the efficiency and power that
could be achieved with a fully electric drive system. Future work is anticipated in which
improvements to the drive system and component integration will take advantage of the
efficiency benefits of a hydrogen-powered fuel cell.

Accomplishments
Several vehicles and a hydrogen-refueling system were designed, built, and tested under a
range of hot to cold weather conditions. The refueling system remains in service at GFARNGB.
Two hydrogen-powered forklift trucks remain in service at Robins AFB, and the Bobcat Toolcat
is fully functional after modifications; however, additional modifications are planned.
Task 2 - Fuel Production from Alternative Feedstocks
Work performed under Task 2 included development of alternative (nonpetroleum)

feedstock-based technologies for production of advanced tactical fuels with JP-8 drop-in
compatibility and improved properties for use as hydrogen feedstocks.
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Figure 14. Current configuration of the Bobcat Toolcat.

Subtask 2.1 — Advanced Gasifier Development for Clean Syngas Generation

Gasification is one of several thermochemical conversion technologies capable of
providing advanced fuels and energy to the military using domestic feedstocks such as biomass,
coal, municipal solid waste, or field waste. The activities conducted under this subtask were
focused on testing an advanced gasifier, designed and fabricated at the EERC, capable of
producing a variety of syngas compositions from a range of feedstocks with diverse
physicochemical properties. The objective of this effort was to demonstrate the operational
flexibility of the advanced gasification system to accommodate numerous feedstocks to produce
different syngas compositions ideally suited for applications such as power generation in IC
engine generators, distributed hydrogen production, and liquid fuel synthesis reactions such as
FT.

One of the greatest challenges to commercial deployment of distributed gasification
systems has been the inability to effectively gasify a variety of fuels with different physical and
chemical characteristics. The EERC’s advanced gasifier addresses this challenge by providing
exceptional operational control allowing the system to accommodate a wide variety of fuels and
associated char reactivity while still providing self-sustained steady-state gasification and
providing near-complete carbon conversion.

Advanced Gasifier System Description

The gasifier design philosophy is based on the production of clean syngas with high
conversion efficiency and achieving near-zero effluent discharge from the overall system. The
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production of clean syngas is achieved by converting the complex organics in the hot zones of
the gasifier. The near-zero effluent discharge is achieved by recycling the trace amount of
unconverted organics in the syngas into the gasifier hot zones such that the syngas (composition)
production is favored.

The main components of the gasifier system include a fixed-bed downdraft gasifier reactor,
a fuel feed system, a syngas scrubbing and polishing system, a syngas exhaust system, an
auxiliary fuel feed system, a residue extraction system, an induced-draft (ID) fan, and an
instrumentation and control system. The process flow diagram of the gasification system is
shown in Figure 15, and a photograph of the system is shown in Figure 16. A 3-dimensional
representation of the gasifier is shown in Figure 17. The system is classified for Class 1, Division
2, Group B for the operation of electrical components in explosive gas environments.

Chipped fuels are screw-fed from the top of the gasifier. The syngas is removed from the
reactor outlet at the bottom of the gasifier. The nominal throughput of the biomass is 33 Ib/hr;
however, maximum capacity can reach 100 Ib/hr depending on the type and size of the fuel, its
reactivity, and gasifier operating parameters. The fuel hopper can store about 200 1b of biomass
or 400 Ib of coal. Gasification air is injected from the top of the gasifier under the suction caused
by the 1D fan located downstream of the syngas scrubber system. The fuel bed is ignited with the
help of a hot air generator which is specially adapted for the system. After ignition, the reaction
front propagates and attains the steady-state exothermic heat profile necessary for maintaining
gasification reactions. Steady-state gasification can be achieved within 30 minutes of ignition,
depending on the fuel moisture content and fuel reactivity. Specially designed vertical augers are
used to extract solid residue and provide the added function of supporting the bed.

Clean syngas is produced in the hot zone of the gasifier by staging the oxidizer to combine
devolatilization, partial oxidation, and reduction reactions. The reactor geometry in the upper
zone of the gasifier is designed to allow a smooth flow of the chipped fuel and gasification air.
The air injection occurs in this zone. The air injection is balanced by forced-draft and ID fans
such that the overall gasifier operating pressure is maintained slightly below atmospheric
pressure. The ID fan located downstream of the syngas cleanup system 1is sized to overcome the
system pressure drop (of about 3040 inches of water column) at a rated flow rate. The pressure
sensor at the inlet controls the forced-draft fan used for injecting gasification air through a
preheater. To improve the conversion and thermodynamic efficiency of the system, extractable
sensible heat from the syngas is recycled back into the gasifier by using gasification air as a heat
carrier fluid.

In order to achieve near-zero effluent discharge and improve the composition of syngas,
the effluent from the scrubber section is injected into the gasifier. The condensed tar and
particulate matter along with a small fraction of water are injected into the reactor hot bed such
that the hydrodynamics or the reactor temperature profile is not affected. The inert inorganic
residue removed from the gasifier is the only disposable material generated from the system.

Syngas, after exiting the reactor, is scrubbed in a two-stage water scrubber and syngas

polisher. The first section cools the hot syngas and removes the condensable tars. The second
stage effectively scrubs the remaining tars that are typically formed only under high tar loading
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Figure 16. Photographs of commissioned advanced fixed-bed gasifier pilot plant.
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Figure 17. Three-dimensional view of the pilot plant gasifier
depicting the major components of the system.

conditions attained during severe conditions such as high throughput or high fine loading, etc.
The final syngas polisher removes carryover tar with a liquid solvent. This syngas polishing
system can be bypassed depending on the syngas quality required. Both scrubbing systems are
closed-looped in order to facilitate determination of condensable and soluble organic and
inorganic components of the syngas. The solids removed in the scrubbing mediums can be
removed in the filteration system.

The flow rate of the syngas and gasification air is measured using orifice flowmeters. The
syngas flowmeter is located downstream of the blower; the gasification injection air is measured
upstream of the gasifier.

The clean syngas is routed through the enclosed combustor and flared at an elevation of
16 feet from the roof height. The flare in the pilot system has a hot surface igniter; the
combustion air is induced by the ejector effect caused by the flow of syngas. A gas-sampling
port is available for determining flare emissions.

The clean syngas composition is determined using an online gas analyzer capable of
measuring CO, CO,, O, N>, Hy, CHy, and higher hydrocarbons. A quasi online GC is used for
determining trace hydrocarbon gases in the syngas. Additional sample ports are available for
conducting isokinetic sampling of syngas to measure tar and particulate matter according to the
modified European tar protocol (1) and EPA Method 5. These samples can be obtained from the
syngas both before and after syngas cleanup unit operations.
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The bed and syngas temperatures are measured at several locations to provide both process
control and operational monitoring.

Fuel Selection

The gasification experiments were conducted on five fuels considered most challenging,
but having commercial interest in being utilized without requiring any preprocessing, including
drying or screening fines. Since these preprocessing efforts are capital-intensive and are not
practical for distributed applications because of economic or environmental reasons, the
experiments were conducted on the fuels as received. These fuels included high-moisture wood
waste, Powder River Basin (PRB) coal, and creosote-treated railroad ties. Figure 18 shows direct
photos of fuel samples used in the pilot plant test. The writing pen shown along with the fuel is
to provided an estimation of the relative size of the fuels and the fraction of fines.

A summary of the results from proximate and ultimate analaysis of these fuels is provided

in Table 4. Additionally, for the purposes of comparison, data from a typical oak wood and
oakwood charcoal have been included in Table 4.

EERC NP32560.A!

26.5% Moisture PRB Coal 48.5% Moisture GF Municipal Wood Waste

Figure 18. Sample of fuels used in the pilot plant test.
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35% Moisture Pine Wood

This fuel consisted of chipped pine lumber collected from a residential roof truss plant in
Grand Forks, North Dakota. The average moisture content of the batch of fuel received was
about 9.2%. The moisture in the pine wood waste was increased to 35% by adding water to the
batch of 1000 Ib in order to match with the typical moisture content of the fuel stored in the
exposed piles outside the plant premises to determine gasifier performance on actual fuel.

Railroad Ties

Creosote-treated railroad ties were also identified as a fuel of commercial interest. This is a
complex gasification feedstock containing hardwood and coal-derived creosote used as a treating
agent. The creosote is a mixture of different distillation fractions of hard coal tar. The main
compounds in the creosote are polycyclic aromatic hydrocarbons (PAHs) and heteroaromatic
compounds such as naphthalene, quinoline, acenaphthene, dibenzofuran, fluorene, phenanthrene,
anthracene, fluoranthene, and pyrene. To further complicate railroad tie chemistry, this feedstock
is exposed to changing environmental conditions, and the ties are often coated with lubricants
and fuel. Proximate and ultimate analyses were conducted on rail ties from two different sources
and reported in Table 5. The differences observed from these two samples can be attributed to
differences in creosote used to treat the railroad tie as well as different environmental conditions
over the service life of the railroad tie. Tie 2 was obtained from a source in the United States,
while Tie 4 was obtained from Kamloops, British Columbia, Canada.

Marcel Wood Chips

This wood waste was obtained from legacy piles or landfill located near a sawmill situated
in Marcel, Minnesota. The moisture content of the fuel determined was 33.5% which is about
1.5%~-25% lower than fuel processed during the gasification test.

Grand Forks Municipal Wood Waste

The composition of the municipal waste wood in Table 4 shows 43.6% moisture on an as-
received basis. However, additional moisture analysis was conducted on this feedstock during
testing to gather representative data on fuel chemistry as it was fed to the gasifier. Moisture data
collected over the course of two test days show a range of moisture content from 51.0%-60.6%

Table 5. Grand Forks Municipal Waste Wood Moisture
Units 10/1/2009 10/12/2009

Sample 1 Yo 59.6 51.0
Sample 2 % 58.2 53.1
Sample 3 Yo 61.6 52.2
Sample 4 % 62.9 54.4
Average % 60.58 52.68
Standard Deviation % 2.09 1.44
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from a single 1500-pound batch of waste wood. Data from the gasification of this fuel were
obtained on October 12, 2009, and represent a waste wood fuel possessing, on average, 52.69%
moisture.

PRB Coal

Coal feedstock, one of the fuels of interest for distributed hydrogen production, contained
of about 25% moisture. The coal was Montana subbituminous, commonly known as PRB coal.

Comparative Fuel Analysis of Railroad Ties, Wood, and PRB Coal

Composition data collected for the various fuels were compared to oak wood which is the
type of wood typically used in making railroad ties. Volatile matter was the highest in the two
railroad tie feeds; however, similar volatile matter was measured in the oak wood, pine wood,
and railroad ties ranging from 81.28 to 87.22 wt% on a moisture- and ash-free basis. The volatile
matter of the waste wood chip samples was slightly lower than that of the other wood samples
and the PRB coal had the lowest volatile matter, about 35% on an ash- and moisture-free basis.

Fuel volatile content is an important parameter in gasification. The fuel particle size and
associated heating rate typically determine the yield and devolatilization rate in the gasifier.
However, fuels with high volatile contents such as railroad ties, can achieve higher
devolatilization rates leading to higher tar concentration in the syngas. A high devolatilization
rate may have the effect of reducing gas-phase residence time of volatile product, therefore
limiting opportunity to crack the tars in the high-temperature zone. Additionally, the higher
devolatilization rate can reduce the gasifier bed temperature because of excessive heat loss
caused by convection or endothermic organic devolatilization. The EERC’s advanced gasifier
has been designed to accommodate fuel with high volatile content, and through proper process
control, railroad ties have been gasified while demonstrating improved syngas composition,
increased gasification efficiency, and reduced tar formation.

The comparative data of C/H and C/O ratio of the fuels are shown in Table 4. The C/H
values of woody fuels ranged between 7.57 and 9.28, while the values for ties are in a higher
range, 9.36 to 9.47, indicating the presence of carbon-rich organics typically found in coal tar or
creosote. The C/H of coal and oak charcoal are 15.98 and 30.01 respectively. At these elevated
C/H ratios typical fixed-bed gasification would typically produce a CO-rich syngas.

The concentration of oxygen in the fuel is critical in estimating the required oxidizer-to-
fuel ratio to attain the desired gasification operation and syngas quality. The ability to adjust
process inputs, such as feed or air, ensures effective feed conversion and low tar formation. The
C/O ratio of the wood biomass fuels ranged from 1.12 to 1.69. In contrast to these fuels, the
values for railroad ties range from 1.89 to 2.43, and PRB coal had a C/O ratio of 4.5. In response
to these feedstock characteristics, a higher oxidizer feed rate was used when testing fuels such as
railroad ties and coal.

The comparison of the carbon content of the different fuels is presented in Table 4 as a
ratio of fuel carbon to that present in oak wood. The carbon content in railroad ties is 23% to
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33% higher than oak wood, while in PBR coal, it is about 55% higher than oak wood. The
calorific value of the ties and coal are about 25% and 33% higher than oak wood, while the oak
wood charcoal is about 55% higher than dry, ash-free wood.

Oakwood Charcoal Gasification

During gasifier start-up, charcoal was used as the bed fuel for ignition and reactor heatup.
Data were collected during start-up and, for a short period of time, at steady-state operation. The
results of the charcoal gasification test are presented in order to compare the variations in gas
composition and bed temperature observed during railroad tie gasification with low-volatile-
fraction charcoal. The test results shown in Figure 19 depict syngas composition and bed
temperature variation with time for three phases of gasification (ignition, devolatilization, and
carbon gasification).

A steady-state bed temperature is observed to have been attained soon after sustained
ignition occurred. The oxygen concentration reduced to near 0%, while the concentration of
combustible syngas species (Ha, CO, and CH,) increased. Since the char contains volatiles

wn

20

w -
HHV, MJ/m?

-l
o
Lot

(4]
-

Syngas Concentration, vol%
&
o

0
12:4812:53 12:58 13:0313:08 13:13 13:18 13:23 13:28 13:33 13:38
Time, h:min

Bed Temperature, °C
s
8

12:4812:53 12:58 13:0313:08 13:13 13:18 13:23 13:28 13:33 13:38
Time, h:min

Figure 19. The charcoal gasification test results depicting syngas composition and bed

temperature variation with time obtained during ignition, devolatilization, and carbon steady-
state gasification.
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during the initial gasification phase, the concentration of H, and CHj4 species attains peak values.
In this batch mode charcoal gasification experiment, the fuel volatiles depleted rapidly, resulting
in reduced H, and CH4 concentrations. Subsequent carbon gasification resulted in an increase in
CO concentration, peaking at about 21%. The CO; concentration decreased during this
gasification phase until complete conversion of carbon in the bed occurred. A CO/CO; ratio
greater than 10 obtained in the gasifier is attributed to the ability of the gasifier to maintain bed
temperature profiles such that near-complete conversion of carbon is possible under self-
sustained (without external heating) gasifier operation.

35% Pine Wood Gasification

This test was conducted with the aim of acquiring steady-state operational data for a full
day of operation while operating on high-moisture fuels. The feedstock for this test was a 35%
moisture content pine wood. The system was operated for a total of 14 hours, 13 hours of which
pine wood fuel was being gasified. The gasifier operating condition was unaltered during the test
run except for small variation in fuel moisture levels typical of woody biomass stored in open
space.

Results from gasifying 35% moisture pine wood waste are shown in Figure 20. The test
was ended voluntary after approximately 13 hours of operation on pine wood fuel. The fuel
conversion rate was 61 lb/hr. Besides high moisture content, this fuel consisted of about 10% to
15% fines, an unacceptably high concentration for commercial downdraft gasifiers. The fuel was
continuously injected at a constant rate, and the bed height remained constant. The syngas was
cleaned in the pilot plant scrubber system. Fuel ash content was low; therefore, the residue dump
system was not operated during the test. The gasifier produced water at a rate of 8.1 L
(2.14 gallon/hour). The clean syngas was flared.

A summary of syngas composition and higher heating value is provided in Table 6. The
average H,/CO ratio achieved was 1.51; the highest ratio achieved was 2.26. The high
concentration of CO, was primarily due to water—gas shift reaction. It would be possible to
produce a syngas with lower CO; concentrations in the current gasifier design using different
operating conditions.

The average CH4 and higher hydrocarbons (CHy) concentration in the syngas was 1.5%
and 0.5%, respectively. The highest CH4 concentration measured was 2.2%, with a higher
hydrocarbon value of 1.2% for a total of 3.4% total hydrocarbons. These values were observed
for a duration of only 3 to 4 minutes during the test. Since instantaneous tar concentration is not
possible to measure, the CHy concentration was used as an indicator of tar production. Generally,
a CH4 concentration greater than 2% is indicative that heavier tars are being formed.

The bed temperature profile shows a significant variation in the high-temperature zone of
the gasifier. The average bed temperature achieved was 850°C which is desired for attaining
carbon gasification and is indicated by consistent CO and H; concentration in the syngas. The
upper bed temperature was below 250°C. Evaporation and devolatilization occur in this upper
cold zone prior to ignition of the particles in the bed. The bed depth was found to be greater
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Figure 20. The 35% moisture pine wood waste gasification test results depict syngas composition
and bed temperature variation with time obtained during steady-state gasification.

Table 6. Average Syngas Composition and HHYV of the Syngas and Standard Deviations

HHV,
CO,% CO»,% CHy,% H,,% N2, % CH, % Mlm’

Average Syngas
Composition 12.1 14.1 1.5 17.2 50.3 0.5 4.7
Standard Deviation 2.2 1.8 0.4 2.8 2.6 0.2 0.3

(from TG-3 to TG-9) as an effect of higher moisture content in the test fuel. In contrast to this,
the upper bed depth for drier fuels such as charcoal and predried tie consisting of 5% was small
TG3 — TGS (see Figure 20). This feature of the expansion of the cold zone can be compared to
the effect of moisture on single particle ignition delay as earlier observed by Patel et al. (1996) in
the case of single particle combustion studies performed on distillery effluents consisting of
moisture ranging from 0% to 45%.

The syngas production to biomass feed ratio was 2.57. The flow rate remained almost
constant during the experiment. The average higher heating value (HHV) of the gas was
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4.7 MJ/m®, which is acceptable for IC engine operation for electrical generation applications.
Inorganics from the fuel did agglomerate into small deposits less than 1 inch in diameter;
however, the bed temperature distribution helped maintain the solid movement and avoid
formation of larger deposits.

Conversion of fuel volatiles in the gasifier is critical for the production of clean syngas.
Production of small amounts of low-molecular-weight hydrocarbon in the syngas is an important
qualitative indication of achieving higher volatile conversion and low concentration of
condensable tars. The trace gas composition, determined by a quasi online GC, is shown in
Figure 21. The concentration of trace gaseous hydrocarbons consisting of ethylene, ethane,
propane, and propylene were an order of magnitude lower than the methane concentration (right-
hand abscissa). The variation in the trace hydrocarbon concentration is nearly proportional to the
variation in the methane concentration. The H,S and COS concentration time profile shown in
Figure 21 shows no direct relationship with the variation in hydrocarbon concentration.

Table 7 shows mass and energy balance and average gasification efficiency based on
measured gasification parameters. The gasifier is designed to achieve complete carbon
conversion; therefore, except to remove inorganic residue, the extraction screw is not operated.

Hydrocarbon
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Figure 21. Concentration of hydrocarbon and sulfur containing gases vs. time
history obtained during gasification of 35% moisture pine wood waste.
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Table 7. Gasifier Performance: Test 1

Gasifier Performance

Test Duration 787.00 minutes
Biomass Throughput 27.94 kg/h
Additional Char Consumed 1.64 kg/h
Air Flow Rate 46.48 kg/h
Biomass Moisture 35.00%
Biomass Calorific Value 12.84 MJ/kg
Thermal Input (tie) 99.65 kW
Char Moisture 3%
Char Calorific Value 31.30 MJ/kg
Thermal Input (char) 13.82
Net Thermal Input 113.46 Wtn
Syngas: Thermal Output
Higher Heating Value 4.65 MJ/m’
Flow Rate 72.60 m’/h
Gas Density @18°C 0.99 kg/m’
Thermal Output (syngas), HHV ~ 92.84 MJ/m’
Gasification Efficiency, HHV 81.8%

In order to obtain energy balance, the energy content of the net charcoal consumed during the
entire duration is added as an input which increases the net thermal input. The cold gasification
efficiency, which is the ratio of chemical (unconverted thermal) energy in the syngas to the
thermal energy input based on HHV, is 81.8%. Higher gasification efficiency is an indication of
higher conversion of the organics present in the fuel and one of the distinct feature of the
advanced gasifier. This conversion of volatile compounds is critical to effective gasifier
operation because it increases conversion efficiency of fuel to syngas and reduces tar loading to
syngas cleanup systems.

Grand Forks Municipal Wood Waste Gasification

During the previous test in which 35% pine waste wood was gasified, hydrogen-rich
syngas was produced by promoting the water—gas shift reaction in the gasifier bed. A hydrogen-
rich syngas is desirable in some fuel and energy applications; however, when syngas is used for
power production in IC engine generators, a CO-rich syngas is preferred. It is possible to adjust
operational conditions of the gasifier to reduce N, and CO, dilution, thereby further increasing
hydrogen yield. In order to test the ability of the gasifier to produce Hj-rich syngas or CO-rich
syngas, gasifier operating conditions were varied over the course of the 24-hour period.

A 24-hour test was conducted to gather data on long-term operation of the gasification
system and to demonstrate the production of both a hydrogen-rich and a CO-rich syngas. During
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the 24-hour gasifier operation, two fuels were tested: 1) Grand Forks municipal wood waste and
2) Marcel sawmill wood waste. During the first half of this 24-hour, test Grand Forks municipal
wood waste possessing an average moisture content of 52.68% was gasified.

Figure 22 shows the syngas composition and bed temperature vs. time measured. The
desired bed temperature was maintained; however, the start-up charcoal bed assisted in
maintaining temperature in the lower gasifier zone. The average syngas composition is depicted
in Table 8. Table 9 shows the trace gas concentration determined by colorimetric tubes.

The syngas composition profile shown in Figure 23 provides a plot of CO and H;
concentration with time. Although these concentrations vary over the course of the test, the sum
of these two gases remains fairly constant. Further, since CO and H, have similar calorific values
on a volume basis, the syngas calorific value remained constant. The CO/CO, ratio throughout
the test remained between 2.5 and 5.5, indicating good CO, and char conversion. The fuel
injection was constant during the experiment, and the pressure drop across the bed was
consistent during the entire 24-hr operation. Although this test was successful in achieving the

desired syngas composition at the pilot scale, better performance could be obtained by
optimizing heat transfer in the reacting packed bed.
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Figure 22. The 52.6% moisture pine wood waste gasification test results depicting syngas
composition and bed temperature variation with time obtained during steady-state gasification.
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Table 8. Average Syngas Composition and HHYV of the Syngas and Standard Deviations

CH,, HHYV,

CO, % CO»,% CH4, % Hp,% Now% % MJ/m’
Average Syngas Composition 1.3 14.7 12.0 14.5 57.5 4.5 1.3
Standard Deviation 0.5 2.1 1.7 2.5 3.1 0.4 0.5

Table 9. Trace Gas Concentration Determined Using Colorimetric Tubes

Cold Side
Test Time
9:06 — 10:10 ppmv
Toluene 400.0
COS Not detected
SO, 0.5
Xylene 25
HCN 0.8
NH; Not detected
H,S 11.0
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