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PROCESS FOR BASE-LOAD AND PEAK-LOAD
POWER GENERATION

CROSS REFERENCE TO RELATED
~ APPLICATION

This application is a continuation-in-part of copend-
ing application Ser. No. 613,654, filed Sept. 15, 1975,
now U.S. Pat. No. 3,986,349, the entire disclosure of
which is incorporated herein by reference.

BACKGROUND OF THE INVENTION

1. Field of the Invention
. This invention relates to the generation of mechanical
and/or electrical energy. More particularly, this inven-
tion relates to a combination process for the generation
of electrical energy from a solid carbonaceous material
such as coal, in which a base power load is generated by
combusting a gas, and supplemental power for peak
loads is generated by combustion of synthetic liquid
hydrocarbons. The combustible . gas for base-load
power production and the liquid hydrocarbons used for
peak-load power production are both produced in an
integrated solid-fuel gasification and hydrocarbon syn-
thesis process.

2. Description of the Prior Art

Solid carbonaceous materials have been used for a
long time in the generation of power, particularly elec-
trical energy. Generally coal is combusted with air and
the exothermic heat of reaction is used to produce high-
pressure steam, and then the steam in turn is expanded
through a turbine to generate mechanical or electrical
energy. Similarly, natural gas and other gaseous fuels
have been combusted to form high-pressure steam for
the generation of electrical power.

The electrical industry has developed highly effi-
cient, large generators driven by expanding steam.
However, one problem in the generation of electrical
power from steam results from the greatly varying
demand for electrical energy. Steam generators are not
well suited for producing greatly varying amounts of
steam, but rather are designed for base-load or constant-
load types of operation. To provide for peak-load and
reserve-load demands, the open-cycle gas turbines have
generally been utilized because of their quick-startup
capability and relatively low capital cost. Open-cycle
turbines, however, generally require special fuels which
are non-corrosive to the turbine blades. Generally it has
been found to be uneconomical to combust coal or
residual oils directly in the combustion chamber of a gas
turbine, because the fuel contains high amounts of ash
and sulfur. Due to the incomplete combustion, such
high-ash solid fuels generally produce solid abrasive
and corrosive particles. When such particles are en-
trained in the flue gas that is passed through the turbine,
they deposit on the blades and erode the blade surfaces.
When this corrosion occurs, the blade is damaged re-
ducing the efficiency of the unit and the passages in the
turbine become clogged. Further, the fine particles may
deposit down-stream on heat-exchange surfaces and
impair thermal efficiency. Similar problems are encoun-
tered when burning -ash-producing liquid petroleum
products. Such ash includes mineral compounds, as
those found in crude oil. These compounds are concen-
trated in the residuals by the refining process and are
supplemented by silica, iron, and sodium compounds
which are picked up in shipment and in handling. Vana-
dium, nickel, sodium, sulfur and oxygen are the major
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components of the ash. After burning, they appear as
metallic oxides, sulfates, vanadates and silicates. These
compounds appear to erode the protective oxide films
of high-temperature alloys used-in gas turbines. Oxida-
tion of the turbine blades is thereby accelerated, espe-
cially above about 1200° F. Previous methods in which
the fuel gas was cleaned prior to being introduced into
the gas turbine were either impractical, unduly costly,
or both. : :

The aforesaid problems of base-load and peak-load
demand, combined with the special fuel requirements
for gas turbines, are substantially avoided by the subject
invention, which integrates the production of a base-
load power generation combined with the production
of a synthetic liquid fuel which is suitable for the gener-
ation of peak-load power in an.open-cycle gas turbine.

Because coal and other solid carbonaceous materials
often contain sulfur.compounds, the combustion of coal
for power production can also cause serious air pollu-
tion problems. Also, because of the greatly -expanded

-volumes of gases produced after combustion, it is very

expensive to remove the polluting sulfur compounds
after combustion. These sulfur-removal problems and

-air-pollution problems have led to processes for the

gasification of coal to produce a clean fuel gas wherein
the sulfur is removed from the fuel prior to combustion.
One problem, however, with such gasificaion processes
is that only a low-BTU-value gas is produced, and it is
generally not economical to transport a low-BTU-value
gas over great distances. This has led to proposals for
large on-site or “mine-mouth” gasification and power
generation plants where the low-BTU-value gas is im-
mediately converted to -electrical power for transmis-
sion. Such on-site gasification and power generation
processes solve the problem of low-BTU-gas transpor-
tation and sulfur-removal problems, but such gasifica-
tion processes are not.economical for producing greatly
varying amounts of fuel as is needed for peak-load gen-
eration of power, either because it is too éxpensive to
store gaseous products for subsequent use in gas tur-
bines or because the capital expense of providing for
greatly increasing the gas production rate and gas
cleanup rate for peak-load demand is uneconomical.

The aforesaid problems are substantially avoided by
the subject invention, which process provides for base-
load and peak-load power demand. The process inte-
grates the production of a combustible fuel gas for base-
load power generation with.a process for producing a
liquid fuel which is free of sulfur and other impurities
and which is suitable for storage and use for peak-load
power generation using a gas turbine.

U.S. Pat. No. 3,868,817 discloses a process for the
generation of mechanical and electrical power from a
purified ‘fuel gas produced from solid carbonaceous
fuels. The purified fuel gas is used to generate power
using gas turbines. '

As described in the report entitled “New Fossil Fuel
Power Plant Processes Based On Lurgi Pressure Gasifi-
cation of Coal”by Paul F. H. Rudolph, delivered at
ACS (American Chemical Society) on May 27, 1970,
coal-burning gas turbines are used at Lunen in West
Germany to drive electricity generators. As disclosed in
that report, carbon or coal can be gasified in the pres-
ence of oxygen and H,0. Gases from the gasification
zone are purified to remove coal dust and fly ash, and
also many other impurities such as vaporized ash, alkali
and chlorine which are detrimental to the operation of
gas turbines. After purification of the gases from the

_
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gasifications step, the gases are then combusted with air
and then expanded through a gas turbine, which turbine
is used to drive an electricity generator. The Rudolph
report is directed to the gasification of coal and other

similar materials with the subsequent purification and

combustion of the gasification products. The Rudolph
report does not disclose a gasification process followed
by Fischer-Tropsch hydrocarbon synthesis and hydro-
genation steps to produce liquid fuels particularly useful
for generating power using gas turbines for peak-load
demand.

Similar coal gasification and power generation pro-
cesses are disclosed in 'U.S. Pats. Nos. 2,735,265 and
2,718,754,

The Fischer-Tropsch synthesis was used extensively
in Germany during World War II to produce gasoline-
boiling-range hydrocarbons. Today the Fischer-
Tropsch synthesis is still being used commercially in
South Africa, to produce straight-chain, high-boiling-
range hydrocarbons with some medium-boiling oils,
diesel oil, L-P gas, and oxygenated compounds. The
existing commercial facilities using the Fischer-Tropsch
process are detailed in a series of four articles by J. C.
Hoogendoorn and J. M. Solomon, “Sasol: World’s
Largest Oil-From-Coal Plant”, British Chemical Engi-
neering, Part 1, May 1957, page 238; part 2, June 1957,
page 308; Part 3, July 1957, page 368; Part 4, August
1957, page 418.

SUMMARY OF THE INVENTION

A process for the generation of power from a solid
carbonaceous material which comprises;

(a) forming a combustible synthesis gas by reacting
said carbonaceous material with steam and oxygen at an
elevated temperature;

(b) passing a first portion of said synthesis gas into a
reaction zone containing a hydrocarbon synthesis cata-
lyst forming a reaction product mixture containing wa-
ter, H,, CO, CO,, oxygenated organic compounds and
condensable synthetic hydrocarbons;

(c) separating from said reaction product mixture
condensable hydrocarbons; .

(d) combusting a second portion of said synthesis gas
and generating power from said combusted synthesis
gas; and -

(e) combusting at least a portion of said condensable
hydrocarbons and generating additional power from
said combusted hydrocarbons.

BRIEF DESCRIPTION OF THE DRAWING

FIG. 1 is a schematic flow diagram illustrating one
embodiment of the present invention.
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FIG. 2 is a schematic flow diagram illustrating a more .

preferred embodiment of the present invention.

DETAILED DESCRIPTION OF THE
INVENTION

Referring to FIG. 1, a solid carbonaceous material
such as coal, coke, peat, municipal or agricultural
wastes, etc., is contacted with steam and a free-or ele-
mental-oxygen-containing gas in gasifier 1 to produce a
synthesis gas containing H, and CO. A first portion of
the synthesis gas is fed into reaction zone 2, which con-
tains a hydrocarbon synthesis catalyst. The term “hy-
drocarbon synthesis catalyst” as used herein means
those metals or compounds which catalyze or promote
the reaction of Hand CO to form hydrocarbons. These
hydrocarbon synthesis catalysts are commonly known
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as Fischer-Tropsch catalysts. In reaction zone 2, the
synthesis gas is contacted with the hydrocarbon synthe-
sis catalyst to form a reaction product containing water,
H,, CO, CO,, light hydrocarbons:such :as methane,
ethane, propane and butane, and higher boiling nor-
mally liquid or condensable hydrocarbons having car-
bon numbers in the range Cs-Cg or higher. The term
“condensable hydrocarbons” is used herein to include
propane and higher boiling hydrocarbons and also in-
cludes hydrocarbons which may be solid or semi-solid
at ambient temperature (25° C). The term “normally
liquid” is used herein to means hydrocarbons which are
liquid under standard conditions of 25° C and 1 atmo-
sphere.

In separation zone 3, the reaction zone 2 products are
separated into a first gaseous fraction, a second fraction
comprising condensable synthetic hydrocarbons and a
third fraction comprising water. The first fraction will
normally comprise H;, CO, CO;, methane and ethane.
The second fraction will comprise synthetic hydrocar-
bons and small quantities of hydrocarbon-soluble oxy-
genated organic compounds. The C;and C, hydrocar-
bons can be separated with either the first fraction or
second fraction depending on the temperature and pres-
sure in the separation zone. The third fraction will com-
prise water and water-soluble oxygenated components,
such as-acetic acid and formic acid; and alcohols such as
methyl and ethyl alcohol. The third fraction may be
disposed of but preferably it is recycled to gasifier 1 for
the production of additional synthesis gas and recovery
of the hydrogen and carbon value of any oxygenated
components present in the fraction. Recycle of the
water fractions furthermore avoids the need for waste-
water treatment. The first fraction from the separation
zone can be reformed by known means to produce
additional H, and CO for recycle to the hydrocarbon
synthesis zone. Preferably, however, the first fraction is
combusted and used to generate power. The first frac-
tion can be combusted in a separate combustion zone,
not shown, but preferably it is first combined with a
portion of the synthesis gas from gasifier 1 and com-
busted in a common combustion zone 5. Power is gener-
ated from the combusted gas in zone 6 either directly by
expansion of the combusted gases through a gas turbine
or indirectly, for example, by ‘generation of steam and
expansion of the steam through a turbine. The condens-
able hydrocarbons from separation zone 3 are stored, 4,
and combusted as needed to generate additional power
for peak-load power demand. Preferably, the additional
power is generated using an open cycle gas turbine but
the condensed and stored hydrocarbons can be com-
busted and used to generate steam or some other work-
ing fluid for driving the turbines.

Now referring to FIG. 2, which illustrates a more
detailed and preferred embodiment of the invention,
coal or some other solid carbonaceous material is fed to
gasifier 10 via line 8 and contacted with steam and oxy-
gen fed into the reaction zone via lines 7 and 9, The
gasifier produces a synthesis gas, 13, and, in addition to
containing H, and CO, the gas will also contain CO,,
H;0, NH;, sulfur compounds such as H,S, and light
hydrocarbons, particularly methane. Tar oil, ash, and
coal dust are removed via line 12. ,

Any of the numerous commercially available gasifi-
cation processes can be utilized, for example the Lurgi
or the Kopper-Totzek processes. Preferably a gasifica-
tion process is utilized which produces an H,/CO ratio
of 0.75 to 3, or more preferably 1 to 2. For this reason,
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the Lurgi gasifier is preferred. The operation of the
Lurgi gasifier is described, for example, in “The Oil and
Gas Journal,” Jan. 22, 1973, pp. 90-93, the disclosure of
which is incorporated herein by reference. A portion of
the synthesis gas is then fed via lines 14 and/or 16 to
combustion zone 35.

A portion of the crude gas is passed via line 13 to
purification zone 15. The crude gas purification system
removes the NH;, CO,, H,S, SO,, COS and other impu-
rities to produce a purified synthesis gas containing
essentially only methane, H, and CO. The purified syn-
thesis gas must be essentially free of sulfur compounds,
i.e., less than 5 ppm and preferably less than 0.1 ppm, in
order to prevent poisoning of the down-stream Fischer-
Tropsch catalyst. The purification zone will preferably
comprise a Rectisol-type purification system as is well
known in the art. A preferred gas purification system is
described in the aforementioned *“Oil and Gas Journal”
of Jan. 22, 1973. :

The synthesis gas enters hydrocarbon synthesis zone
18 via line 17. The ratio of H,to CO may be in the range
1/1:3/1, with 2:1 being particularly preferred. The ratio
of H,and CO can readily be adjusted within the desired
range by varying the reaction conditions in gasifier 10
or by the insertion of a shift conversion step or by utiliz-
ing makeup H, or CO from some other source.

In hydrocarbon synthesis zone 18, the H,and CO are
contacted with a Fischer-Tropsch catalyst to produce
synthetic hydrocarbons. The Fischer-Tropsch catalyst
and reaction conditions are well known in the art. Typi-
cal Fischer-Tropsch catalysts useful in the process of
the present invention are in general the cobalt, nickel,
iron and ruthenium-containing Fischer-Tropsch cata-
lysts as taught in “Fischer-Tropsch and Related Synthe-
sis,” by H. H. Storch et al., John Wiley and Sons, New
York, N.Y. (1951), the entire disclosure of which is
incorporated herein by reference. Particularly pre-
ferred is an iron-copper catalyst.

Typical Fischer-Tropsch process conditions useful in
the present invention include a temperature in the range
400°-800° F, a pressure in the range 15-600 psig and a
feed gas having an H,:CO ratio of about 1/1:3/1, witha
preferred feed ratio of H,:CO of about 2:1, and feed gas
hourly space velocity from 100 to 1000.

Typical products of the Fischer-Tropsch reaction
include hydrocarbons from C;-Cg, or higher, with the
bulk of the hydrocarbons produced being in the C,—-Cs,
range. Typically from 40 to 80% of the hydrocarbons
produced are straight-chain olefins and paraffins. De-
pending upon reaction conditions, including the choice
of catalyst, the Fischer-Tropsch reaction also produces
varying amounts of water, CO,and organic oxygenated
components, including acids such as acetic acid, formic
acid, propionic acid; alcohols such as methyl, ethyl and
propyl alcohol; aldehydes, ketones and esters. As is
well-known in the Fischer-Tropsch art, these oxygen-
ated components can typically comprise 1 to 20 weight
percent of the reaction product.

If the Fischer-Tropsch reaction product is allowed to
condense, then a phase separation occurs with the hy-
drocarbons in one phase and water in the other phase.
The major portion of the oxygenated components are
water-soluble and separate out with the water phase.
Small portions of hydrogen-soluble oxygenated compo-
nents will also appear in the hydrocarbon phase. De-
pending on reaction conditions, including the choice of
catalyst, the Fischer-Tropsch process produces varying
quantities of high-boiling hydrocarbons, that is, boiling
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above about 800° F. Some of these higher boiling hy-
drocarbons may be solid at room temperature which
necessitates heating of the stored hydrocarbons to main-
tain them in the liquid state so that they are readily
available for use for peak-load power production. Thus,
in order to avoid heating costs, it is preferred that the
hydrocarbons boil below 800° F, preferably below 600°
F.
Also as previously discussed, small amounts of oxy-
genated components can be present in the hydrocarbon
phase of the condensed Fischer-Tropsch reaction prod-
uct. These hydrocarbon-soluble oxygenated compo-
nents can lead to polymerization and deterioration of
the fuel value of the condensable hydrocarbons. Also,
when the hydrocarbons are used as a fuel in an open-
cycle gas turbine, it is preferred that the fuel be essen-
tially free of acids so that less expensive, less corrosion-
resistant turbines can be utilized. Thus, it is preferred
that the condensable hydrocarbons are essentially free
of oxygenated components.

The term “oxygenated components” is used herein to
mean molecules containing carbon, hydrogen and oxy-
gen, and the phrase “essentially free of oxygenated
components” is used herein to mean that the condens-
able hydrocarbon product contains less than 1.0 and
preferably less than 0.5 weight percent oxygenated
components.

Furthermore, since the feedback to the Fischer-
Tropsch process must be essentially free of sulfur in
order to prevent poisoning of the Fischer-Tropsch cata-
lyst, the hydrocarbons obtained from the present inven-
tion are essentially free of sulfur contaminants, that is,
less than 0.1 ppm sulfur. This added advantage is partic-
ularly important because of the increasing demand for
sulfur-free fuels due to more stringent air pollution
standards.

Combustion of the condensable and normally liquid
synthetic fuels produces in the present invention results
in a clean flue gas which does not need added clean-up
to meet air pollution standards. Furthermore, the nor-
mally gaseous reaction products from Fischer-Tropsch
and hydrogenation steps are also essentially free of
sulfur contaminants and this fact eliminates or reduces
the need for downstream flue-gas sulfur removal.

Conversion of the oxygenated components to hydro-
carbons in the condensed hydrocarbon phase can be
accomplished by passing the hydrocarbon phase over a
hydrogenation catalyst under hydrogenation condi-
tions. Preferably, however, the total reaction product
effluent from the hydrocarbon synthesis zone is fed via
line 19 to hydrogenation zone 21. The Fischer-Tropsch
reaction product is fed to the hydrogenation zone prior
to formation of an aqueous phase, so as to avoid the
corrosion problems and waste-water treatment prob-
lems which can occur with Fischer-Tropsch processes
in which the Fischer-Tropsch reaction product is
cooled and the water and oxygenated components,
particularly acids, phase-separate from the hydrocarbon
products. This aspect of the invention of passing the
total Fischer-Tropsch reaction product prior to the
formation of an aqueous phase to a hydrogenation or
hydrocracking zone is more fully described in my co-
pending application entitled “Hydrocarbon Synthesis
Process”, filed June 13, 1975, Ser. No. 586,683, the
entire disclosure of which is incorporated herein by
reference.

The term “hydrogenation catalyst” as used herein is
meant to include catalysts which exhibit hydrogenation



4,092,825

7

relative to the organic oxygen components and olefins
present in the Fischer-Tropsch reaction product. The
term is also used herein to include other catalysts which
are multifunctional, for example, hydrocracking cata-
lysts which exhibit both hydrogenation and cracking
activity.

Hydrogenation catalysts used in this preferred em-
bodiment of the present invention, generally comprise a
composite of an oxide or other compound of a transition
metal on an inorganic solid refractory metal oxide base,
such as alumina. Well-known transition metals useful as
hydrogenation catalysts include, in general, the Group
VI-B metals, Group VIII metals, their oxides, sulfides,

or mixtures thereof. Particularly preferred hydrogena- .

tion catalysts include the oxides of platinum, palladium,
or rhodium deposited on a low or non-acidic refractory

" metal oxide.

Multifunctional catalysts can also be used in the pres-
ent invention. By “multifunctional catalyst” is meant a
catalyst which exhibits some other activity in addition
to hydrogenation activity such as a hydrocracking cata-
lyst which exhibits both hydrogenation and cracking
activity. It is preferred to use a hydrocracking catalyst
in the present invention, because in addition to convert-
ing the oxygenated components to hydrocarbons, the
use of the hydrocracking catalyst affords many other
advantages including:

(1) conversion of the high-boiling hydrocarbons pro-
duced in the Fischer-Tropsch process to lower-boiling
hydrocarbons which boil in the range of 60° to 600° F,
which is particularly preferred for a turbine fuel;

(2) increasing the yield of branched chain paraffins
which have higher octane values than the normal ole-
fins and paraffins which can comprise from 30 to 80
weight percent of the normally liquid hydrocarbons
formed in the Fischer-Tropsch process. This feature of
the invention is particularly useful where a portion of
the normally liquid hydrocarbons might be used as a
transportation fuel. -

(3) lowering of the cloud point or pour point of the
liquid product by reducing the concentration of normal
paraffins. This reduces or eliminates the necessity for
heated storage tanks.

Hydrocracking catalysts for use in the present inven-
tion comprise a hydrogenation component and a crack-
ing component. Preferably, the hydrogenation compo-
nent is supported on a refractory cracking base. Suitable
cracking bases include, for example, two or more re-
fractory oxides such as silica-alumina, silica-magnesia,
silica-zirconia, alumina-boria, silica-titania, silica-zir-
conia-titania, acid-treated clays, and the like. Acidic
metal phosphates such as aluminum phosphate may also
be used. Preferred cracking bases comprise composites
of silica and alumina. Additionally, and particularly
preferred for use in the present invention, are the par-
tially dehydrated zeolitic crystalline molecular sieves of
the X or Y crystal type, having relatively uniform pore
diameters of about 8-14 Angstroms and comprising
silica, alumina, and one or more exchangeable zeolitic
cations alone or in intimate admixture with other amor-
phous bases. Particularly preferred are cracking sup-
ports containing from 20 to 100 weight percent zeolite.

The hydrogenation components are present on the
cracking support in an amount from 0.3 to 25 weight
percent. Suvitable hydrogenation components are se-
lected from the Group VI-B metals, Group VIII metals,
their oxides, or mixtures thereof. Useful hydrogenation
components comprise the oxides of chromium, tung-
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8

sten, molybdenum, cobalt, nickel, or the corresponding
free metals or any combination thereof. Particularly
useful are the metals platinum, palladium; rhodium or
tridium. The oxides of other transition metals such as
rhenium can be used. :

Hydrogenation reaction conditions include tempera-
tures in the range 400°-800° F, preferably 400°-750° F,
total pressures between 100-1000 ‘psig, -preferably
200-600 psig, partial pressurés of hydrogen between
50-450 psig, preferably 150-360 psig, and GHSV’s be-
tween 200-2000, preferably between 500-1500. Much
higher total pressures and higher hydrogen partial pres-
sures can be utilized, but the use of low pressures is
particularly preferred, since this results in large savings
in construction and operating costs. '

An alternative to having separate reaction zones 18
and 21 is to have a single reaction zone containing both
a hydrocarbon synthesis catalyst and a hydrogenation
catalyst. A single reaction zone can be used containing
a physical mixture of the two catalysts, or the catalysts
can comprise two or more distinct layers in a single
reaction zone, with the synthesis gas passing first over a
layer of the hydrocarbon synthesis catalyst and subse-
quently over a layer of the hydrogenation catalyst. Two
reaction zones are preferred, however, so that one can
readily maintain optimum reaction conditions for each
reaction. - - '

This element of the invention of hydrocracking the
Fischer-Tropsch reaction product is more fully dis-
cussed in my concurrently filed application -entitled
“Hydrocracking in the Presence of Water and a Low
Hydrogen Partial Pressure,” Ser. No. 586,673, filed
June 13, 1975, the entire disclosure of which is incorpo-
rated herein by referénce. - ’ DA

The effluent from the hydrogenation reaction zone'is
passed via line 23 into separation zone 25. The effluent
will comprise primarily hydrocarbons, H,0, CO,, unre-
acted H,and CO, and small residual amounts of oxygen-
ated components. The various components can be sepa-
rated by conventional means, for example by distilla-
tion, but it is preferred to pass the éffluent first through
a condenser, separating the effluent into gaseous and
liquid fractions. The condensed liquid fractions will
phase-separate, with the hydrocarbons comprising one
phase and water comprising the second phase. The
liquid hydrocarbon phase will contain small residual
amounts of water, which can be removed by conven-
tional means. The normally liquid hydrocarbons are
passed via line 27 to storage zone 29. The normally
liquid hydrocarbon fraction makes an excellent turbine
fuel, since it boils in the range 60° to 800° F, is essen-
tially free of sulfur compounds, ash, and oxygenated
components. The water phase can be disposed of after
removal of residual quantities of contaminants such as
acetic acid, via line 26. Preferably, however, the water
phase including any contaminants, is recycled to the
gasifier 10 thus avoiding waste-water treatment costs
and providing a means for recovery of the carbon-val-
ues of any contaminants. The H, in the gaseous fraction
can be recycled to the hydrocracker after removal of at
least a portion of the CO, CO, and any of the light
uncondensed hydrocarbons such as methane and eth-
ane. Also, all or portions of the light hydrocarbons
formed in the Fischer-Tropsch or hydrocracking steps,
for example, the C; and C, hydrocarbons, can be sepa-
rated and used in other processes or can be reformed to

-produce H, and CO for recycle to the Fischer-Tropsch

step. The C;and C, hydrocarbons can also be liquefied
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and stored under pressure and used as needed in the
generation of additional power. Preferably, however,
the gaseous fraction, 28, separated in separation zone 25,
containing H,, CO, CO, and light hydrocarbons such as
methane, ethane, propane an butane, is combined with a
portion of the synthesis gas from the gasifier via lines 14
or 16 and the combined gases are fed via line 30 to
combustion zone 35, wherein the gases are combusted
and the exothermic heat of reaction is used to generate
steam, 31, which steam in turn is used to rotate steam
turbine 32 to generate a base-load electrical power out-
put. The combusted gases can, of course, be expanded
through an open-cycle turbine rather than used to gen-
erate steam, but it is preferred to generate high-pressure
steam since steam turbines are generally more efficient
than open-cycle gas turbines.

A further advantage of this preferred embodiment of
the present invention resides in the fact that the com-
bined gaseous stream, 30, has a higher BTU value than
the synthesis gas above. The normally gaseous products
28, from the paraffin synthesis and hydrogenation
zones, contain high concentrations of high BTU-value
hydrocarbons, particularly methane, ethane and pro-
pane, which increase the net BTU value of the com-
bined gases. Thus, the paraffin synthesis and hydroge-
nation zones, in addition to producing a valuable con-
densable and preferably liquid product useful for peak-
load power demand, also serves the function of increas-
ing the BTU value of the gaseous fuel used for produc-
ing the base power load.

For peak-load power demand, the normally liquid or
condensable hydrocarbons are passed via line 34 to
combustion zone 36, wherein the hydrocarbons are
mixed with air and combusted, forming a clean flue gas.
The flue gas then passes through expansion turbine 38
which in turn is coupled to an electrical generator
which provides supplemental electrical power for peak-
load power demand.

The energy in the exhausted flue gas can be recov-
ered to increase the overall thermal efficiency of the
process. The sensible heat in exhaust flue gas can be
used to heat the air feed to combustion zones 35 or 36 or
the exhaust flue gas can be utilized to generate addi-
tional steam for supply to the steam turbine 32 or as a
feed to the gasifier 10. Illustrative regenerative and
combined cycle gas turbine systems which can be used
in the present invention are described, for example, in
Electrical World, June 1, 1974, pages 81-82, the disclo-
sure of which is incorporated herein by reference.

Referring again to FIG. 1, another alternative em-
bodiment of the present invention involves passing all of
the synthesis gas through the hydrocarbon synthesis
zone 2 and then separating the condensable hydrocar-
bons from the Fischer-Tropsch product. Base-load
power is generated by combusting the normally gaseous
Fischer-Tropsch product which comprises H,, CO,
CO,, methane and ethane. Propane and C, hydrocar-
bons can also be left in or separated from the normally
gaseous product if desired. Peak-load power is supplied
by combustion of at least a portion of the condensed
hydrocarbons as previously described.

Although various embodiments of the invention have
been described, it is to be understood that they are
meant to be illustrative only and not limiting. Certain
features may be changed without departing from the
spirit or scope of the invention. It is apparent that the
present invention has broad application to the produc-
tion of power from carbonaceous materials. Further-
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more, it is readily apparent to one skilled in the art that
portions of the gaseous and liquid hydrocarbon prod-
ucts can be used for other purposes, including transpor-
tation fuels. Accordingly, the invention is not to be
construed as limited to the specific embodiments or
examples discussed, but only as defined in the appended
claims. :

What is claimed is:

1. A process for the generation of power from a solid
carbonaceous material which comprises:

(a) forming a combustible synthesis gas by reacting
said carbonaceous material with steam and oxygen
at an elevated temperature;

(b) contacting a first portion of said synthesis gas with
a hydrocarbon synthesis catalyst, thereby forming
a reaction product mixture containing water, Hj,
CO, CO,, oxygenated organic compounds and
synthetic hydrocarbons;

(c) contacting said reaction product mixture prior to
formation of an aqueous phase therein with a hy-
drogenation catalyst under hydrogenation condi-
tions, thereby converting said organic compounds
to water and combustible hydrocarbons;

(d) thereafter separating from said reaction product
mixture C;+ hydrocarbons;

(e) combusting a second portion of said synthesis gas
and generating power from the resulting com-
busted synthesis gas; and

(f) combusting at least a portion of said C;+ hydro-
carbons and generating additional power from the
resulting combusted hydrocarbons.

2. A process for the generation of power from a solid

carbonaceous material which comprises:

(a) forming a combustible synthesis gas by reacting
said carbonaceous material with steam and oxygen
at an elevated temperature;

(b) passing said synthesis gas into a reaction zone
containing a hydrocarbon synthesis catalyst and a
hydrogeneration catalyst forming a reaction prod-
uct mixture containing water, H,, CO, CO,, oxy-
genated organic compounds and synthetic hydro-
carbons including propane and higher boiling hy-
drocarbons;

(c) separating from said reaction product mixture
C;+ hydrocarbons and a combustible normally
gaseous fraction;

(d) combusting said gaseous fraction and generating
power from said combusted fraction; and

(e) combusting at least a portion of said C;- hydro-
carbons and generating additional power from said
combusted hydrocarbons.

3. The process of claim 2 comprising the additional
step of separating from said reaction product mixture a
fraction containing water and water-soluble oxygenated
organic compounds and reacting said fraction with said
carbonaceous material, steam and oxygen forming addi-
tional synthesis gas.

4. The process of claim 1 wherein said additional
power is generated by passing said combusted hydro-
carbons through an expansion turbine as the working
fluid.

5. The process of claim 1 wherein in step (f) said
portion of said C;+ hydrocarbons which is combusted
comprises C; and higher boiling hydrocarbons.

6. The process of claim 1 comprising the additional
step following step (c) of separating from said reaction
product mixture a fraction comprising H,, CO, CO, and
light hydrocarbons.
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7. The process of claim 6 comprising the additional light hydrocarbons, a second fraction comprising
step of gombustmg at least a portion of said fraction and normally liquid hydrocarbons and a third fraction

generating power from said fraction. comprising water;
’ )8- ’IZihe pr OC?SS of cl;nm 1 wherein said power in steps (d) combusting at least a portion of said gaseous first
egan (®) is electrical. . 3 fraction and combusting a second portion of said
I;A process for t}'xe generation of power from a solid synthesis gas and generating power from said com-
carbonaceous material which comprises: busted gaseous first fraction and said combusted

(a) forming a combustible synthesis gas by reacting
said carbonaceous material with steam and oxygen
at an elevated temperature; 10
(b) passing a first portion of said synthesis gas into a
reaction zone containing a hydrocarbon synthesis
catalyst and a hydrogenation catalyst and forming
a reaction product mixture containing water, H,, ing fluid.
CO, CO, and synthetic hydrocarbons; 15 10. The process of claim 9 wherein said power in
(c) separating from said reaction product mixture a steps (d) and (e) is electrical.
gaseous first fraction comprising H,, CO, CO, and *ox ok ox ¥

second portion of said synthesis gas; and

(€) generating additional power from said liquid hy-
drocarbons by combusting at least a portion of said
hydrocarbons forming a flue gas and passing said
flue gas through an expansion turbine as the work--
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