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to a second LPMeOH reactor to obtain a second methunol
prod. stream.
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EXAMPLE
T TTA computer simulation of the process was run for a
process producing 2740 tons per day of MeOH, with Cu-Zn
pewder catalyst. The first reactor was set to operate at 1000
psia and 250°C. and the second reactor at 1500 psia and
250°C. .

On a fixed reactor throughput basis, the % MeOH from
CO in the second reactor was 5.6% lower than in a corresp.
process in which the second LPMeGH reactor was replaced
by a gas phase MeOH reactor. % of MeOH from CO, was 6.5%
higher, overall MeOH prodn. for the LPMeCH reactor was
15.5% higher, and the increase in MeOl from €O, was twice
the increase from CG.

The increase in the CO, per pass MeOH make ratio for @
the LPMeOH reactor was over 64% greater.(7ppl80SEDDwgNo

1/1).
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