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Disclaimer
This document highlights work sponsored by agencies of the U.S. Government. Neither
the U.S. Government nor any agency thereof, nor any of their 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,
recommendation, or favoring by the U.S. Government or any agency thereof. The views
and opinions of authors expressed herein do not necessarily state or reflect those of the
U.S. Government or any agency thereof.
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1. INTRODCUTION

Hydrogen has promise to be the fuel of the future. Its use as a chemical reagent and as a rocket
propellant has grown to over eight million metric tons per year in the United States. Although use of
hydrogen is abundant, it has not been used extensively as a transportation fuel. To assess the viability of
hydrogen as a transportation fuel and the viability of producing hydrogen using off-peak electric energy,
Pinnacle West Capital Corporation (PNW) and its electric utility subsidiary, Arizona Public Service
(APS) designed, constructed, and operates a hydrogen and compressed natural gas fueling station—the
APS Alternative Fuel Pilot Plant. This report summarizes the design of the APS Alternative Fuel Pilot
Plant and presents lessons learned from its design and construction. Electric Transportation Applications
prepared this report under contract to the U.S. Department of Energy’s Advanced Vehicle Testing
Activity. The Idaho National Engineering and Environmental Laboratory manages these activities for the
Advanced Vehicle Testing Activity.

1.1 Objectives

The objectives of constructing and operating the Alternative Fuel Pilot Plant have been to:
1. Ascertain the safety issues for a hydrogen production operation in a commercial setting

2. Evaluate the adequacy of existing codes, standards, regulations, and recommended practices within a
commercial setting

3. Establish models for future codes and standards for distributed hydrogen generation systems within a
commercial setting

Determine performance limitations of existing technologies and components
Evaluate the practicality of the systems in a commercial facility

Evaluate hydrogen and blended CNG/hydrogen as a potential fuel for internal combustion engines

NS e

Develop a working model of a refueling system for fuel-cell electric vehicles and internal
combustion engine vehicles.

1.2 Background

Several stored forms of hydrogen could be considered for use as a transportation fuel: gas, liquid,
slush, and metal hydrides. Two common methods of producing hydrogen are reforming of hydrocarbons
such as methane and methanol, and electrolysis of water. Reforming of hydrocarbons, although today the
most common and economical way of hydrogen production, results in carbon dioxide (a greenhouse gas)
as a byproduct. Electrolysis of water produces only hydrogen and oxygen and is of interest to an electric
utility company as a means of improving its load factor and increasing energy sales. In contrast to
centralized manufacturing of hydrogen and use of tube trailers for delivery (as in gasoline distribution),
the electrolysis process can be used with the existing electric distribution system to produce relatively
small quantities of hydrogen during off-peak periods at the point of use. This provides the advantage of
leveling electric energy usage and eliminating the need for tube trailer transportation.

Due to the very small number of hydrogen refueling stations, there are limited standards for their
construction. Five other commercial hydrogen vehicle-refueling stations have been built in the United
States: Sun Line Transit in Palm Springs, California; Ford Proving Ground in Dearborn, Michigan;
California Fuel Cell Partnership in Sacramento, California; Las Vegas Transit in Las Vegas, Nevada; and
the Honda Proving Ground in Torrance, California. Commercial hydrogen refueling stations have also
been built in Germany and Iceland.



Due to the limited standards for the construction of hydrogen refueling stations, fueling station
designers must rely on existing compressed gas industry standards and portions of existing building
codes, while working very closely with local building inspection and safety departments as well as
engineering experts with hydrogen experience. The viability of hydrogen as a transportation fuel depends
on the speed and ease of working with local building inspectors, and on the costs associated with
compliance to existing codes and standards governing fueling station construction.

1.3 Siting the Fueling Station

PNW and APS chose to construct the APS Alternative Fuel Pilot Plant in an urban setting to
determine the full impact of existing codes and standards as well as building inspector requirements on
station design and on the siting process. This approach is unique to fueling station design in the United
States and provides unique insight into the requirements for hydrogen fueling stations to be constructed
and operated in commercial, rather than industrial, areas.

1.31 Site Description

The APS Alternative Fuel Pilot Plant is located in downtown Phoenix, Arizona at 403 South 2nd
Avenue. The facility is bordered on the west by 2nd Avenue (a City of Phoenix street) and an area zoned
for commercial use, as shown in Figure 1.1. On the south and east, the facility is bordered by an active
APS service yard. Meter readers and service men supporting APS electric distribution in the downtown
Phoenix area use the yard. Figure 1.2 shows the eastern side of the facility, including the fuel dispensing
station. The facility shares a building structure with the offices of Electric Transportation Applications,
which is located immediately north. This building was constructed in the early 1900s and functioned to
support lamp gas production from coal for use in streetlights located in downtown Phoenix. The portion
of the building housing the APS Alternative Fuel Pilot Plant is constructed of unfired clay brick. The
building is open on the east side, with a roof of sheet metal panels.

Figure 1.1. West Side of the APS Alternative Fuel Pilot Plant.



Figure 1.2. East Side of the APS Alternative Fuel Pilot Plant.

1.3.2  Siting Process

The process of siting the APS Alternative Fuel Pilot Plant began by conducting an occupancy review
to determine zoning requirements that would impact design. This review also included analysis of
applicable compressed gas standards, to determine the design requirements. Because the facility was to
be located within an existing building, particular attention was given to requirements for indoor facilities.
Numerous conflicts between code requirements and station objectives were revealed. In particular,
requirements for setbacks between hydrogen and natural gas fuels, and between fuel storage equipment
and occupied structures would, if followed, make construction of the APS Alternative fuel Pilot Plant on
the site impossible. In addition, using the standards governing natural gas installations, the site was
considered an outdoor facility (only 3 walls). However, using the standards governing hydrogen
installations, the site was considered an indoor facility. Using the worst-case scenario (indoor facility),
analyses were performed to determine if setback requirements could be eliminated and both hydrogen and
compressed natural gas (CNG) processes co-located on the site and within the existing building.

The analyses consisted of plume modeling for leaks of various sizes to determine the maximum
plume volume. Analyses were then conducted to determine the effects of both deflagration and
detonation of the worst-case plume. The analyses showed that with minor reinforcement (surface
mounted [-beams, as shown in Figure 1.3) and blow-off roof panels, the existing building would
withstand the effects of a detonation of the worst-case plume. These analyses and the design for building
reinforcement were reviewed with the chief fire inspector for the City of Phoenix and Dr. Robert Zalosh,
consultant to the City of Phoenix and Factory Mutual on the effects of flammable gas detonations. After
several rounds of questions on both the analyses and the facility design, the City of Phoenix approved the
facility design, as presented in Sections 2, Hydrogen System; 3, Compressed Natural Gas System; and 4,
Fuel Dispensing, of this report by issuing a construction permit for the APS Alternative Fuel Pilot Plant.
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Figure 1.3. Building Reinforcement.

1.3.3 Permits

PNW and APS constructed the APS Alternative Fuel Pilot Plant under the close scrutiny and formal
inspection of the City of Phoenix. Inspections were performed and releases issued for electrical,
plumbing, structural, and piping systems. Inspections were typically performed on facility subsystems,
and a final system release was awarded after construction completion. Upon overall facility completion,
the City of Phoenix issued permits for both compressed gas storage and motor vehicle fueling.

1.4 Fueling Station Design

The APS Alternative Fuel Pilot Plant is a model alternative fuel refueling system, consisting of
hydrogen, compressed natural gas (CNG), and CNG/hydrogen blends. Figure 1.2 shows the plant in plan
view. The plant distinctly separates the hydrogen system from the natural gas system, but can blend the
two fuels at the stationary filling system. Section 2 focuses on the hydrogen portion of the plant. Section
3 focuses on the natural gas portion of the plant, which is similar in various ways.

The plant’s hydrogen system consists of production, compression, storage, and dispensing. The
hydrogen produced is suitable for use in fuel cell-powered electric vehicles, for which the minimum
hydrogen purity goal is 99.999%, and the upper limit of purity is 99.99999%. To obtain these purity
levels, the facility uses two methods of production. One method takes advantage of the centralized
manufacturing of hydrogen. The other method uses an electrolysis process that separates water into
hydrogen and oxygen. At present, the hydrogen is compressed and stored at a maximum operating



working pressure of 5,800 psi. The facility has over 17,000 scf of high-pressure storage capacity. The
stationary filling system can dispense hydrogen at various pressures, up to the 5,800 psi maximum.

In addition to producing hydrogen, the plant also compresses natural gas for use as a motor fuel.
CNG vehicles typically require 3,600 psi storage tanks. However, to fill vehicle onboard tanks, storage
pressures must be higher. The APS system compresses natural gas to pressures up to 5,000 psi, using a
three-stage cascade pressure arrangement.



2. HYDROGEN SYSTEM
21 Design Criteria

The hydrogen system has six primary functions: water purification, production, compression,
storage, dispensing, and venting. Hydrogen is produced from high-purity water using electrolysis, which
is compressed up to 5800 psi and stored in high-pressure-rated vessels. The high-pressure vessels supply
the hydrogen to an automated refueling location where it is conveniently dispensed. Figure A-3 of
Appendix A presents a plan view of the equipment locations for the hydrogen system. Figure A-2
presents a three-dimensional view of the hydrogen system components.

The electrolysis production process is a crucial element of the facility (see Section 2.3). Appendix B
contains a Material Safety Data Sheet for hydrogen. The electrolysis equipment used at the facility is a
HOGEN 300, manufactured by Proton Energy Systems. It produces 300 scf of hydrogen per hour at
150 psi, using high-purity water. The water purification process is one of the primary functions of the
facility and significantly influences the purity level of the hydrogen within the system (see Section 2.2).
The output of the electrolysis equipment is directed to the low-pressure storage vessel (see Section 2.5),
which has a storage capacity of 8,955 scf of hydrogen. This vessel provides capacity when the hydrogen
generator is not operating.

The pressure rating of the hydrogen generator and the low-pressure storage vessel is 150 psi. In
order to provide the desirable dispensing pressures, a three-stage diaphragm compressor is used (see
Section 2.6). The compressor is capable of compressing the hydrogen up to 6,000 psi at a rate of 300
scfh. At present, the high-pressure hydrogen system is regulated to 5,800 psi. The normal pipeline from
the compressor output fills two high-pressure storage vessels (see Section 2.7). These vessels have a
combined storage capacity of 17,386 scf and provide hydrogen for dispensing. The other pipeline from
the compressor output provides hydrogen directly to the dispensers.

The capacities of all the storage vessels, the rate of hydrogen production, and the rate of compression
can all be coordinated to achieve the required refueling demand. Though only a small mass of hydrogen
is produced daily, the system offers model opportunity to evaluate system reliability, cost, and safety, and
is a source of fuel for both fuel-cell and combustion engine testing.

The hydrogen system is a completely sealed, closed system. Specifications for hydrogen piping are
presented in Appendix C. Proper piping design ensures that hydrogen is not inadvertently released.
However, should a hydrogen leak occur, hydrogen gas detectors will signal an alarm and isolate the
hydrogen system (see Section 2.9) with automatic shutdown of power to operating equipment (but control
power, monitoring systems, and communication system remain energized).

Any venting or draining of the system is to the vent stack, where hydrogen is released above the
roofline of the gas building (see Section 2.11). Design of the system eliminates any direct human contact
with hydrogen. A helium purge is available to inert the vent stack (see Section 2.16). To quench fires in
hydrogen vents is standard practice in the industry.

A nitrogen purge is used as an intermediary in any event that requires opening of the hydrogen
system (see Section 2.10). Nitrogen purge points have been strategically designed into the system to
adequately provide for safe operation and maintenance measures.

Because hydrogen fires are invisible, the entire equipment room containing the hydrogen system (see
Appendix A, Figure A-3) is a controlled area, accessible only to those who are trained and certified to
work around hydrogen systems. Arizona Public Service safety programs and procedures, defined in the



APS Safety Manual, have been applied to the pilot plant. Training programs prepared for the APS
Alternative Fuel Pilot Plant are presented in Appendix D.

The gas building is continuously scanned for infrared and ultraviolet radiation, both typical
signatures of a hydrogen flame (see Section 2.17). Combustible gas monitors are also used to monitor for
hydrogen in the work area (see Section 2.17). These monitors will alarm at 25% LFL (lower
flammability limit) of hydrogen. Equipment has been well grounded to eliminate static electricity as an
ignition source (see Section 2.14). Hydrogen, unlike most fluids, does not build up a static charge when
flowing; however, particles flowing in the hydrogen stream can create adequate energy to ignite the
hydrogen if sufficient oxygen is present.

The EMS (emergency shutdown system) enables complete system shutdown, automatically or
manually initiated (see Section 2.9). EMS alarm and annunciation visually and audibly indicate that the
EMS has been initiated. If the hydrogen system isolation is breached, as detected by IR (infra-red) and
UV (ultraviolet) scanners, gas detectors, or human intervention, the second contingency of isolation is
automatically initiated by isolating all hydrogen storage, hydrogen production, and hydrogen dispensing;
and by shutting off the power supply to the HOGEN 300 generator, dryer, and compressor.

Under the City of Phoenix ordinances, production of hydrogen gas must be performed in an area
zoned A1, whereas retail sale of hydrogen gas can be in areas zoned C3. National Fire Protection Code
(NFPA) 50A presents standards for constructing a hydrogen storage facility, but the code does not apply
to hydrogen production facilities, per NFPA 50A, 1-3.3. The hydrogen production, compression, and
storage equipment is physically located within the gas equipment building, while the water purification
equipment, cooling equipment, nitrogen equipment, air compressor, and electrical panels are located in an
adjacent room. The hydrogen electrical system within the gas building is engineered as Class 1, Division
2, in accordance with NFPA 70. Storage of hydrogen and related piping/tubing is in accordance with
ASME Code B31.3.

Table 2.1 presents the specifications of the hydrogen production and storage system.

Table 2.1. Hydrogen production and storage.

Compressor: power 5 hp, 480V, 3ph

DI Water: consumption 1.7 gal/hr 30 psi
Dryer: power 0.5kVA, 120V

Effluent: DI water unit DI water

Effluent: dryer hydrogen, DI water

Effluent: HOGEN drains, vents, DI water, oxygen

HOGEN: chilled-water flow 72 gal/hr (supply) 72 gal/hr (return)
HOGEN: daily hydrogen production 7,200 sct/day 37.3 Ib/day
HOGEN: hourly hydrogen production 300 scth 1.55 Ib/hr
HOGEN: make-up Air 1200 cfm air

HOGEN: power 57 kW 480 volt
Instrument air 90 psi maximum

Purge: nitrogen 130 psi maximum

Storage: high pressure (6,000 psi) 17,386 scf 90.1 1b
Storage: low pressure (150 psi) 8,955 scf 46.4 1b
Storage: total hydrogen storage 26,341 scf 136.4 1b
Storage: energy release potential 8,560.5 MBTU 2,508.4 kWh




2.2 Water Purification

Potable water is supplied from a Phoenix street potable water supply (30 psi) to a water treatment
system designed and manufactured by CIW Services, Inc. The CIW system has a 5-p filter, carbon filter,
stainless steel pump, reverse osmosis bank, 34-gal storage tank, mixed-bed demineralizer, and a 1.0-p exit
filter specifically built to accommodate Phoenix water. The maximum system flow rate is 215 gal/day.

The CIW system has two effluent lines: one 1” line from the RO (reverse osmosis) unit, and a second
%" line from the storage tank bleed.

Deionized (DI) water flows to the drain until the minimum quality level is reached, as determined by
an analyzer; about 30 gallons of DI water are consumed during startup. Once the water quality threshold
has been achieved, the water drain-valve closes, and the supply to the HOGEN opens. During HOGEN
shutdown, about 10 gal of DI water is discharged to the drain. A secondary DI water-polishing unit
inside the HOGEN further purifies the water and provides backup to the primary DI water system.

2.3 Hydrogen Production

The HOGEN 300 is a proton exchange membrane-based system that produces hydrogen by
electrolysis (Figure 2-1). It is similar to that used by the U.S. Navy in submarines. Hydrogen purity is
between 99.999% and 99.99999%. The HOGEN uses electric potential across its membrane stack to
produce a maximum pressure of 150 psi. Small increases in voltage will produce significant increases in
pressure. Future systems may reach pressures of 2,000 psi. The HOGEN 300 was built following NFPA
standards 496, 50A, and 70 and complies with NEMA 4. It is a one-of-a-kind unit, previously operated,
continuously, at the STAR (Solar Test and Research) facility in Tempe, Arizona for 24 months without
incident.

Figure 2-1. HOGEN 300 proton exchange system.

The HOGEN 300 is self-contained and weather proof, complete with control systems, polishers,
dryer, and combustibles detector, located inside the gas building. In order to conform to NEC
requirements, the unit uses the purge-and-pressurize technique to be acceptable in hazardous locations.
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This requires a fresh air purge (from an unclassified area) at the rate of 1,200 scfm. The HOGEN 300
requires a chilled-water cooling system. This system provides cooling to the power electronics in the
hydrogen generator. The chilled-water system is a separate unit located outside of the gas building. This
closed-loop system has maximum potential to circulate at a rate of 72 gal/hr. A nitrogen purge port is
incorporated into the HOGEN (there is no manufacturer’s requirement to use the nitrogen purge for
maintenance). The HOGEN needs 57 kW of electricity from a 480-V, 150-A, 3-phase supply, and
ground. The electric installation is installed above ground and complies with NFPA 70. Communications
allow remote system monitoring, with alarms and emergency shutdown. Table 2.2 describes the
interfacing of all support systems for the HOGEN 300.

Table 2.2. HOGEN 300 systems interfacing.

Element Required support
Combustible gas mixture detector Master system alarm
Condensate drain Blow-down tank and vent system
Control air 5 scf daily, 90-psi max pressure, clean dry air
Data line Modem accessible
Electric power 57kW (480 V, 150 A)
Electrical grounding NFPA 70
Hydrogen vent (startup) To vent stack
Local shutdown Master system alarm
Oxygen vent 0.5 in. to building roof, min 25 ft from H, vent
Power electronics cooling Chiller outside of gas building
Purge air 1,200 scfm, clean outside air
Purge nitrogen 0.5 in. manually activated
Remote shutdown Emergency shutdown system and alarm

The hydrogen production rate is 300 scfth at 150 psi (8 NM*/hr, 10 bars, 1.56 1b/hr). The HOGEN
requires DI water conductivity better than 1-p siemen (1MQ-cm resistivity) and preferably better than
0.1-uS (10MQ-cm). Water consumption is 1.7 gal/hr (or 6.4 I/hr) at an average supply pressure of 15 to
60 psi. During startup, hydrogen is initially vented to the vent stack until the quality level is achieved,
upon which venting terminates. In normal operation, there is no leakage or venting of hydrogen gas.
Oxygen is a byproduct of the HOGEN operation. Oxygen is vented to the outside in a separate vent stack
at atmospheric pressure (150 scth, 12.4 Ib/hr) from a 0.5-in. connection on the HOGEN unit, through the
gas-building roof. The HOGEN comes prepackaged with its own propriety control system.

2.4 Dryer and Filters

Hydrogen produced by the HOGEN 300 contains water. Although water contamination is not a
problem for the storage vessels or fuel cells, it reduces the efficiency of the compressor and can result in
excess maintenance of the compressor. Since the hydrogen must be compressed, water must be removed.
The Lectrodryer, a hydrogen dryer, yields hydrogen with a -80°F dew point. The drain, vent, and safety
valves of the dryer are piped to the hydrogen vent system. Isolation of the dryer from the rest of the
hydrogen system is accomplished with manual isolation valves.

The Lectrodryer (Figure 2.2) is powered by a 120-V source. The electrical control panel enclosure is
a NEMA 4x enclosure. To meet the requirements of Class 1, Division 2, Group B, of the National



Electrical Code, the enclosure uses purged nitrogen as a hazardous-location protection technique.
Features of the dryer include electric reactivation heaters, thermostatic over-temperature protection,
nonlubricated transflow valves, dial thermometer in the reactivation exhaust piping, and reactivation
indicator lights.

Figure 2.2. Lectrodryer hydrogen dryer.

Hydrogen purity is controlled by the water quality entering the HOGEN unit and by removal of
contamination particles (microscopic) from the interior surface of the gas system piping/equipment in
contract with the gas stream. A coalescing filter, described in Table 2.3, is installed at the inlet to the
dryer. Particulate filters, described in Table 2.3, are installed at outlets of the LPS (low-pressure storage),
hydrogen compressor, HPS (high-pressure storage), and dryer. Filters have visual differential pressure
indicators. Filters have isolation valves, nitrogen purge, and vents for maintenance.

Table 2.3. High-pressure hydrogen filters.

Compressor

Filter Dryer Outlet ~ HPS Outlet LPS Outlet Outlet Dryer Inlet
Tag no. F-102 F-401 F-103 F201 F-101
Size 0.5 in. 0.5 in. 0.5 in. 0.5-in. 0.5 in.
Port size & type 0.5-in. FPT 0.5-in. FPT 0.5-in. FPT 0.5-in. FPT 0.5-in. FPT
Design flow 12,000 scth 400 scth 12,000 scth 400 scth 400 scth
Design pressure 6,000 psi 6,000 psi 6,000 psi 6,000 psi 6,000 psi
Type Particulate Particulate Particulate Particulate Coalescing
Vendor Norman Norman Norman Norman Norman
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Model Tee Type 535  Tee Type 535  Tee Type 535  Tee Type 535  In-line 4200 Series

Part No. 4535TP. 4535TP. 4535GP. 453GP. 42.5T-4PP
SABSFNV SABSFNV SABSFNV SABSFNV

MAWP 6,000 psi 6,000 psi 6,000 psi 6,000 psi 6,000 psi

Burst pressure 24,000 psi 24,000 psi 24,000 psi 24,000 psi 24,000 psi

Filter rating 0.5-pm, 0.5-pm, 0.5-pm, 0.5-pm, 0.5-pm,
sintered 316 SS sintered 316 SS  sintered 316 SS  sintered 316 SS  sintered 316 SS

Temp. rating 800°F 800°F 800°F 800°F 800°F

Body material 316 SS 316 SS 303 SS 303 SS 304 SS

Seal material Viton Viton Viton Viton Viton

2.5 Low-Pressure Storage

The low-pressure storage (LPS) receives hydrogen from the HOGEN. It is a horizontal carbon steel
cylindrical vessel measuring 6 ft 11 in. inside diameter, 19 ft. long. The LPS vessel has a water volume
of 6,565 gal. The LPS (Figure 2.3) was manufactured under the ASME Pressure Vessel Code, Section
VIII, Division 22, and is rated for 250-psi maximum pressure at 125°F. Appendix B presents Form UA-
1, certifying compliance with the ASME Code (serial number 123982).

|
L 1
Figure 2.3. Hydrogen low-pressure storage vessel is the large tank on the bottom and the two high-
pressure storage vessels are on top.

The vessel is protected against over pressurization by an ASME relief valve. Discharge from this
valve is piped to the hydrogen vent stack. Hydrogen exits from the LFP to the hydrogen compressor.

The LPS receives dried 150-psi hydrogen gas from the HOGEN 300. About 46.4 1b or 8,955 scf of
hydrogen can be contained in the LPS. The safety relief valve mounted on the LPS relieves pressure at
165 psi. Relief vents are piped to the vent stack. The LPS has powered isolation valves installed up- and
downstream to permit full isolation of the LPS. These isolation valves can be activated manually or
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automatically by the EMS. Isolation of the LPS includes an activated ball valve (electrically operated)
and a manual valve (open in normal operation). The LPS also has two vents: (1) a power-operated vent
that discharges to the vent stack and (2) a manually actuated vent for purity control, which has also been
piped to the vent stack. A manual drain for water at the low point of the LPS has been piped to the blow-
down vent. The LPS is connected to the nitrogen purge system. The nitrogen purge includes isolation
valves and check valves to eliminate back flow of hydrogen.

Pressure on the LPS is monitored with a pressure indicator gauge, pressure switch, and with a
pressure transmitter for recording data. Should LPS system pressure exceed 165 psi, the HOGEN will
ramp down to 130 psi, and then shut down, followed by an alarm. Should the LPS pressure be low, an
alarm will be initiated, and the hydrogen compressor will shut down if compressing hydrogen. The
moisture level in the gas delivered to the LPS is monitored using a dew point meter.

The LPS is electrically grounded. It is labeled with the fire diamond symbol for hydrogen (blue 0,
red 4, yellow 0) and is visible from the building access. In the event of activation of the EMS, the LPS
isolation valves will close. After resolving the conditions causing initiation of the EMS, the EMS will be
reset, and the LPS isolation valves can be opened and HOGEN production resumed. If for some reason
the LPS requires hydrogen dumping, the power vent can be opened and hydrogen will be released to the
vent stack. If operation cannot resume, the nitrogen purge system will be activated after the hydrogen is
released to vent, and the LPS will be filled with nitrogen.

2.6 Hydrogen Compressor

In the high-pressure system, a Pdc Machines, Inc. diaphragm compressor (Figure 2.4) with three
stainless steel diaphragms raises the gas pressure to 6,000 psi (Table 2.4). The compressor motor and
supporting electrical equipment have been designed to be rated Class 1, Division 2, Group B. The motor
is of TEFC design.

The compressor control package monitors discharge pressure, temperature, and motor current.
Pressure indicators are installed on the compressor suction, discharge, and DI water supply. The
compressor has isolation valves, vents, and nitrogen purge. A discharge filter assembly includes a
differential pressure monitor and indicator.

High and low discharge pressure switches are preset. The compressor package includes a leak

detecting system that will detect leakage through the diaphragms and signal an alarm and will shut down
the compressor.
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Figure 2.4. Pdc Machines, Inc. diaphragm hydrogen compressor.

Table 2.4. Hydrogen compressor.

Model

Motor

Volts

Amperes

Phase

Hazardous class
Inlet pressure range
Output pressure

Capacity, hydrogen

Pdc-4

5hp

480

10

3

Class I, Division 2, Group B
100-150 psi, 200-psi max.
6,000 psi

300 scth

2.7 Hydrogen High-Pressure Storage

Hydrogen high-pressure storage (HPS) is provided in two high-pressure seamless carbon-steel
horizontal storage vessels (Figure 2.3) manufactured under 1998 ASME Code, Section VIII, Division 1,
Addendum 1999, Appendix 22 (SF3). Appendix B presents Form UA-1, certifying compliance with the

ASME Code (serial numbers 46705 and 46708).

The vessels are 28.0 ft long, 16 in. outside diameter, and weigh 6,670 1b each. The design pressure
is 6,667 psi at 200°F. The water volume storage per vessel is 27.1 cubic feet, or 54.2 cubic feet total. The
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operating temperature range of the vessels is -20 to 200°F. The vessel interiors were steam cleaned after
being grit blasted to remove loose scale.

The HPS receives dry 6,000-psi hydrogen gas from the hydrogen compressor. About 90.1 Ib, or
17,386 scf, of hydrogen can be contained in the HPS. A safety relief valve mounted to the HPS will
relieve pressure at 6,667 psi. The relief valve discharge is piped to the vent stack. The HPS has powered
isolation valves installed up- and downstream to permit full isolation of the HPS. These isolation valves
can be activated manually or automatically by the EMS. The HPS also has two vents that are piped to the
vent stack: (1) a solenoid-operated vent valve piped to the vent stack and (2) a manually operated vent
valve for purity control. There is a manual water drain at the low point of the HPS, which is piped to the
blow-down vent. The HPS is connected to the nitrogen purge system, which includes isolation and check
valves to eliminate backflow of hydrogen.

Pressure on the HPS is monitored with a pressure indicator gauge and with a pressure transmitter for
electronic data recording and control. Should the HPS system pressure exceed 6,200 psi, the system will
alarm an early warning. If the pressure exceeds 6,300 psi, the EMS will shut down the entire hydrogen
system and activate the high-pressure alarm.

The HPS is grounded electrically. The HPS is labeled using the fire diamond symbol for hydrogen
(blue 0, red 4, yellow 0) and is visible from the building access. In the event of activation of the EMS, the
HPS isolation valves will close. After resolving the conditions causing the initiation of the EMS, the
EMS will be reset and the HPS isolation valves can be opened. If for some reason the HPS requires
dumping of hydrogen, the power vent can be opened and hydrogen will be released to the vent stack. If
operation cannot resume, the nitrogen purge system will be activated after the hydrogen is released to
vent, and the HPS will be filled with nitrogen.

There is a 0.5-p filter in the exit tubing from the HPS and an excess flow control valve and flow
switch to detect excess flow, either of which can initiate shutdown of the HPS isolation valves. If tubing
or hoses fail downstream of the HPS, the excess flow valve will automatically close. The filter and
excess flow valve can be isolated for maintenance.

2.8 Fuel Dispensing

The APS Alternative Fuel Pilot Plant has two dual output dispensers (Figure 2.4) manufactured by
Fueling Technologies, Inc. One of these units dispenses CNG only at each output. The other unit has a
hydrogen output and a CNG/hydrogen blend output. Dispensers are more fully described in Section 4 of
this report.

Appendix E presents hydrogen system and hydrogen dispenser operating procedures.
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Figure 2.4. CNG only dispenser and hydrogen and CNG/hydrogen blend dispenser.

2.9 Emergency Shutdown System — EMS

The EMS is the second-level process control safety system, which reacts after the detected failure of

the primary safety system. The primary safety system for hydrogen is isolation; the second level safety
system is shutdown. The following components constitute the system.

Ultra-fast IR/UV detectors
Combustible gas detector

Manual and remote trip

Vent stack temperature monitor
Alarms horns and strobe lights
Calibration and testing of the system

Vent stack fire suppression.

If a hydrogen event is detected or perceived to have occurred, the EMS will isolate sections of the

system and de-energize all operating equipment, including the CNG compressor. Audible alarms and
visual lights will notify personnel in the area that activation of the EMS has occurred. An alarm located
at the PNW security station at the 502 Building will also indicate that an EMS activation has occurred.
Activation of the EMS will be a failsafe action.
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A hydrogen event is defined as constituting any of the nine items listed below. Any one of the
hydrogen events listed will result in activation of audible alarms, strobe lights, and a Security Station
alarm. The EMS map will indicate which activation device authorized activation. The EMS will reset
itself after a hydrogen event has cleared.

e Any of the four IR/UV scanners located in the process area testing positive
o The IR/UV scanner located at the fuel-dispensing island testing positive

o Manual activation from the fuel-dispensing island.

o Manual activation from the east side of the control building

o Manual activation from inside the control building

o High-pressure switch activated on the LPS vessel.

o High-pressure switch activated on the HPS vessels

» Flammable gas detects gas leak

o Loss of control of air pressure.

The EMS will activate warning strobe lights when in any of the following incidents:
*  The combustible gas detectors detect 25% of LFL
*  High temperature is detected on the vent stack.
* Incipient flame is detected.

The EMS will provide a process system alarm on any of the following conditions:
« Authorization by the vent stack thermocouple to activate helium purge into vent stack
o Activation of the excess flow switch
o Low-pressure switch activated on hydrogen compressor
» Failure of the hydrogen compressor to start
o Low-pressure on the vent stack helium system
o Compressor leak detected
o High pressure detected on LPS
o High pressure detected on HPS.

The EMS has a scanner lockout, which permits calibration of the IR/UV scanners without activating
the EMS. Negative scan readings should occur within 5 minutes after activation of the EMS. The EMS
alarms will be reset, and the system remains down until released for operation by the authorizing
engineer. Ifthe IR/UV scanners continue to scan positive after 5 minutes, the authorizing engineer will
be contacted.

210 Auxiliary Systems
2.10.1 Control Air

The control air system consists of a 100-cfm air compressor, 500-scf storage vessel, and piping
network. The control system provides clean dry 90-psi air for the hydrogen system.

2.10.2 Chiller

The dual-compressor closed-loop chiller provides 293,000 Btu/h (at 80°F ambient) cooling water to
the HOGEN and Pdc compressor. The Drake model PACT240D unit requires 480 V, 3-phase power, and
produces 12 hp at a flow rate of 66 gpm.
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2.10.3 Nitrogen

Nitrogen is used as a buffer gas between the air and hydrogen. The nitrogen system consists of a
production unit, compressor, storage tank, and piping network. Atmospheric air is processed by the
nitrogen generator (PSA type system), which produces 97% purity nitrogen. Nitrogen is compressed to
100 psi and stored in a 600-scf vessel. A piping network distributes nitrogen to purge locations on the
hydrogen system.

2.10.4 Vacuum

During a startup of the hydrogen system, it is necessary to attain the required hydrogen purity, which
consumes a minimum duration of time and hydrogen gas. A portable vacuum pump is used to evacuate
the pressure vessels of nitrogen before introduction of hydrogen, to reduce the number of purge cycles in
meeting the purity goal.

2.11 Drains, Vents, Tubing, Vent Stack, and Blowdown Tank

The system of vents and drains constitutes a significant safety system. The vent stack and blowdown
tank control the release of hydrogen into the atmosphere. It is assumed that once the hydrogen gas
reaches the vent stack, or is released from it, it will react with air and burn. Burning could occur in the
stack but is most likely to react at the stack exit. Probably, there will be no reaction, but the design
assumption is that it will. The reaction of hydrogen with oxygen produces water; hence, in the worst-case
scenario there are no environmentally hazardous emissions from the release of hydrogen into the
atmosphere. The release is 10 feet above the Gas Building roofline. The design of the vent stack exit
prevents nesting of birds or forces of nature blocking the exit of the gas.

The oxygen vent from the HOGEN unit does not go into the vent stack but is routed separately away
from the stack. The oxygen vent is fabricated from 0.5-in. 304 stainless steel tubing and is identified as
an oxygen vent.

The vent stack begins at the top of the blowdown tank. Drains are piped into the blowdown tank.
Vents are piped into the Vent Stack. The blowdown tank is fully open to the vent stack. At the low point
of the blowdown tank, a self-closing drain valve permits safe removal of condensate or oil. The vent
stack and blowdown tank are normally under atmospheric pressure. The vent stack posts a sign reading
“Venting Hydrogen Gas May Ignite.” A helium injection system is installed in the vent stack.

Table 2.5 lists the hydrogen system vents. Vents are fabricated from 0.5-in. 304 stainless steel
Swaglock tubing. A 1-in. color-coded tape is used at 5-foot intervals to identify the tubing as a hydrogen
system vent line. Flow direction arrows are also mounted on the vent lines. The vent stack utilized
weldolets for vent attachment. The blowdown tank has similar attachments for drains. The vent stack is
3-in. schedule 40 stainless steel pipe for the intended duty. The blowdown tank is 6-in. schedule 80
stainless steel pipe. The vent stack is securely anchored to the Gas Building to restrain any thrust from
dislodging it, and it is electrically grounded.

Table 2.5. Hydrogen system vents.

Vent No. From To Size
oVl HOGEN Top of gas bldg 0.5-in. 304 SS Oxygen vent
HVI HOGEN Vent stack 0.5-in. 304 SS HOGEN vent
HV2 Dryer Vent stack 0.5-in. 304 SS Dryer vent
HV3 LPS — Powered Vent stack 0.5-in. 304 SS Powered LPS vent
HV4 LPS Vent stack 0.5-in. 304 SS Purity LPS vent
SRV2 LPS - SRV Vent stack 0.5-in. 304 SS LPS safety relief
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SRV2 LPS — SRV Vent stack 0.5-in. 304 SS LPS safety relief
HVS F1 Vent stack 0.5-in. 304 SS Filter bleed

HV6 H, Compressor Vent stack 0.5-in. 304 SS Compressor bleed
HV7 HPS Vent stack 0.5-in. 304 SS HPS vent

HVS8 HPS Vent stack 0.5-in. 304 SS HPS vent

SRV3 HPS — SRV Vent stack 0.5-in. 304 SS HPS safety relief
SRV4 HPS — SRV Vent stack 0.5-in. 304 SS HPS safety relief
HV9 Dispenser filter Vent stack 0.5-in. 304 SS Filter bleed

HV10 Dispenser vent Vent stack 0.5-in. 304 SS Dispenser nozzle vent

2.12 Hydrogen System Valves

Appendix A, Figure A-4, presents the hydrogen system piping and instrumentation diagram. Table
2.6 shows the specifications for low-pressure valves shown in Figure A-4. Table 2.7 shows the
specifications for high-pressure hydrogen system valves. All valves are certified by their manufacturers
to be suitable for use with hydrogen.

Table 2.6. Low-pressure hydrogen.

Device Check Valve Manual Valve
Tag No. CV-XXX V-XXX
Size 0.5 in. 0.5 in.
Cv 1.8 0.73
Port size and type 0.5-in. Swagelok 0.5-in. Swagelok
Design flow 400 scth 400 scth
P1 100 psi 100 psi
P2 99 psi 99 psi
P drop 1 psid 1 psid
Vendor Swagelok Swagelok
Model CH Series 1 Series
Part no. SS-CHS8-1-SC11 SS-1KS8-SC11
Cracking pressure 1 psid N/A
MAWP 6000 psi 5000 psi
Burst pressure 24,000 psi 24,000 psi
Temp. rating 400°F 100°F
Temp. derating N/A 4295 psi @ 200°F
Seat material Viton Kel F
Body material 316 SS 316 SS
Valve style in-line check Bonnet needle
Seal material N/A TFE Packing
Seat leak rate N/A 0.1 scc/min N2 @ 1000 psi
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2.13 Control and Instrumentation

Table 2.8 lists the hydrogen system controls and instrumentation.

Table 2.8. Controls and instrumentation.

Device 1D Local Indicate® Monitor”
DI water quality N/A DI skid Yes No
DI water pressure N/A DI skid Yes No
Pressure LPS vessel PT-104 LPS tank Yes Yes
Pressure LPS Vessel PI-109 LPS panel Yes No
Hydrogen sample PI-106 HOGEN outlet Yes No
HOGEN amps N/A HOGEN skid Yes No
Compressor inlet pressure PI-108 Pdc panel Yes No
Compressor outlet pressure PT-112 HPS panel Yes Yes
Temperature HPS vessel 1 TI-101 HP tank 1 Yes No
Temperature HPS vessel 1 TI-102 HP tank 1 Yes No
Pressure HPS vessel 1 PT-113 HP tank 1 Yes Yes
Pressure HPS vessel 2 PT-114 HP tank 2 Yes Yes
H2 pressure to dispenser PT-402 HPS Panel Yes Yes
Diff pressure filter F-101 DPI-101 Filter 101 Yes No
Diff pressure filter F-102 DPI-102  Filter 102 Yes No
Diff pressure filter F-103 DPI-103 Filter 103 Yes No
Diff pressure filter F-201 DPI-201 Filter 201 Yes No
Diff pressure filter F-401 DPI-401 Filter 401 Yes No
Vent stack temperature TE-104 Vent stack tee No Yes
Combustibles analyzer 1 AIT-101  Roof Gas Building Yes Yes
Combustibles analyzer 2 AIT-102  Roof Gas Building Yes Yes
IR/UV scanner 1 BE-101 Gas Building Yes Yes
IR/UV scanner 2 BE-102 Gas Building Yes Yes
IR/UV scanner 3 BE-103 Gas Building Yes Yes
IR/UV scanner 4 BE-104 Gas Building Yes Yes
IR/UV scanner 5 BE-105 Gas Building Yes Yes
IR/UV scanner 6 BE-106 Gas Building Yes Yes
EMS status N/A Control room Yes No
Control air pressure N/A Compressor skid Yes No
Dispenser 1 status N/A Dispenser Yes No
Flow through dispenser N/A Dispenser Yes No
Helium pressure PT-501 Helium storage No Yes
Nitrogen pressure N/A Nitrogen skid Yes No
City water pressure N/A DI skid Yes No

a. Indicate = local visual indication only; no electrical signal to control panel.

b. Monitor = provides an electrical signal to the control panel and produces a visual indication at the control panel; used to

generate alarms and shutdowns.
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2.14 Electrical

The electrical energy supply is through a 48-V, 600-A, 3-phase load center located in the auxiliary
equipment area (unclassified). The interior of the building is considered to be a Class 1, Division 2, area.
Wherever possible, electric equipment is placed in an unclassified area outside of the building. Purge air
from the control air system is used in panels within the building. Conduits are sealed.

Grounding is with a 2/0 copper grounding grid placed in the concrete floor slab. This grid is bonded
to the building steel. The grounding system also extends to the fueling island and its canopy

2.15 Color Coding of Fluid Lines

All gas and liquid piping has color-coded labels (Table 2.9) that indicate the kind of fluid in the line
and the direction of flow. Labels are at 10-ft intervals, on both sides of wall penetrations. Labeling is as
follows:

« Safe colors: white, black
« Danger/fuel: blue (sky, dark), red, yellow

o Inert gas: orange

Table 2.9. Gas and liquid piping labeling used.

Fluid Color
Deionized water White/black strip
Chilled water White
Potable water White
Compressed air Black

Helium

Nitrogen

Hydrogen
Hydrogen vent

Hydrogen drain
Compressed natural gas
CNG vent

CNG drain

Hydrogen/natural gas blend

Oxygen
Oxygen vent

Orange/2 white stripes
Orange/1 white stripe

Sky blue
Sky blue/2 red stripes

Sky blue/1 red stripe
Dark blue/2 red stripes
Dark blue/2 red stripes
Dark blue/1 red stripe

Dark blue/sky blue stripe

Green

Green
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2.16 Helium and Fire Sprinkler System
The gas building is protected with a fuse-link-type fire sprinkler system.

The vent stack has a helium purge system for extinguishing any extensive fires that may develop in
the vent stack. A thermocouple installed at the top (exit) of the vent stack triggers an alarm condition if
exit gas temperatures reach 250°F. Release of helium into the vent stack is manually initiated.

2.17 Flame and Flammable Gas Detection

Flame detectors are Spectrex Model 20/20LB units. They scan both for IR and UV wavelength or
flame signature. Factory Mutual certifies the units. The scanners produce a series of outputs that allow
an visual/audible alarm to sound at an incipient fire condition and initiate system shutdown once the
detector senses a high level of IR/UV. The unit can sense flames up to 50 feet away. The gas building
has five or more detectors located to completely scan the facility. Appendix F presents the coverage
envelops for both the IR and UV detectors. A single unit is located at the fuel dispenser island. In this
application, this UV/IR device is an industry standard. The scanners have built-in automatic testing to
ensure proper operation.

The gas building has two types of gas detectors: hydrogen and natural gas. The technology and

vendor for each is different. Both detectors provide an audible/visual alarm at 25% LFL for hydrogen and
initiate system shutdown at 50% LFL for hydrogen.
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3. COMPRESSED NATURAL GAS SYSTEM

3.1 Fueling Station Overview

The APS Alternative Fuel Pilot Plant is a model alternative fuel refueling system supplying
compressed natural gas (CNG), hydrogen, and a blend of CNG/hydrogen. Figure A-1 of Appendix A
shows a plan of the plant. The hydrogen and natural gas systems are distinctly separate; the stationary
filling station blends the two fuels. This section focuses on the natural gas portion of the plant. Section 2
discusses the hydrogen portion, which is similar in various ways.

In addition to hydrogen, the plant also compresses natural gas for use as a motor fuel. CNG vehicles
typically require 3,600-psi storage tanks. However, to fill vehicle onboard tanks, storage pressures must
be higher. The APS system compresses natural gas to pressures up to 5,000 psi using a three-stage
cascade pressure arrangement.

The objectives of constructing and operating the natural gas system are to:
« Evaluate the cost and benefit ratio of operating a natural gas fueling system
« Evaluate the safety of a natural gas fueling system
« Provide a fuel source for APS-operated CNG and hydrogen enriched CNG (HCNG) vehicles.

3.2 CNG System Design Criteria

The CNG system has four primary functions: compression, storage, dispensing, and venting. Natural
gas provided by Southwest Gas is delivered at 30 psi; it is then filtered, compressed to 5,200 psi, and
stored in three pressure vessels. Figure A-3 of Appendix A presents a plan of equipment locations for the
natural gas system. Figure A-2 presents a three-dimensional view of the CNG system components.

Natural gas is received from Southwest Gas at 30 psi and is then filtered through two filters (see
Section 3.10) before being routed to the compressor. The main compressor for the CNG system is a
4-stage 300-cfm Gemini model HPSS-4, described in Table 3.1. It compresses the gas to 5,000 psi.
Originally, it was thought that raising the inlet pressure above 30 psi could optimize the Gemini’s
performance. This led to including an additional compressor in the design.

Table 3.1. Gemini compressor operating conditions.

Gemini Compressor Normal Shutdown
Oil pressure 45-55 psi 25 psi
Gemini suction pressure 55 psi 30 psi
Gemini suction temperature 80°F 100°F
Gemini 1* stage discharge pressure 237 psi Lo 180: Hi 300
Gemini 1% stage discharge temperature 300°F N/A
Gemini 2™ stage suction temperature 120°F @
Gemini 2™ stage discharge pressure 593 psi Lo 500: Hi 600
Gemini 2™ stage discharge temperature 249°F N/A
Gemini 3™ stage suction temperature 120°F @
Gemini 3" stage discharge pressure 1674 psi Lo 1550: Hi 1800
Gemini 3™ stage discharge temperature 266°F N/A
Gemini 4" stage suction temperature 120°F @
Gemini 4™ stage discharge pressure 5069 psi @
Gemini 4" stage discharge temperature 277°F N/A
CNG compressor discharge temperature 120°F @
CNG compressor discharge pressure 5000 psi @
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A Hy-Bon model AC-8DB boost compressor (Figure 3.1), as described in Table 3.2, was added to
the design. The natural gas was routed through this compressor before it was sent to the Gemini (Figure
3.2). The purpose of the Hy-Bon was to raise the pressure of the gas at the inlet of the Gemini with the
hope of optimizing Gemini’s performance. The Hy-Bon is capable of compressing natural gas to 60 psi.
The necessity of the Hy-Bon unit is now being questioned, and tests are underway to determine if the unit
adds any benefit to the system.

Figure 3.1. Hy-Bon - CNG boost compressor.

Table 3.2. Hy-Bon boost compressor operating conditions.

Hy-Bon Normal
Booster suction pressure 30 psi
Booster discharge pressure 55 psi

After the natural gas is compressed, it is once again filtered in preparation for storage (Figure 3.3)
and dispensing. The compressed gas is stored at three pressures (low, medium, and high), which allows
the dispensing pressure to be more closely matched to the receiving pressure, avoiding the
thermodynamic losses associated with excessive gas throttling. After filtration, the natural gas control
system (see Section 3.11) directs the gas to either the low-pressure vessel (see Section 3.3), the medium-
pressure vessel (see Section 3.4), or the high-pressure vessel (see Section 3.5), depending on which vessel
requires filling. Solenoid valves (Section 3.9) control the flow of gas to each vessel.

Under normal operations, CNG is not released into the surrounding area. The entire system is
completely sealed to prevent human contact with natural gas. In the event of a CNG leak, combustible
detectors will signal an alarm and isolate the entire system by automatically shutting down (see Section
3.8) the power to the operating equipment (control power, monitoring systems, and communication
system remain energized).

All venting of natural gas is piped to the vent stack (separate vent stack than for hydrogen). The vent
stack releases natural gas above the roofline of the plant.

24



Figure 3.2. Gemini - main CNG compressor.

3.3 Low-Pressure Storage

The low-pressure storage system consists of three pressure tanks, each 20 feet long, at 3600 psi.
Each tank has a capacity of 11,079 scf, or 262 gallons. The tanks were manufactured under the 1989
ASME code, Section VIII, Division 1, Addendum 1990, Appendix 22 (SF3). Form UA-1, certifying
compliance with the ASME Code, is presented in Appendix B (serial numbers 42301, 42302 and 42303).
The maximum allowable pressure is 4,000 psi at 200°F. Each tank is equipped with an ASME safety
relief valve, set at 4,000 psi, piped to the CNG vent stack. The tank is equipped with a manual drain at its
low point to drain off any oil or moisture that may be in the CNG.
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Figure 3.3. CNG storage tanks. The top tank is the high-pressure tank and the two lower tanks are the
medium-pressure tanks in the near rack. The three low-pressure tanks are in the far rack.

3.4 Medium-Pressure Storage

The medium-pressure storage system consists of two pressure tanks, each 11 feet long, at 4,500 psi.
The tanks have a capacity of 5,711 scf, or 120 gallons. They were manufactured under 1992 ASME code,
Section VIII, Division 1, Appendix 22 (SF3). Form UA-1, certifying compliance with the ASME Code,
is presented in Appendix B (serial numbers 43390 and 43400). Maximum allowable pressure is 5,500 psi
at 200°F. Each tank is equipped with a safety relief valve, set at 5,500 psi, piped to the vent stack. The
tank is equipped with a manual drain at its low point to drain off any oil or moisture that may be in the
CNG.

3.5 High-Pressure Storage

The high-pressure storage system consists of a single pressure tank, 11 feet long, at 5,000 psi. The
tank has a capacity of 5,711 scf, or 120 gallons. It was manufactured under 1992 ASME code, Section
VIII, Division 1, Appendix 22 (SF3). Form UA-1, certifying compliance with the ASME Code, is
presented in Appendix B (serial number 43401). The tank’s maximum allowable pressure is 5,500 psi at
200°F. It is equipped with a safety relief valve, set at 5,500 psi, piped to the vent stack. The tank is
equipped with a manual drain at its low point to drain off any oil or moisture that may be in the CNG.

3.6 Storage Filling

Each pressure tank in the CNG storage system is equipped with air-actuated solenoid valves (see
Section 3.9). Under normal operation, these valves are open. The valves close in the event of failure of
the instrument air system. When the air-actuated solenoid valves are closed, no gas can flow into or out
of the pressure vessels. The valves will also close if the EMS is activated.

The natural gas can be dispensed to the storage vessels in one of two ways: hand mode or automatic
mode. Each mode is controlled by an FW Murphy Mark III control system.
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3.6.1 Hand Control

The high-pressure tank is filled first. The control system opens the high-pressure-tank air-operated
valve (AOV) if the pressure is below 5,000 psi. The AOV directing the high-pressure tank closes when
the pressure reaches 5,200 psi. The safety valves for the high-pressure vessels are set at 5,500 psi.

Upon closure of the high-pressure AOV, the medium-pressure tank AOV opens. Once the medium-
pressure tank reaches 4,700 psi, the low-pressure AOV opens, and the medium-pressure tank AOV closes.
Safety valves for the medium-pressure vessels are set at 5,500 psi.

Upon closure of the medium-pressure AOV, the low-pressure tank AOV opens. The low-pressure
AOV remains open until the storage pressure reaches 3,800 psi. At this pressure, the AOV closes, and the
Gemini shuts down. Safety valves for the low-pressure vessels are set at 4,000 psi.

3.6.2 Automatic Control

If the high-pressure tank is below 4,000 psi (fill pressure point), no other tank will be filled. At
4,000 psi, the compressor starts. Once the start sequence is complete, the AOV opens, permitting flow of
the compressed gas into the high-pressure storage vessel. Once the pressure reaches 5,200 psi, the
medium-pressure tank AOV opens, permitting filling of the medium-pressure storage. When the
medium-pressure tank reaches 4,700 psi, the medium-pressure AOV closes, and the low-pressure AOV
opens, permitting filling of the low-pressure vessels. When the low-pressure vessels reach 3,800 psi, FV
2 closes, and the compressor returns to standby.

If the medium-pressure tank reaches 3,600 psi and the high-pressure storage has not reached
4,000 psi, then the compressor auto start sequence will begin. Once the sequence is complete, the
medium-pressure AOV opens, permitting filling of the medium-pressure tank. Once the medium-pressure
tank reaches 4,700 psi, the medium-pressure AOV closes, and the high-pressure AOV opens, permitting
filling of the high-pressure vessel. Once the high-pressure tank reaches 5,200 psi, the high-pressure AOV
closes, and the low-pressure AOV opens, permitting filling of the low-pressure vessels. Once the low-
pressure tanks reach 3800 psi, the low-pressure AOV closes, and the compressor shuts down and returns
to standby.

If the low-pressure tank reaches 2,800 psi and the medium-pressure tank has not reached 3,600 psi,
and the high pressure tank has not reached 4000 psi, then the compressor auto start will begin. Once the
start sequence is complete, the low-pressure AOV opens, permitting filling of the low-pressure vessels.
Once the low-pressure vessels have reached 3,800 psi, the low-pressure AOV closes, and the medium-
pressure AOV opens, permitting filling of the medium-pressure tank. Once the medium-pressure tank has
reached 4,700 psi, the medium-pressure AOV closes and the high-pressure AOV opens, permitting filling
of the high-pressure vessel. Once the high-pressure vessel has reached 5,200 psi, the high-pressure AOV
closes, and the compressor shuts down and returns to standby.

3.7 Fuel Dispensing

There are two dual-output dispensers, manufactured by Fueling Technologies, Inc., at the Arizona
Public Service Alternative Fuel Pilot Plant. One unit dispenses CNG only, at each output. CNG can be
dispensed from the low-, medium-, or high-pressure storage tanks or directly from the Gemini. The other
unit has a hydrogen output and a CNG/hydrogen blend output. The dispensers are more fully described in
Section 4 of this report.
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3.8 Emergency Shutdown System

The CNG compression/storage system is equipped with pressure transducers, on each compressor
stage, that detect low pressures within the system, which could indicate a gas leak. If the pressure drops
within a stage to the low pressure shown in Table G-1 of Appendix G, the system will automatically shut
down. In addition, natural gas detectors have been installed that will signal the system to shut down if the
natural gas present in the air reaches 2%.

The EMS offers both manual and automatic methods of safely and rapidly shutting down the
operation of the CNG system and CNG dispensing in the case of an event that could cause harm.
3.8.1 Emergency Shutdown System Initiation

e Manual push buttons (5)
- East side of the fueling island
- West side of the fueling island
- East access door to the equipment building
- South access door to the equipment building
- East side access door to the auxiliary room

*  Methane Gas detectors (9); 50% lower flammability limit is detected by any one detector
*  Flame detectors (6); UV/IR radiation is detected by any one of the detectors

*  Sprinkler system, flow activated

3.8.2 Emergency Shutdown System Automatic Actuations
e Emergency horn activation

*  Emergency Light Activation

*  CNG low-pressure storage tank isolation

¢ CNG medium-pressure storage tank isolation
*  CNG high-pressure storage tank isolation

*  Compressor inlet closes

*  Fuel maker supply closes

e Compressor blow down opens

*  Buffer tank blow down opens

*  Dispenser 1 inlet valve closes

e Dispenser 2 inlet valve closes

*  Dispenser 1 LP, MP, HP tank supply closes

»  Dispenser 2 LP, MP HP tank supply closes

*  Breaker for compressor opens

*  Breaker for instrument air compressor opens
*  Breaker for blower opens

*  Breaker for dispenser 1 opens
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*  Breaker for dispenser 2 opens

*  Breaker for equipment building lighting opens

3.9 CNG System Valves

Appendix A, Figure A-5, presents the CNG system piping and instrumentation diagram. Table 3.3
describes the CNG system safety relief valves. Table 3.4 describes the CNG air-operated solenoid valves

and control valves. Table 3.5 describes the manual valves.

Table 3.3. CNG system safety relief valves.

Tag No. Description Location
SRV 5 Safety Hy-Bon outlet Hy-Bon compressor
SRV 10  Safety buffer tank Set at 250 psi
SRV 11  Safety Gemini compressor 1 stage Set at 500 psi
SRV 12 Safety Gemini compressor 2™ stage Set at 1000 psi
SRV 13 Safety Gemini compressor 3™ stage Set at 2200 psi
SRV 14  Safety Gemini compressor 4™ stage Set at 5500 psi
SRV 15  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi Low-pressure storage
SRV 16  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi Low-pressure storage
SRV 17  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi Low-pressure storage
SRV 18  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi Medium-pressure storage
SRV 19  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi Medium-pressure storage
SRV 20  Mercer, 0.75-in. inlet, 1-in. outlet, set at 4000 psi High-pressure storage
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Table 3.4. CNG system solenoid valves and control valves.

Tag Number Description Location

SV-11 Swagelok 1-in. CFM3, 2200 psi SWG supply to FM

SV-12 Swagelok, SS68TF32-35C Inlet Gemini Comp

SV-13 Nutron/Hytork-70 Startup diverting, Gemini
SV-14 Nutron/Hytork-70 Startup diverting, Gemini

SV 20 Swagelok, 0.5-in. CF8M Direct vehicle fill, Desp 1

SV 21 Swagelok, 0.5-in CF8M LP Vessel inlet, Panel 1

SV 22 Swagelok, 0.5-in CF8M MP Vessel inlet, Panel 1

SV 23 Swagelok, 0.5-in CF8M HP Vessel inlet, Panel 1

SV 24 Nutron, 0.5-in 6000 psi WOG No. 1 dispenser LPS, Panel 1
SV 25 Nutron, 0.5-in 6000 psi WOG No. 1 dispenser MPS, Panel 1
SV 26 Nutron, 0.5-in 6000 psi WOG No. 1 dispenser HPS, Panel 1
SV 27 Parker, 0.5-in 8Z(A)-B8L-T-SS PCTFE 6000 psi ~ No. 2 dispenser LPS, Panel 2
SV 28 Parker, 0.5-in 8Z(A)-B8L-T-SS PCTFE 6000 psi ~ No. 2 dispenser MPS, Panel 2
SV 29 Parker, 0.5-in 8Z(A)-B8L-T-SS PCTFE 6000 psi  No. 2 dispenser HPS, Panel 2
SV 30 Parker, 0.5-in 8Z (A)-B8L-T-SS PCTFE 6000 psi  No. 3 dispenser LPS, Panel 2
SV 31 Parker, 0.5-in 8Z (A)-B8L-T-SS PCTFE 6000 psi  No. 3 dispenser MPS, Panel 2
SV 32 Parker, 0.5-in 8Z (A)-B8L-T-SS PCTFE 6000 psi  No. 3 dispenser HPS, Panel 2
SV 33 Habonim, 0.5-in body: F318L ball, class 5000 No. 1 dispenser trip, FTI

SV 34 Habonim, 0.5-in body: F318L ball, class 5000 No. 2 dispenser trip, FTI

SV 35 Habonim, 0.5-in body: F318L ball, class 5000 No. 3 dispenser trip, FTI

SV 40 Swagelok, LPS Isolation trip

SV 41 Swagelok, LPS Isolation trip

SV 42 Swagelok, LPS Isolation trip

SV 43 Swagelok, MPS Isolation trip

SV 44 Swagelok, MPS Isolation trip

SV 45 Swagelok, HPS Isolation trip
PCV 10 Gemini compressor suction Set 55 psi at 70°F

CV 10 Check valve Blower discharge

CVv 11 Check valve N2 compressor discharge
CV 35 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

CV 36 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

CV 37 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

CV 38 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

CV 39 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

CV 40 Parker, 0.5-in 8Z(A) C8L-1BN-SS Panel 2

30



Table 3.5. Manual valves.

Tag No. Description Location
Vi Jomar 2-in. T-100 N ball valve-brass, 150 psi SWG supply

V10 Jomar 2-in. T-100 N ball valve brass, 150 psi SWG supply to F10

V1l Jomar 3-in. T-100 N ball valve-brass, 150 psi SWG supply to F11

V12 Jomar 3-in. T-100 N ball valve-brass, 150 psi SWG supply to F12

V13 Jomar 3-in. T-100 N ball valve-brass, 150 psi Isolation for F11

V 14 Jomar 3-in. T-100 N ball valve-brass, 150 psi Isolation for F12

V15 Jomar 2-in. T-100 N ball valve-brass, 150 psi Isolation for F10

V16 Jomar 2-in. T-100 N ball valve-brass, 150 psi By-pass for F10

V17 Jomar 1-in. T-100 N ball valve-brass, 150 psi Booster supply to FM
VI17A Jomar 1-in. T-100 N ball valve-brass, 150 psi Isolation for PVC

V17B Jomar 1-in. T-100 N ball valve-brass, 150 psi Isolation for PVC

V 18A Jomar 2-in. T-100 N ball valve-brass, 500 psi Isolation

V19 Swagelok 0.75-in. SS-12-NBS12, 6000 psi CF 14 isolation, disch hrdr
V20 Swagelok 0.75-in. SS-12-NBS12, 6000 psi CF 14 isolation, disch hrdr
V 20A Parker 0.5-in. 8Z(A)-B8LJ2-SSP-PCTFE, 6000 psi Disch hrdr iso., and test point
V 20B Swagelok 0.5-in. SS 1KS8 SC11, 5000 psi Disch hrdr N2 purge

V21 Parker 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi CF 15 and 16 isolation
V21 A  Parker 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi CF 15BD

V2I1B Parker 0.5-in. 8Z(A)-BS8LJ-SSP-PCTFE, 6000 psi CF 16 DB

V22 Swagelok 0.5-in. SS 83KS8-PCTFE, 6000 psi CF 15 and 16 isolation

V 23 Parker 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi CF 17 and 18 isolation

V 23A Parker 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi CF 17BD

V 23B Parker 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi CF 18 BD

V 24 Swagelok 0.5-in. SS 83KS8-PCTFE, 6000 psi CF 17 and 18 isolation
V25 Parker, 0.5-in. IDBT Isolation, supply to panel 1
V 26 Parker, 0.5-in. 8Z(A)-B8LIJ-SSP-PCTFE, 6000 psi Isolation, LPS

V27 Parker, 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi Isolation, LPS

V 28 Parker, 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi Isolation, LPS

V29 Parker, 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi Isolation, MPS

V 30 Parker, 0.5-in. 8Z(A)-B8LJ-SSP-PCTFE, 6000 psi Isolation, MPS

V31 Parker, 0.5-in. 8Z(A)-B8LIJ-SSP-PCTFE, 6000 psi Isolation, HPS

V32 Not used

V 33 Not used

V 34 Not used

V35 Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi Panel 2

V 36 Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi Panel 2

V 37 Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi Panel 2
V 38 Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi Panel 2

V 39 Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi Panel 2
V 40 Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi Panel 2
V 41 Parker, 0.5-in. IDBF Panel 1
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V42
V43
V 43A
V 43B
V 44
V 45
V 45A
V 45B
V 46
V 47
V 48
V 48A
V 48B
V 48C
V 49
V 50
V51
V52
V53
V 54
V 55
V 56
V57
V 58
V 60
V61
V62
V 63

V-64

V 65
PCV 10
CV 10
CV 1l
CV 35
CV 36
CV 37
CV 38
CV 39
CV 40

Parker, 0.5-in. 8Z(A) BS8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BS8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BS8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Habonim, 0.5-in. body: F318L ball, class: 5000

Habonim, 0.5-in. body: F318L ball, class: 5000

Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) BSLJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Parker, 0.5-in. 8Z(A) B8LJ-SSP-PCTFE, 6000 psi
Nutron, 0.75-in. ball
Nutron, 0.75-in. ball
Nutron, 0.75-in. ball
Nutron, 0.75-in. ball

Nutron, 0.75-in. ball

Nutron, 0.75-in. ball

Gemini compressor suction

Check valve

Check valve

Parker, 0.5-in. 8Z(A) C8L-1BN-SS
Parker, 0.5-in. 8Z(A) C8L-1BN-SS
Parker, 0.5-in. 8Z(A) C8L-1BN-SS
Parker, 0.5-in. 8Z(A) C8L-1BN-SS
Parker, 0.5-in. 8Z(A) C8L-1BN-SS
Parker, 0.5-in. 8Z(A) C8L-1BN-SS

Panel 2, supply to disp 2
Isolation F 19 and F 20
F19BD

F20 BD

Isolation F 19 and F 20
Isolation F 21 and F 22

F21 BD

F22BD

Isolation F 21 and F 22

Panel 2, supply to disp 3
Isolation F23, F24, and F25
F23BD

F 24 BD

F25BD

Isolation F

FTI, dispenser 1 isolation

FTI, dispenser 2 isolation

FTI, dispenser 3 isolation
Low-pressure storage drain
Low-pressure storage drain
Low-pressure storage drain
Medium-pressure storage drain
Medium-pressure storage drain
High-pressure storage drain
Low-pressure storage SRV isolation
Low-pressure storage SRV isolation
Low-pressure storage SRV isolation
Medium-pressure storage SRV
isolation

Medium-pressure storage SRV
isolation

High-pressure storage SRV isolation
Set 55 psi at 70°F

Blower discharge

N2 compressor discharge
Panel 2

Panel 2

Panel 2

Panel 2

Panel 2

Panel 2
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3.10 Compressed Natural Gas System Filters

Filters in the CNG system remove particulate matter and water. They are positioned as noted in

Table 3.6.

Table 3.6. Compressed natural gas system filters

Tag No. Description Process Fluid

F 10 Filter Inc., Model V-1422W, MAWP 50 psi SWG supply
F 11 Parker Model HF3-801, element 60US1-280, SWG supply

MAWP 185 psi at 225°F
F12 Parker Model HF3-801, element 60US1-280, SWG supply

MAWP 185 psi at 225°F
F5 Hy-Bon Booster compressor
F 13 Coalescence filter Gemini Comp discharge
F 14 Coalescing filter Gemini Comp discharge
F 15,16 Parker, P/N: JANF-10CWC15-070B, element Compressor discharge header
F 17,18 4CWC15-070, MAWP 5000 psi at 350°F
F 19, 20 Parker, P/N: J2SD-10CWC11-035, element Dispenser 1 CNG supply
F 21,22 10CWC11-035B, MAWP 5000 psi at 350°F Dispenser 2 CNG supply
F 23,24, 25 Dispenser 3 CNG supply
F 26 FTI, P/N: S71, MAWP 5000 psi at 275°F Dispenser 1
F 27 FTI, P/N: S71, MAWP, 5000 psi at 275°F Dispenser 2

3.11 Control and Instrumentation

CNG system operation is controlled by the FW Murphy Mark III control system. The Murphy
system provides system shutdown as shown in Table 3.7.

Table 3.7. Shutdown display messages.

Class Shut Down/Alarm Description
B Shut down Low suction pressure
A Shut down High suction pressure
P Shut down Low discharge 1 pressure
A Shut down High discharge 1 pressure
P Shut down Low discharge 2 pressure
A Shut down High discharge 2 pressure
P Shut down Low discharge 3 pressure
A Shut down High discharge 3 pressure
S Shut down Run signal failure
A Shut down Plant emergency shutdown system
A Shut down Common short cycle SD
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The Murphy control system provides cascade control of CNG system storage based on the control
parameters shown in Table 3.8 and 3.9 (Program 50-34-2101, Rev. C).

Table 3.8. Murphy Mark III settings; access code 61.

Point Setting ~ Actual  Default Range
ID Description (psi) (psi) (psi) (psi)
P-0 Circle to exit — — — —
P-1 Line 1 selection — — — —
P-2 Last shutdown — — — —
P-3 Stop pressure 5500 3600 -100 — 5000
P-4 LP tank fill pressure 2600 2700 -100 — 5000
P-5 LP tank full pressure 3800 3800 3000 -100 - 5000
P-6 MP tank fill pressure 3900 3900 2900 -100 - 5000
P-7 MP tank full pressure 4700 3200 -100 — 5000
P-8 HP tank fill pressure 4500 3100 -100 — 5000
P-9 HP tank full pressure 5200 3400 -100 — 5000
P-10  Veh | max pressure NA 3000 3000/ 3600
P-11 Veh 2 max pressure NA 3000 3000/ 3600
P-12  Slow fill max pressure 3600 3000 3000/ 3600
P-13 Slow fill min pressure 300 300 0-5000
P-14  Low inlet pressure 45 5 -100 — 5000
P-15  High inlet pressure 75 20 -100 - 5000
P-16  Low discharge pressure stage 1 180 -3 -100 — 5000
P-17  High discharge pressure stage 1 300 150 -100 — 5000
P-18  Low discharge pressure stage 2 500 -3 -100 — 5000
P-19  High discharge pressure stage 2 600 750 -100 — 5000
P-20  Low discharge pressure stage 3 1550 -3 -100 — 5000
P-21 High discharge pressure stage 3 1800 1750 -100 — 5000
P-22  Activity delay 5 5 0—-3600
P-23  Motor start delay 2 2 0-3600
P-24  Motor stop delay 0 0 0-3600
P-25  Prelube/accum 30 30 0-999
P-26  Lockout delay 15 15 0-999
P-27  Idle lockout delay 30 30 0-999
P-29  Low Vehicle flow delay 10 10 0-60
P-30  Veh stop delay 10 10 0-60
P-32  Power up delay 30 60 0-300
P-33  Blow down on start 20 20 1-30
P-34  Blow down during delay 5 5 1-20
P-35  Blow down interval delay 3600 2700 1-3600
P-36  Blow down after stop delay 10 10 5-30
P-37  Close inlet after stop 5 5 1-30
P-38  Common short cycle 8 5 1-20
P-28  Vehicle minimum flow rate 125 125 0—1000 SCFM
P-31 Vehicle stop flow rate 100 100 0-1000 SCFM

34



Table 3.9. Settings for Murphy Mark III, access code 64.

S No. Description Setting Default Range
S-0 Circle to exit — — —
S-1 Line 1 selection — — —
S-2 Set time (minutes) — — —
S-3 Set time (hours) — — —
S-4 Set date (day) — — —
S-5 Set date (month) — — —
S-6 Set date (year) — — —
S-7 Set day of week — — —
S-8 Reset 1K hours — — —
S-9 Reset hours — — —
S-10  Inlet pressure maximum 75 300 0-1000 psi
S-11  Inlet pressure offset 0 0 -100-1000 psi
S-12 Discharge 1 pressure maximum 300 500 0-6000 psi
S-13  Discharge 1 pressure offset 0 0 -100-6000 psi
S-14  Discharge 2 pressure maximum 600 1000 0-6000 psi
S-15  Discharge 2 pressure offset 0 0 -100—6000 psi
S-16  Discharge 3 pressure maximum 1800 2000 0-6000 psi
S-17  Discharge 3 pressure offset 0 0 -100-6000 psi
S-18  Slow fill pressure maximum 4000 5000 0-6000 psi
S-19  Slow fill pressure offset 0 0 -100-6000 psi
S-20  Low tank pressure maximum 3600 5000 0-6000 psi
S-21  Low tank pressure offset 0 0 -100—6000 psi
S-22  Medium tank pressure maximum 4500 5000 0-6000 psi
S-23  Medium tank pressure offset 0 0 -100-6000 psi
S-24  High-pressure tank pressure maximum 5000 5000 0-6000 psi
S-25  High-pressure pressure offset 0 0 -100—6000 psi
S-26  NA — Veh 1 pressure max - 5000 0-6000 psi
S-27  NA — Veh 1 pressure offset - 0 -100-6000 psi
S-28  NA —Veh 1 flow maximum -—- 800 0-2000 SCFM
S-29  NA —Veh 1 flow offset - 0 -100-2000 SCFM
S-30  NA — Veh 2 pressure maximum - 5000 0-6000 psi
S-31  NA — Veh 2 pressure offset - 0 -100—6000 psi
S-32  NA - Veh 2 flow maximum --- 800 0-2000 SCFM
S-33  NA - Veh 2 flow offset --- 0 -100-2000 SCFM
S-34  Ambient temperature maximum 140 170 0-1000 F
S-35  Ambient temperature offset 0 -20 -150-1000 F
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The Murphy control system displays system status using front panel display messages, as shown in
Table 3.10.

Table 3.10. Murphy control system displays.
Front Display Messages

Program 50-34-2101
CNG Package
{DATE}
{TIME}
INLET: { x PSI}
DSCH 1: { x PSI}
DSCH 2: { x PSI}
DSCH 3: { x PSI}
LO TANK: { x PSI}
MID TANK: { x PSI}
HI TANK: { x PSI}
(TC) SF STOP: {x PSI} (temperature compensated stop pressure)
SLOWFILL: { x SCFM}
(TC) VEH 1 STP: { X PSI} (temperature compensated stop pressure)
VEH 1: { x PSI}
DISP 1 FLW: { x SCFM}
(TC) VEH 2 STP: { x PSI} (temperature compensated stop pressure)
VEH 2: { x PSI)
DISP 2 FLW: { x SCFM}
AMBIENT TMP: { x F}
STATUS = OFF
STANDBY
FAIL
PURGE
START
RUN SIG?
RUNNING
LOADED
STOPPING
(SELECTOR)
SELECTOR — OFF
SELECTOR - HAND
SLECTOR - AUTO
TOT HRS = {x.x HRS}
JP4 2-11 OO0O0 OO00
JP4 14 - 23 OO0O00 OO000
JPS 1-10 00000 00000
JP5 11 -20 O0O0O0O0 00000
JP6 1-9 OO0O00 0000
JP6 10 — 18 OOO0O0O OO0O0
JP7 1-7 OOO0OO OO
JP7 9-15 00000 OO
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Table 3.11 list the inputs to the Murphy control system.
Table 3.11. CNG System Instrumentation.

Tag No. Description Location
PI 12
PI13 Ashcroft 2.5 in., 0-60 psi SWG supply
PI 14
P15 Murphy Booster compressor
P16 Murphy Booster compressor
PI 17 Ashcroft 4 in., 0400 psi Gemini panel, suction pressure
PI18 Ashcroft, 4 in., 0-400 psi Gemini panel, 1* stage
PI19 Ashcroft 4 in., 0-1000 psi Gemini panel, 2™ stage
PI 20 Ashcroft 4 in., 0-3000 psi Gemini panel, 3™ stage
PI21 Ashcroft 4 in., 0-10000 psi Gemini panel, 4™ stage
P122 Ashcroft 2.5 in., 0-6000 psi Panel 1, compressor discharge
P123 Ashcroft 2.5 in., 0-6000 psi Panel 1, tank low-pressure
PI 24 Ashcroft 2.5 in., 0—-6000 psi Panel 1, tank medium-pressure
P125 Ashcroft 2.5 in., 0-6000 psi Panel 1, tank high-pressure
P126 Ashcroft 2.5 in., 0-6000 psi Panel 1, dispenser 1
PI35 Panel 2, dispenser 2 low-pressure system
PI 36 Panel 2 dispenser 2 medium-pressure system
PI137 Panel 2, dispenser 2 high-pressure system
PI 38 Panel 2, dispenser 3 low-pressure system
PI139 Panel 2, dispenser 3 medium-pressure system
P140 Panel 2, dispenser 3 high-pressure system
LG 10 Level glass, Gemini buffer tank
LG 11 Level glass,
PSL 5 Murphy Hy-Bon compressor
PSL 6 Murphy Hy-Bon compressor
PT 10 Press. Xmitter, 1* stage Gemini, Murphy
PT 11 Press. Xmitter 2" stage Gemini, Murphy
PT 12 Press. Xmitter 3" stage Gemini, Murphy
PT 13 Press. Xmitter 4™ stage Gemini, Murphy
PT 14 Press Xmitter LP Storage, Murphy
PT 15 Press Xmitter MP Storage, Murphy
PT 16 Press Xmitter HP Storage, Murphy
PS 14 Pressure switch, lube oil Gemini compressor
VS 10 Vibration switch Gemini compressor
TI5 Hy-Bon compressor
TI 6 Murphy Hy-Bon compressor
TCV 6 Murphy Hy-Bon compressor
TI7 Hy-Bon
TS 10 Temperature switch Gemini compressor
TS 11 Temperature switch Gemini compressor
TS 12 Temperature switch Gemini compressor
TS 13 Temperature switch Gemini compressor
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4. FUEL DISPENSING

The APS Alternative Fuel Pilot Plant is located within the boundaries of the APS service yard,
located at 501 South 2" Avenue, in Phoenix, Arizona. Fuel is dispensed at the (APS) 501 facility in
support of its operating fleet of light- and heavy-duty trucks performing electrical system maintenance
and meter reading for APS. The liquid and electric fueling infrastructure was already in place at the 501
facility (described in Sections 4.1.1 and 4.1.2) before the gaseous refueling infrastructure was constructed
(described in Section 4.1.3).

41 Refueling Equipment at the 501 Facility
411 Existing Liquid Refueling Systems

The previously existing petroleum vehicle refueling system is aboveground and dispenses both
unleaded gasoline and diesel fuels. It has existed for several years and replaced belowground tanks. It
has one 2,000-gallon aboveground gasoline storage tank and one 2,000-gallon aboveground diesel tank.
The petroleum refueling equipment is centrally located in the southern parking area, which also serves as
an assembly area at the start and at the end of the day shift. No vapor recovery system has been installed
on the tank or on dispenser hoses. Tank vent stacks are protected to prevent blockage by insects or birds
and from entry of foreign objects. The tanks are free to vent to the atmosphere. A spill prevention dike is
installed, but no bollards exist to protect the tanks from vehicle intrusion (hazard exists because
maneuvering space in the area for large vehicle operation is limited). The physical and open-air distance
between the tanks is 66 inches. No fire containment or barrier wall exists between the tanks. No fire
detection equipment or alarms exist on the tank and fuel dispensing systems. And no fire fighting or
fogging systems are installed. Flammable material is stored within the fuel dispenser spill containment
area (two garbage cans with flammable trash). Hand-held fire extinguishers are mounted on the south
outboard canopy post supports, about 21 inches from the longitudinal axis of the tanks. Electrical
junction boxes in the fuel dispensing control are not Class 1, explosion proof. There have been no
reported safety incidents, fires, or explosions since installation of this system.

41.2 Existing Electric Refueling Systems

There is an electric vehicle recharging area (area 401) approximately 400 feet north of the 501
fueling area and north of the meter reader parking area. This area is equipped with the following systems:

*  One 150-kW Minit charger (24 to 400 V, 400 amp max., all battery chemistries, non-2293 vehicles)

e One 150-kW Minit charger compatible with 2293 DaimlerChrysler vehicles (model year 1999-2003,
400 amp maximum, all battery chemistries, including NMH)

*  One 120-kW Minit charger (24 to 455 V, 500 amp maximum, all battery chemistries, all vehicles,
including 2293 DaimlerChrysler),

e One 33-kW SuperCharge (all vehicles except 2293 DaimlerChrysler)
*  Four GM Level Il inductive chargers
*  One SCI Level II conductive charger
e One Avcon Level II conductive charger.
There are hand-held fire extinguishers in the charging area. There are no emissions from this

refueling system, and there is no hazardous material in storage. There have been no safety incidents or
fires since installation of these systems.
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4.1.3 New Gaseous Refueling

A gaseous refueling area has been constructed west of the meter reader parking area and southwest
of the electric vehicle refueling area. There is one dispensing island with two dispensers and each
dispenser has dual dispenser hoses. One dispenser is dedicated to CNG and it provides CNG at pressures
up to 3,600 psi. The other dispenser provides pure hydrogen at pressures up to 5,000 psi via one
dispensing hose, and HCNG at pressures up to 3,600 psi via the second dispensing hose. The dispensers
are located a minimum of 50 feet from the closest storage vessel. Gas storage uses pressure vessels built
to ASME Code (ASME Code - Section VIII, Appendix 22).

Table 4.1 shows the quantities of gaseous fuel storage. These gases are lighter than air and disperse
rapidly. Based on mass weight, the gaseous facility is primarily a typical CNG refueling system such as
are found in operation at City of Phoenix facilities east and west of the 501-building complex. In the
unlikely event of complete release of all of the energy of the combined gases, it would amount to 22% of
the energy stored in aboveground gasoline tanks at the 501 complex, and 10% of the combined
aboveground petroleum fuel storage at the 501 complex.

Table 4.1. Fuel storage at the 501 facility.

Volume  Capacity = Weight  Release Potential Emissions
Fuel Type (gallons)  (SCF)  (pounds) (kWh) (ft'/day)

Electric 0 0 0 0 0
Hydrogen 6,646 26,340 136.4 2,152 720"
HCNG (70% CNG, 0 0 0 0 0*"
30% H,)

CNG 1,145 50,370 2,443 14,771 0*"
Diesel 2,000 NA 13,583 75,792 **
Gasoline 2,000 NA 12,018 70,593 *x

*  Natural gas trapped in the filling hose is vented to the atmosphere after vehicle filling. Since
venting occurs after vehicle refueling, no leakage is considered to have occurred.

**  APS was granted an exemption for the 501 gasoline and diesel refueling system by the ADEQ in
1995. The aboveground tanks are located within 66 inches of each other; no vapor recovery system
is installed on either the fuel tank or the dispenser hose. Spill prevention containment is installed,
but no barrier protection exists.

Note: The CNG and hydrogen systems may vent on occasion, as part of the safety relief system.

Table 4.2 shows the chemical properties of fuels present at the 501 Complex.
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Table 4.2. Fuel properties.

Property Hydrogen = Methane  Propane  Gasoline Diesel Methanol ~ Acetylene
Density
(20°C, 1 atm)
Ib/ft? 0.00518 0.0485 0.1168 44.95 50.8 49.4 0.0704
Kg/l 0.000083 0.00078  0.00187 0.72
Specific gravity
air=1.0 0.0696 0.554 1.562 3.90 0.92
water = 1.0 0.733 0.814 0.791
Diffusion coefficient
(m/sec) 0.0061 0.0016 0.0012 0.008
ft/sec 0.0200 0.0052 0.0039 0.026
Heat energy (weight
basis)
Wh/kg 39,472 15,425 13,891 12,922 12,276 6,332 13,892
BTU/Ib 61,095 23,875 21,500 20,000 19,000 9,800 21,502
Heat Energy
(volume basis)
Wh/l 3 10 27 8,890
BTU/Ft 325 1,012 2,524 860 752 1,477
Flammability limits
(% volume in air) 4t075 5to 16 2to 12 14t07.6 6.7 to 36 2.5 to 81
Optimum air/fuel
(% volume in air) 2.38 9.53 23.8 1.76 11.9
Ignition temperature
°F 1,062 1,170 919 536 490-560 725 581
°C 572 632 493 280 254-293 385 305
Ignition energy, air
watt 6x10°  8x10% 7x10° 7x10°
BTU 2x 10" 3x107  3x107  2x107
Flame temperature
°F 3,713 3,416 3,573 4,190 3,460 4,207
°C 2,045 1,880 1,967 2,310 1,904 2,319
Flame speed
ft/sec 9.3 1.5 1.5 1.31 8.8
m/sec 2.83 0.46 0.46 0.40 2.68

Fuel From Water, eighth edition, Michael A. Peavey, Merit Inc., p. 225.
Petroleum Engineers Handbook, 5" edition, McGraw Hill

Both hydrogen and CNG vehicular dispensing is performed in the same manner. Fueling

4.2 Fuel Dispensing System Description

Technologies Inc. manufactured the fuel dispensers for each fuel. The hydrogen dispenser is a dual
station. One hose dispenses hydrogen into a vehicle with a pressure rating of up to 5,000 psi. The other
hose dispenses a hydrogen-enriched CNG at a vehicle pressure rating of up to 3,600 psi.

Each of the dispensers has individual displays. The displays indicate the amount of fuel dispensed in
GGE (gasoline gallon equivalent), the total cost for the fuel dispensed, and the unit cost by gallon. The
output hose assemblies and the nozzle that connects to the vehicle are coordinated with the type of fuel
that is to be dispensed. Thereby, the nozzle from the hydrogen dispenser can be connected only to a
vehicle designed for hydrogen, and the nozzle from the CNG dispenser can be connected only to a vehicle

designed for CNG.
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421 Hydrogen Dispenser Operation

The hydrogen dispensers have a maximum inlet pressure rating of 5,000 psi. Special nozzle and
hose assemblies designed and manufactured by WEH (Germany) provide a mechanical guarantee that
CNG vehicles cannot obtain fuel from the hydrogen or HCNG refueling system. In addition to the
mechanical incompatibility of fueling nozzles, the system is authorized by an interlocking commercial
access system provided by Pickens Fuel. All hose assemblies are also equipped with a breakaway
connection at the output of the dispenser housing.

The fuel dispensing system also provides cascade control of the high-pressure storage vessels during
refueling. Independent of the fueling control system and emergency shutdown system, excess flow valves
in the hydrogen piping to the dispenser protect against pipe and hose failures. If hydrogen flow exceeds a
predetermined amount, the flow control will shut off the flow of hydrogen to the dispenser.

4.2.2 CNG Dispenser Operation

The natural gas dispensers have a maximum inlet pressure rating of 5,000 psi, a service pressure
rating of 3,600 psi, and a flow rate of 0.5 Ib/min. Each hose is equipped with a Shurex, NGV1, Type 1,
Class A nozzle. These nozzles are unique and are commonly used for compressed natural gas vehicles.
The output assembly combines two hoses in one. One hose is used for the process gas. The other hose is
used for venting. The process gas hose is Furon/Synflex, 35NG-06, 3/8-in. ID, with a maximum pressure
rating of 5,000 psi. The vent hose is Furon/Synflex, 35NG-03, 3/16-in. ID, with a maximum pressure
rating of 5,000 psi, and is considered electrically conductive for CNG. These hoses meet the standard,
AGA 1-93. All hose assemblies are also equipped with a breakaway connection at the output of the
dispenser housing.
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5. LESSIONS LEARNED

During the siting process, detailed design, and construction of the APS Alternative Fuel Pilot Plant,
numerous lessons were learned that will improve the performance and reduce the cost of the next
generation of fueling stations. These lessons learned are presented in the following sections.

5.1 Codes And Standards

Existing codes for storage of compressed hydrogen gas present significant obstacles to developing
commercial hydrogen fueling stations (Appendix H). The definition of indoor facilities and setback
distances are two examples of requirements that will make the size of fueling stations using existing
design concepts unacceptable for commercial application. These standards have been developed based on
years of experience and a significant body of expertise. They represent best-practice requirements to
protect the public from the hazards of stored gas. Future designs will require novel concepts to
accommodate these standards within the constraints imposed by a commercial fueling station site. Both
new designs and analyses will be required to accomplish the requisite objectives.

5.2 Facility Layout

The current state of the art for facility arrangement is represented by industrial gas facilities. These
facilities typically use a flat arrangement, where equipment and piping are located at near-ground level.
For commercial hydrogen fueling stations, significant reductions in hazards can be achieved by using a
three-dimensional layout, including the following design features:

*  Elevated or vertical tanks, with penetrations and piping at a level to prevent flame jet impingement
on personnel in the event of a high-pressure leak.

*  Physical separation of piping associated with different storage vessels to prevent cascading failures
resulting from flame jet impingement.

5.3 Piping

The current state of the art for piping design of commercial compressed gas facilities is represented
by compressed natural gas fueling stations. The standards used by the natural gas industry were found to
be inadequate in the following areas:

*  Vents and drains are typically open to the atmosphere in a natural gas design. In a hydrogen fueling
station, the vents and drains must be piped to a blowdown tank and vent stack to prevent any gas
release in occupied areas of the facility.

»  Compression fittings are used extensively in the natural gas industry. These fittings are not adequate
to ensure the long-term integrity of high-pressure hydrogen piping. All high-pressure hydrogen
piping must be welded and inspected as appropriate to ensure weld integrity.

»  Care must be taken to ensure that all pressure boundary components are certified by their
manufacturer for hydrogen service at the pressures and temperatures required. Many commonly
used fittings and valves advertised for hydrogen use are not certified by their manufacturers for such
duty.

5.4 Electrical Grounding

Elimination of static or lighting-induced sparks in a hydrogen fueling station is imperative. Careful
attention must be given to equipment grounding and earth grounding of the facility.
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5.5 Construction
Construction of a hydrogen fueling station requires the accommodation of several unique processes:

* A significant amount of high-pressure welding is required. Arrangements for qualified welders and
machine welding equipment must be made to facilitate construction.

*  Piping system cleanliness must be maintained during construction by the use of precleaned tubing
and vessels and exercise of due care during construction to maintain cleanliness.

*  Hydrostatic pressure testing of completed piping must be accomplished while maintaining
cleanliness requirements.
5.6 Fuel Dispensing

Existing fuel dispensers for hydrogen fuel and blends of hydrogen fuel and CNG are not adequate to
support commercial hydrogen fueling. Cost reliability and safety must be significantly improved to allow
commercial fueling.
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Figure A-1. APS Alternative Fuel Pilot Plant Facility Plan View
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Figure A-2. APS Alternative Pilot Plant Production Equipment Plan
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Figure A-3. APS Alternative Pilot Plant Production And Control Room Plan View
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Figure A-4. APS Alternative Pilot Plant Production Hydrogen System Piping and Instrument Diagram
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Figure A-5. APS Alternative Pilot Plant Production CNG System Piping and Instrument Diagram
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APPENDIX B - U-1A FORMS
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FORM U-1A MANUFACTURER'S DATA REPORT FOR PRESSURE VESSELS
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714231 SHT L REV.©@, SHT 2 REV.Q Frontera, Coahuila, Mexico
TANK, WORIZONTAL, LPG STORAGE; 84° 0D x 6,363 NOH ¥G
TO_BE USED IN A NON-CORROSIVE SERVICE. MOMT -20 @ 207 PSI.
LIKE 9; HMOMT/PSI DASED ON UCS-6G(a)d, UCS-6G(H) AND UG-20 (f).
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FORM U1 MAI ACTURER'S DATA REPORT FOR PRE HE VESBELS
iAdternative Fom, « Single Chamber, Completely Shop-Fabricats. Jessels Qndy)

Az Required by the Provisions of the ASME Code Rules, Section VIII, Divisign 1

—_———— — —_— ——

= T I

— — .
1. Mot ned and cerified bw—“ﬂﬁlﬂﬂ&.ﬁﬂﬁ&&!ﬂﬂﬂ%?&ﬁw STREET, McKEESPORT, PA 15132 _
aime and address aClurE]
2. Manyiaciuned o PINMACLE WEST CAP{TAL CORP,, P.O. BOX 583594, M5 B948 PHOENIX AZ BEOTR
{Mama and address of Purchasen
A Locmtion of maiallation _HOT KMOWH
{Mama and 8dress)
4, Type HORIZ. 4ETOS . BEVSSRIREN. 1 asrs mﬂr
EHarz. o win, lank) (hfgrs sangl Moy [CRH) { Crrawing Mo, ) (Ml B, Mo, {vaar Builty

5. The chemical and physacal properties of ol parts meet the requirements of matenal specfications of the ASME BOILER ard PRESSURE VESSEL CODE,
T déak)n, construclion, and workmanshin contorm to ASME rubes, Section VI, Dvigon 1 1998

(Pear)
o 1359 AND APPENDIX 23 [SF=2) —
Aadderda [Gale) Code Cose Nos. Special Sanacs par LAG-1200d]
& Shel _SAJTY GRADE J CLASE TR 1280 g 16™ - £
il (Spec. Mo, Graded Min, Thic g} Coar. Adkow. (in.) Déarm. QLD {in ) Length {overall) (& & in)
T. Seams: __ SEAMLISSE HOHE e __ SEAMEESS NONE 1 -
Liphy. (Wheidad, Dbl AT {Gped 0 Fully FR™) H.T. TemgiF) T Gtk (woldwd, Dbl BT (Spot, Parkad Mo of Coummes
Sengl ., Ling, Dt Sngl., Lap. Butt} o Fial)
4. Heacs: i
b e {5pas Mo, %dﬂ Vo Wl M’fﬁﬂnmp
Location (Top, Minimum | Conasion | Crown | Knuckle | Elipical Conilcal Hemgphencal Fink St bo Progsone
Bostom, Freds) | Thicknass | Allowance | Radius | Radies | Ralio | AperAngle | Radivs Ciameter | (Convex or Concave) |
() EMDE 1.250" o 5 COMCAVE
(1] (TN TEGRA, FORGED HEADS AND MECKS)

N removabie, snds used (desaribe pthor fawlenings)

(M, Spac. Mo, Gi., Sire, Mo}

P AT LT pal 8l ma. temp. . L] o
lllin, chenigyn medad bermps raturs =20 = Fal GEET pal. Hydrostatic tesl pressure____ 1008 P
10. Herrlas, mapaciion and safety vabe openings:
Purpose Dapn. Ham. Rainfarsemen| Hrwt
(rbet, Ousiet, Draing | Mo | orSie T At Thik. Mad Al achad Locatkn
IHLET/AQUTLET 3 F L THREXD FORMED IMHEADS
OUTLET 1| 127 NGT | THREAD IN HEAD
|

M. Zupports; Sarl WD Lsgs 1] Lisgs ] Crtthesr HOME BAffgched Y
{¥ms or no) (M) (o) (Describg) { Where and how)
12 Remarks: Manufaciursrs Parial Dats Reports praparly idenifed and signed by Comminsioned Inspection have baen fumished for the Eliowing fems

of b reped
(Mame of part, tem numbaar, Migrs. name and identtying stamg)
COMSTRUCTED IN ACCORDANCE WITH APPENDLX 23, INTEGRALLY FORGED VESSELS. DRY GAS STORAGE, NON CORROSNE SERVICE.

VESSEL MATERIAL IMPACT TESTED PER UNT-8, LIGUID QAT PER SA 372, SC 16045
LT NOT VESSEL OAL: sy PIPE NO: Ef38 MO 781z

CERTIFICATE OF SHOP COMPLIANCE

We carfy ihat the etsdemants rrade in this repont are cormect and mhal ol delals of cesign, matanial. conglruction, and workmanahip of Bis vesse|
conform 4 the ASME Coda for Predsum Vessels, Seciion Vi, Divisian 1, U Cortficate of huthoreadion N 1137

axpires 30 a5 03
Date: __ GORGD  Co, Name _CPINDUSTRIES. IMC. = Sigred: —_
[Man ufactunes; i

CERTIFICATE OF SHOP INSPECTION
Vessel constructed by CP SDUSTRIES, INC. at MEMEESPORT, PA I, the undersignea,
Febdii @ wuled Covmimisalon aued by the National Board of Baller #nd Pressurs Vernsl Ingpetiors sradior the State or Provinos of _ PEMNMEYLVAMIL  snd

ﬂw hawve ingpected the componant described in this ManuTscturers Data Reper on
P . and stale thal, 2 ihe besl of ry knowiedgo and balled, the Manulacthuner has abrgludlied thiz pressune veess in

; m‘“m-“ﬂﬂm-hm“l-D"l"'ﬁ"'"-H’.rﬂil"""ﬂHliﬂﬁﬁﬂftﬂmﬂkmrmﬁmmmnnyumnmﬂpmw

+ Implied, concameng the pressure wistsl descnbed in s Manutacturers Dala Repart. Furitee rmane, reithar the Inspector nor his employer $hall bs Kbl

in any Torgny porsanal injury or pe of any kingd anaing from or connbdied with this inspection,
Dt ?: ﬂm Sigresd mw commssans (ME 11173AF  PAGLIY
_ (AR Indpecior] I

[Mati Board (indd, endarsarmanis Siate, Prre. and Mo}




FORM U-1A MAN ACTURER'S DATA REPORT FORPRE! RE VESSELS
(Alternative Form 1or Single Chamber, Completely Shop-Fabricateu vessels Only)
_ As Reqliired by the Provisions of the ASME Code Rules, Section ViII, Division 1

1.Manufactured and certified by __. CP INDUSTRIES, INC,, Cﬂw.ﬂgﬁwmmmﬁn PA 15132 _
{Name and address of Manufacturer)

2. Manufactured for PINNACLE WEST CAPITAL CORP., P.O. BOX 53009, MS 8948 PHOENIX, AZ B5072
{Name and address of Purchaser)
3. Location of installation NOT KNOWN
(Mame and address}
4. Type HORIZ 46708 8X159893 REV. 1 46708 2000
{Horiz. or vert. tank) (Mfgr's serial No.) {CRN) { Drawing Mo.) {Mat’l Bd. No.} (Year Built)

5. The chemical and physical properties of all parts meet the requirements of material specifications of the ASME BOILER and PRESSURE VESSEL CODE.
The design, construction, and workmanship conform to ASME rules, Sedion Vill, Division 1 __1898

(Year)
to 1999 AND APPENDIX 22 (SF=3} i
Addanda (Date) Code Case Nos. Special Service per UG-120(d)
6. Shel._SAJT2GRADEJ.CLASS70  ____1.280" = _ o 1" 28'-0"
Mat'l. (Spec. No., Grade) Min. Thk. {in.) Corr. Allow. (in.) Diam. Q.0 (in.) Length (overall) (ft. &in.)
7. Seams:_ SEAMLESS NONE 100 SEAMLESS NONE 1
Long. (Wekded, Dbl., R.T.{Spot Or Full) Ef.(%) H.T. Temg{F) Time{hr) Girth (welded, DI,  R.T. (Spol, Partial Mo. of Courses
Sngl., Lap, But) Sngl., Lap, Butt) or Fuil)
8. Heads: (a) Mail. SAME AS 6, b} Mati. SAME AS 6.
* @ (Spec No., Grade) ® {Spec No., Grade)
Location {Top, Minimum Corrosion | Crown | Knuckle | Elbplical Caonical Hemispherical Flat Side to Pressure
Thickness | Allowance | Radius | Radius Ratio Apex Angle Radiys Diameter | {Convex or Concave)
)] ENDS 1.250" 1] a" CONCAVE
®) {INTEGRALLY FORGED HEADS AND NECKS)

H removable, ends used (describe other fastenings)
(Matl., Spec. No., Gr., Size, No.)

2. MAWP 8667 psi at mawx. temp. +200 oF
Min. design metal temperature 20 ° Fat G867  psi. Hydrostatic fest pressure 10001 psi,
10. Nozzles, inspection and safety valve openings:
Purposa Diam. MNom. Reinforcament How
{iniet, Outlet, Drain) Mo. or Size Type Matl. Thk. Matl, Attached Location
INLET/OUTLET 2 234" | THREAD FORMED IN|HEADS
OUTLET 1 1/2° NGT | THREAD N HEAD
11. Supports: Skirl NO Lugs 0 Legs 0 Other NONE Attached N/A
(Yes or no) {No.) (Mo.) (Describe) { Where and how)

12. Remarks: Manufaciurer's Partial Data Reporis properly identified and signed by Commissioned inspeclors have been furnished for the tollowing iterns

of the report:
{Name of part, tem number, Migr's. name and identifying stamp)
CONSTRUCTED IN ACCORDANCE WITH APPENDIX 22, INTEGRALLY FORGED VESSELS. DRY GAS STORAGE, NON CORROSIVE SERVICE.

VESSEL MATERIAL IMPACT TESTED PER UHT-6. LIQUID Q&T PER SA 372, SC16045

UT NDT VESSEL OAL: 30'0" PIPE NO: Eg42 MO 7412 -

CERTIFICATE OF SHOP COMPLIANCE
We cerlify that the statements made in this report are comect and that all details of design, material, construction, and warkmanship of this vessel

conform o the ASME Code for Pressure Vessels, Section VIII, Division 1. “U* Cerlificate of Authorization No. 1127
expires 3130 2p 03
Date: BI26/00 CoMName:__ ___ CPINDUSTRIES, JNC. Signed:
(Manufaciurer) Rapresentative)
CERTIFICATE OF SHOP INSPECTION U ~
Vessel constructed by CP INDUSTRIES, INC. at McKEESPORT, PA . 1, the undersigned,

holding a valid Commission issued by the National Board of Boiler and Pressure Vessel Inspectors and/or the State or Province of _PENNSYLVANIA _and
&m have inspected the component described in this Manufacturers Data Report on
- 20._':", and state that, to the best of my knowledge and belief, the Manufacturer has constructed this pressure vessel in
accordance with ASME Code, Seclion VI, Division 1. By signing this certificate nefther the Inspector nor his employer makes any warranty, expressed or
implied, conceming the pressure vessel described in this Manufacturer's Data Report. Furthermore, neither the Inspecior nor his employer shall be liable

in any manngr forfany personal injury or property 55 of any kind aising from or connected with this inspection.
Date ‘?’734:/3!5 Signed M-Cw . —__ Commissions _ﬂlr_'ﬁ' }”?3% fﬁgwh

{Authorized Inspactor) (Nat'l Board (Indl. endorsements, State, Prov. and No.)




FORM \F1A WARUFACTURERS® DATA REFPORT FOR PRESSURE VESAELS
(Aftemate Form lor Bloghe Chember, Complately Shop-Fabresisd Yetssts Onty)
iy rimprird by P provtsions of the AEWE Cade retes, Baction V1T, Diviuion 1

- GF IROUSTELES, INC., CHRISTY PAOE PLANE & @
1. Marwptachonig nd cenimed by __£214 WALMUT STREET. MCEEES

e wrnfl iy ol et ue
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ey ol e R
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Wbtk el et
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CERTIFICATE OF SMOP COMPLIANCE

W carify il the stetamaris mada b 101 repor? ere comecl g Pt o Osiaie ﬂ'“"ﬂfhﬁ“WHlLM|'ﬂﬂ.ﬂm of s v

s Coniem ba the ABME Codr Ior Preslure Yessets, Seciion VIiL Diviakn 1. P Certifleate af duthorization s 1127 wepres 3530 18 04

Dute T2 A3  jume  CF THIKIETETRES, THC. Signeg AL
A I i

srefrrrwenisl ey

CERTIFICATE OF SHOP INSFECTMOMN

Venpelipnyrucietty ___CF ITNIAIGTRTES, THMC. 2 =  w _ MCERFSMET, PA
!, 1t uiimisigiad, hokding & vabd Comemagpien inrsd by The Maione Board of Boler s Prgpsues Vi [rkpeciong g e Hmwmm
e et amdl anioywd by EFMIFER HATTOMAL,  DCITRANCE COMPANTES

of _ LA CROUR YK, . tir iMApeched N companent deacrited in this MamASCiutne' Duin Fepor on_ o =7 1BPR  pnd
Jlmty 1hat, bo they baegt of my ROChapd Bncl Dl 1l MUl REL i Pk BovraErocisg 1his praiens niabd |n scomienog with [he ASMWE Cods
Sacihon VIIE, Divisbon 1. By shgalng s G Hicwte neiver 1 {MEpacics ror RE Smphopd! Mok mny woerpnly, o praised of Sn ik, goncsm.
W the praEI LS wELEH caicribed 0 Ehea - Pk Rapor], Furtharmots, nalbhas thil [fibamioe nor bis smployer Ll B b b gy

WI - i o Mred winhng fnpm or comnacied Wiih
. b 1 I e st nh iy, W B

L o
" 1D Wy e oA friwn The Nutimat Boend of Boler and Fravaors Vasid Mopetions, 1985 Crepper Ave., Colmbwe, ON 41229 -




n [ COPY F
REGISTERED WiTh THE mrmeam;; 4

AND PRES:,
FORM U-1A MANUFACTURERS' DATA REPORT FOR PRESSURE YERSECREL WSPECTORS,

1 - {Alternaie Form for Singla Chambar, Complaialy Shop-Faboicatad Vana e
ik il Iy the proviyines of fve AEME Cose vulys, Settion V1L, Divk
CP INIAISTRIES, IMC., CHRISTY PARK - .

1. Manutactured and cortiited oy_ 2214 WALMUT_STREEL. WCEEESPORT. FA 151%2

i = iy ol

2 Manutsctored for FEEN MIELS THC., 520 ADSTTH CENIRE, J01 FRAZOS, AISTIN, ‘TX 78701

g et e | T

3 Lovaikn ol mataneiton _NOT_TNOAN

Iyt i
o Typw RIT, _ EX15261Y B} 433 1992
iy, o L, vy, el e [ ] Iy ] Py, o a1 v ey

. The chamicsl e ki properties of ot perty mas ) Dy raguineindstel & of fpbiekd§ ol FEabbonn of the ASNME M AND PRESSRE
YESREL COOE. Th chinkign, itmextrumthpm ari workmpn st ponfiprrn 10 ASME Cochl, St ion WL Do 1; 9

A0 AR APEFRMIIX 221 (3P=1) iy
Aiyrin, jallal [ —— premrrmpreetegrrr, Py
ey BRI TYRR LV, 1.[H3 MTA. a _ 17 0.0, ) 23" A7
PR R P PR i Ml cam shrw L s saprugrh gl L 3
Foeers SEAMEESE _ HONE 100 _SKAMIEER ~ RONR 1
favey birkled el el gk BuHE (AT delerl e hoem T T sprrg [FR sk [P | ST bt 8 . ] fepemh pusriel ety i o
gl heh, CanifR o Tl
S Meady fnp SAME AR 5§ ™
el feper mm, prind e e ne . e
Laarieriees PR Inkrierngrn SN e Py Wy Caran H T i bl Fald Taln Ny Py
iy T Ppringy LT ] M Toeitt ol TPl |r Hrvvrim
ml g (1,009 | 0 T OOHCAVE

IF vk, Do im o {CHR el el PR IR e e
il e o g, wle o

L aanP G000 o imn. ump._I’.'!ﬂ_' : . Nl g “"“—.‘ﬁ“—"ﬂ"—- My peperasaemelpat proswrs 5000
s ; - o

10, Horrbiek, Rbpacikon whd BaMsy nibel Ofsim e

Frp— Ow i L o ] Hilm
P, ol ey il | L - Tun Inpw i Thiap s Al [TE] vl el LN

| THLET/OOTLET F] z2 3fs"

[ OWILKY 1 mﬁm w
M. Suppory Bhit RO 0 nmr,.._'_'_:“ atmchae_ KA

v o -1 et B halewt

17. Ramariye Mamfaciorers' Pariipl Cale Peports proparly (daniitied pnd 31grad by Comerrdsalomned inspeeciors W begn iy hed tor 1he
hplrering Hami b 1l o

s Of gl s npraiam mic) g el ale by B

— {XESTRICTED TN CONFORMANCE WITH AFPEMDIX 22, INTEGRALLY FORGED VESEELS.
— DFY GAS ETURAGE - NOH CORROSIVE SERVICE —_ e e =

—_— E MY, ARRN w—ﬁ__
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FORM 1-tA MANUFACTURERS' DATA REPORT FOR PAESSUN WEPETTRg 5
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CP INDOSTRIES, IRC., CHEISTY PANI FLART

1, Mamulactyned wod cartitied by _ 2214 MALWOT STRERT, WCERKSPONT, PA 15132

Featek dll mikreers of e

2 Manwinches for THEN PUKLE TRC., 520 AUSTIN CHRTUE, 701 HRAZGS, AUSTIN, TX .73701

e weel mieny ol AT

3. Locetion of instelmtion _ NOT KN

ek el il
& Type BOETE. Frair] AX15261¥ R.7 42303 1992
T, o verl, hethd S el i =] feinirrirad Fek) Pl B =0} e Bl

A Tha ctwrmical andd prrrsicnl properibes o B piea msal Ehes fs Iearmave)s O ma bara| gpact eations of #ha ASWME FOHER AND PAESSURE
VYESSEL CODE. The Geabgn, coms s ikon rd seorkmpnantn conform 1o ASNE Cofe, Section Y1 Diviidoh 1:

5y=3) et e eaun U i —
, [ il mmwmiaﬂl
; niner AN CTYRA-IY 00 1.003 NIM- ] __X" 0.0, 22 A"
. ot . . e i Sk r N e flivgw g L et Ferapigely (B I A §
T. Bawridh: N — g
vy jeewpinien] ol , wngl lep el T g ar by Wl g H'Th'!!:r';i s P | W h gl il | (AT el bl .
vl |, B, Bt - iR
L Heada jnp  SINE AS B 1] RAME A%
L R ] L b B
Leewrien Fow. Imbrmgrs = . . =] Py ¥ Feipliaopl ol gy phgeeal Flu e b Pradies
. Thachrarpy iy Fprinry L L] gy n Ay el p T vl B el
i:g_m 1.093" o 167 GONCAVE
{ INTECRALLY RADS AND NECEH)

i mmovabibl, Bofa wiwed (ol be oiTar Fastendngsl:

Whal’l, ec o e, wm na |

'} unmm-mn.mn._lﬁ_, Wi cersigr rotnd ng. =20, af _ SO . Hyoeo., aetrdmammiratyat porsary_ G000
=) T 1 o

i 10, MNorres. imapacion and sefely vates 2RENIng:

H PFurigu'sink Dm L] R | e g ikl
1 T, EarfR kA BEE 1 L tor Lk Irpw Wl Thar i [TFA Rt P

| TN 2T/ LT, 2 |2 3f47 |THUEAD

i ' ]
0 KITLEY 1 i H@. W
Y1 Supgerte St N0 toga___ @ T o Simar__ WOAE atiwerrd,_NA

Ll i ] 1M31 "y L ] ey ke

12, Matrieki: Mamristiuties’ Puricll Cals RBepors propardy Hentfed and sigred by Somendpsionsd IcEpachors B Badn Futndtsid foo 1ha
- Folioradng [hemy of Ihe report:

i ol g e o T | AR e et |t Y

22, TRTRCEATLY FORGCED YESSELS.

—XETEICTED TN CONFURMANCE WETH AFTPEDIX .
— INY GAS STORACE - FON (IWNROSTVE EERVICE : : 1HT-&

PIFR N0, ABfk _ MWOSE9Z

| CERATFICATE OF AHQF COMMLIAMCE

i Wi by 1hdrl Thwk St eerenbe Fuschs 0 Hhe e aee coerect gnd (Rl B8 daka ity 0 dmilgn. matavial, Sordiretian, and sodmenatip o Hits vea-

S8 cenTom I el ABWIE Codi T Prowsurn Vesssln, Section WL, Dlviston 1 "L Caificsts of A rrwtbon o) 127 waprgs 3/ Mg 94

cate _F-ZAMd new_ CP TWNISTRIES, TRC., _ _ fSgeet
Aruarrrlag hupn

CEATIFICATE OF IH0F meSrECTION
You condiructed dy ___ CP THIOSTRIES, TG, —— o __MNCEEESPORT, PA
| kel i el e hﬂﬂ'ﬂﬂ & valid eommeEe rndumd h'll Trea Matioral Bomrd o Boller gevd Praidinm Yannal ImppaCEers amd The S0 o -
inca! PEEESYLVANTA st wiplopsd by XENPER KATECNAL. TRSTRANCE COMPANTES
ol_LONG GROWE, TI  mwm inspacisd the componeni deacribed m Thk Msiuisciorars™ Dats Appart on_2n o3 10,93 nd
LD T LA T l‘m‘l-l'd'ni arvd balbal, 1he mangtachyngs fep opn3ioesbad 1Rla Pk v i o onda ey wilh [ BAME Coe
Saclion ViIl, haekon 1. By aigning (hin corlifatats rl s IR inepeetor noe Rl smpheear Mk SNy wianky, debrepesd or bmplled, conspn-
M) (R P B erl Wl e ot Eated 1 il M b toshiin” Ot Fapport, Fusthesmora, metihar the dnd gt bed v il nployer ghad b Timbm b ey

[er seiwtid D[l OF e, 3 of pny hingt patging fram £ comnncisd Ml Wit
Cuty ﬂ '-'1-3 "% ah Sl “_—- e R — Commiaione ol

ragrd [ Hf | BT A, i vl

ke b may e pbisingd from The Netlonsl Bosnd # mmm“nmmm. 1035 Crupper Ave, Columbus, OH 41224 0




A RO U-14 MANUFACTURER'S DATA REPORT FOR Pﬂi!'mn!vm“ﬂ.u
Eprnattes Eorm b Ml Iated Yesss
Ay Baquieed By 1he mﬂiﬁm Rutes, Secthon VI, Division I

1 Meususy o ceobed ey CF INIVETRIES, 1., CNNTIONT PAND FLANY, 3714 MACNUY SYRREY WYTYEMES _PE 18113

M el BN O e e
. Ummecesdbw _ GLIIND KETNE COMMART, 0.0, 80K 3754, COLMUL CHRTEI, YT PL4EN
M ol saldrees. of prnhadsd
Locamorodrgtneion IO DT .
[Mirad iprull el |
Type M, LI A AIDSESY New, ] gtiw ITTH
[orkz. o vert ] iy sabrimd M3, ) =] [Crmwing m ) e I, M j (¥ iy
. Thi chembcal whl phrslanl praparbes of ok pore magl the regueremenis of malerial spasdioetany 91 e ASLE BORER AND FRERLURE
VEESEL CODE. Tha sanlgn., censtuobarn, mnd madmanghip conioem 19 ASHWE Mulis, fsclion VIR, (Hegkn 1 111

Yieur
w0 APYIINT 33 (fF-D)
Coonle St Mo Iirinl Bervink pw LG 1240

FES RN e
swt-_ SUN NFLY, G5, 0% 0 LM =s - | T LE-H ] b
Mall {Epac. M., Grmiey Jdna Thi ] e, Aoy, {1} Cram i EagW1 furwemrmll [ AL I
. searn: __HMREH_ ... En — I SHEIT. L. 1
Lng. (Weldnd, O, AT.(BpaorFull]l  EM{%)  HT.TemgF) Tmale G eskdsl G, LT (S, Purtind, M of Crarmm
Sy, L, Bust) g, Lap. By o Fully
Mo ta] haet. ___ SNEE JE 5 ] M. LT T
{Spne ., G| (B Mo Grini]
Litszaalint. [T, [ Coms | Hemmphases A
Fls L T e m Fndem Cilarmamr

rledl.. Tpwc Mo, Or, Soe, he)
[ L T -
L | !ﬂ;[ i, Bt , O . B POy

Mo P
Tk Pl

T

N [ i ove __un R
s or rof [Py | b fla 150, (¥rharms mrl how)
11M:mhunnﬂ.mp-mmmwwywwmmmunmwﬂﬂm
o - o .

iyt
re il

AP o part. e ey MRS M Ared lariaiiyig " W
, . rRIMiRE VD

CEATIRCATE OF BHOPF COMPMIANCE R
Wy cyrily that the Fislemenis made in i repor i Cormect end Thal o cetale o deagn, fmstensd corEuciion, Bnd wonuTueship of iy viessd conlom i
the ASME Coce lor Pressurs Yiasis, Secton VTII, DRielon 1. "L" Cortifiam of Mstharizaion M. _ UM Wy
D (THLN o nama _CF THRSTRIED, 1K aﬁ%
{Wlirnslichstin | [ Fmpresen v}
CERTHFCATE OF THOP IKAPECTION
Yeurs) compnuctad by cF IFMETI, IR, w__ EEITSNYY. 2} .
anﬂmmhﬂu-vﬂdwlimlm-dhrlhHﬁihﬂdhhﬂhﬂuﬂ?ﬂiw-ﬂhh‘wmd
MERSTTLELS ardtamplopadty  EVEFEE IATIONAL LAGWIANCE CORMUNIES, LOM L, IE Palod rnict i
ik iyt | et 1 Bk Bkt ars Dt Papor? o 9.7 AR L s ket it 10 e bt Of ey ROwlarigh weinl taplint, the
Mumumwhmmmmmmm.u.nmn,mﬁmmnw.-m
SREACYEN RN 7Y WAMTINY, IFERTabieiect o Iripibind, CoOwcbtvii) e pormcm s vl chyscribageol ins iy mnuisoturas Duits Pieypor], Furthesmors, naithr i Mg scior
nor him smpicrysr skl b Kabie In any OF propa Ty darmage or B fonk of mTy Kind st ko or conmaecisd with Ihis inspacir
ww H-2-%3 Shoned COrTHTIRb et
{Htur) Bomd. (et wyvicrsammine) Sae, Prov. and Mo ) |

Thin Jorrm raey o shtalrand frars Tha Hatiomel Bowrd of Bokwr and Pressurs ¥oesel Inapatiors, 106K Crvpper Ave, Colmbus, D 229 o




DATA RFEPORT FOR PRESSUAE YEERELA
Shop-Fabricabid Veisabs On

(A Rprnatyy Form ﬂ-lnu
.I.l Haquirsd by the Prov mntthlm ﬂml, ‘Bection YH, Divialon

. Vandacued e conmedey _ CF IDSITIITN, THC.. CHNISTE SABE PSR, Y14 WILENY STNNNY . BCTPRAMORE BN 15113
(M i) Bkl MU

Wepmepsd i . RENDI] TMIINE CORANY, PG, BOT ATYN, COEPRE CRLUNSL, 91 TRAE
[t e iechdrrint ol punchiaiei]
Locsson wiinmeswien 0T ENOH

[himrrn wrell nefirmas)
. Ty ERII. 441 IS Tary ] LS 13
[ — (b’ naried bim ) ) rwwing e Dhart B Moy Fpra
The chamicqgl and phyglesl propariies al sf parte meal s requiramants of meierin spacibiontane af ive ABEME BORLER AND FRAFESURE
YE43FL CODE. The deaigm, eamsirpeiion, snd warkmonship esmismm ra A4WE Rules, Seeden W1, Divduian 1 LT}

w____ FELAD MIORIE 3D (RF=)) .
Ackirnia (e Gt S
st _ EAST) TTREN. RS, . L 14Y M 1

ML (i B O] =Mmrn. Tht fin ] Cor Mlewd |
FiT iR
AT. (B or Rl BN} HT-Tamp[F) Tirma (v

Brgl., Lap, Rumt
Mppcir poy Mg, . EEEE US 6 [k el
{fgwc . Ciraca
Lirsniiory [Tiom, Ivhrieraars Caormreion Crowe Elplical
Bmirwrs, Ersta] Tricum Moo Ml

LA ¥ }

I rixTidertplzig. DOEN. ncleled [iChiperiteg O’ inpaeninga)

M., Apac. Me, G, Sigw, b
MW - - - - [R— 1L N e

[P L .| ‘F- L | | pul. Hyth., peradeeaeamnl el premurs
11mmﬂ-ﬁqm_ﬂr:
= 1 - Pl sl Tair'11

st | 1] LT e = -
oy T 1 s map

1. B Sairt K e L, e L Cww R _— I
T o nel Ml Mo | [Omacrbgy e and haw)
12 FeirMuintel: Mifrbieliohils Parkal Dl FapieTh oo talaeiy sfinichied Jel phiphie] By Cammig sinnded Intpaer's birek tuldfs hanaiivl B fof Sfoning il oF el s
Fhizn S GESTFIED COPy LTI PEC Y PRy

R o Ly L |
: J"_'_.f--"ﬁv 5= KiilLeR
......u- Lug]
035
CERTINGCATE OF SHOF COMPLU ANCE FY¥ERI s I ERTr
Wy ooty Thint tha e is e &1 Bhi ek il il dndl el il dhitel i o Shiekage, rrokiE, covnktociion, .ﬂmﬁ.ﬂ_‘uﬂpﬂhnﬂﬂmﬁm'ﬁ

ok AEME Conhd b Pralns Virtiidt, Socian VIIE, Divkion 1. "U" Cartficn s of Sulborieaton M, T gk % M
[ 171/ Co nama _ P TEIAIES, INC. m
Chanrrialaebarn } { Pkt il |
CERTIRCATE OF SHOP MEFECTION
Wmﬁr 4 MM, 110, w__ IKIILMRT, B
|, e m-ﬂmmhmummuMMMmﬂww-ﬁhmwmu.d
JONELT wndwrpkyec by KPR FATICELL IESRZLICE CONTANIES, LOWE &RCTD, [L haveirspaciad
he component descyibed in this Menutacturers D Fepon on 9-7 19593 wnct st thal, b the el of sy knowhadge andt bellel tha
Manutscire e oonpruciee! thiy peesers vesasl inoscoostience with ASME Cocle, Saclion 1, Devision 1. By 3igesng s caciibcale rsiiar he insieciod no hil
wnployer snalops arey wprTandy, .np—.unlmplu ctwwslarieeg] el Fisbin ok wsink B et 't ik Wbt iure—'s Dt Flaport. Fuoriharmnons, raliver ths inspecins
> ’ Wiy <) pianiey dinvegey o gl 1o vy kired arising from o connecied Wil this inspecian
e : Commimsons AP/ S AAS g~
{Hmhmmmlh&,ﬁh.ﬂm

Thia St My bes oltainad iom The Nellonal Bosrd of Boller snd Prossrs Vesssl inspacions, 1055 Crapper Ave., Cokamiin, OH 4% LH-_T“




PFORM U-1A MAMUFACTURER'S CATA REPONT FON MRIESIURE VERBELS
ummwm m.mmmmm
Aa Riquired by the kv of $he Ruiwi, Beoiion VIR, Diviskon

1, Meturet wedowveisy _ CF TEITES, [0G., CHNDSYE PAAT PRAFY, 114 SACHNY SYRENY. BCXTRAMGRT. PO 1411

Mk B ik Y Pelnulieiiore ]
% Mendemestir 00000 SECIK] EMEENN OXMPLRT. P, WX 250, CORPNL CRAIER. TN fEafy
Tk ol nibirwey o porah

& Loomiee i eisferion T INn

DHama wl i
L Tyme 3t {11 NN BT owl 1y
{Hirie or varl sk gy bl M L= ) Dormaing rm | (L T TP Il
L The dhimital and physien) propariiay ol Bl paon men he riboaments o my/gl ppesisoasiens o] Ha ATWE BOULER ARD PREAEUMNE
VESEEL CODE. The Sanign, cenabuciian, pnd wivimanabiy cifberes (b REME Mulen, Beorian Vi Ol 1 JLLH]

] Tour
w_. OB} LK) DPPENDII )2 (M)
Slerfumn s, Bpnnl Sarsaon v UG 4y

Actclurcly (i)
ooshat: SN TAY O.5. G, 0 L3 L, L H'an g
bk (ipea Me, Orarint e Th i Corr. Ml i ) D Hilfi-liniery Ll il (B A )
7. Sewm: DB L} . [ eT AL N 1
Lama (vWeied, Dui.,  FLT. (Bpert or Pl W HT.Teme{fs  Tmaphi Qath forpidend, Dot KT . Pl W i Comrmn
gl Lep, Bum Bl . L. oy o Fuly
E Haade' fn) Ling BN M 1 F o TR

i Mo, Doty
[Te———

Lacmion [Top, Mllrimym ] Crown Erwrkin Elpacl Corel Fiu
!ﬁ"l'ﬁ—*' Thidle'mant Alowarss Finclun L] fonlim Apm Angie Pl Claravies

. ' TH
E_Imr MRS KA A} G

W eyl ity el sl olfwer taminregm]

Mgl Towx w0 . Bara Mo

o ' | I T

L. el el vy o | I TR | B L N o P W
10 i Fos. repeecian: sl sty vale Bpaningd

Pourfrom: Crarm. arn Faimhrtyrraest

SRR T T o
()] T 7" s $nidd)

b

d ne JF l::-EI-.Ehf
A R&adﬁ!%iﬂﬁnﬂmﬂ

ren o part, v ey LIGITE AT ool ey Sl

CENTIHNCATE OF 5H0P COMPLIANCE

Hmﬂrmnmurrﬂhanm-ﬂ“l“ﬂ%“muﬂ”ﬂh“m:
hmcﬂm! Wrtts, Sncion VI Devigion 1. U~ Carthcats of Suthariziion Mg 1127 LE .mH

Co rna o} IFWETLIEE, THC. m L

CERTIFICATE OF SHOP BEAPECTICN
Vexsat conamcond by CF TTIFTIIIS, [OC. . ISOSGY, B

[ wpu heckdng B el contanhs b T mud Mptwengl Bomrrd of Boier sl Peecuay Vgl inapicert il Ty Siply Frmd
PRI scamompecty  EIPEL ALTIOHLL TTSPARCE CHPLTIRS, 108% SOATY 16 Jovabapacad

o emporvert deecribugd I g Marulecwre's D Pageor on q -7 AU arvd vt T, I o Sk iy Kporlecipn vl el et
Mar'n /St hym onpincied P Crassurs vl i sctndinrs with ASME Code. Seceon VL Dhvision 1. Py sigring ihis asnillkcs rubive iy Inspwoion nos his
STt Hinkoms vy srTardy, sorarge] OF S, SCNCETING i frrisomrs vescus ek s S kS Dty Faport Furirbimecis rusiiel oy nppapcicr
Por il armpiopss whall b i iy 2ew _,_l. :’ IRy CX puopa Ty Cismamges or u o of aryy Wid itiming leore or conmacind wilh i, Neigeisiion,

Commitaw {E&f{iiﬂd &!EEI

Thite fornr My be obtainad Framn Tha Serliona! Basrd of B it Browsers Yenaal inspecion., 1033 Croppar iy, Colvmbed., UH 31179

Ry 0




APPENDIX C — GASEOUS HYDROGEN PIPING SPECIFICATION

February 19, 2001, Rev. 0

C.1 GENERAL

This specification provides guidelines for designing and installing the gaseous low-pressure (<275
psig) and high-pressure (276 to 7,000 psig) high-purity hydrogen process piping. For both low- and high-
pressure, stainless steel (303, 304, 316) tubing, piping, fittings, and components are preferred. Piping
systems should be designed and built to meet ANSI/ASME B31.3 for process piping. Specifications for
the tubing are ASTM A269 TP 304 and 316. Maximum hardness is 80 Rb.

C.2 MAXIMUM ALLOWABLE WORKING PRESSURE

Maximum allowable working pressures (MAWP) for commercially available tubing and piping are
given below. Piping systems must be designed so that the process pressure of the gas will not exceed the
MAWP of the pipe, tubing, or components.

C.2-1 LOW-PRESSURE HYDROGEN (<275 PSIG)

For all sizes from 0.25- to 1-in. OD stainless steel tubing, 0.035-in. wall thickness is acceptable.
Schedule 10S to Schedule 80S stainless steel pipe is also acceptable for both plain end and threaded end
styles. Threaded ends should be 80S.

C.2-2 HIGH-PRESSURE HYDROGEN (275 TO 7000 PSIG)

See the Tables below. The hydrogen system downstream of the compressor will operate at 6,000
psig. The high-pressure storage tubes are designed to a maximum allowable working pressure of 6,667
psig. The tubing or piping for these high-pressure circuits should be selected to meet or exceed this
pressure. To this end, the high-pressure hydrogen piping/tubing will be designed for 7,000 psig.
Acceptable sizes and wall thicknesses are:

1/4-in. OD tubing: 0.049 and 0.065-in. wall thickness; 0.065-in.
3/8-in. OD tubing: 0.065 and 0.083-in. wall thickness; 0.083-in.
1/2-in. OD tubing;: 0.083 and 0.095-in. wall thickness; 0.095-in.
3/4-in. OD tubing: Not Allowed
1-in. OD tubing: Not Allowed

3/4-in. Schedule 80 piping: Limited to 6,550 psig with plain ends

The components specified in the Instrument Summary are primarily 1/2-in. and are configured with
either 1/2-in. female pipe ports or compression style tube fittings, depending on availability. The piping
designer/contractor may choose to modify the specified end connection when ordering the components to
facilitate installation. If the end connections are modified, then confirm with the supplier that the pressure
rating for the component with the new end connection still meets the required MAWP for the system
(7,000 psig).
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Maximum Allowable Working Pressure
304 and 316 Stainless Steel Annealed Seamless Tubing
(-20 to 100°F)

Tubing Wall Thickness (in.)
OD (in.) 0.028 0.035 0.049 0.065 0.083 0.095
1/4 4,600 5,891 8,602 11,688
3/8 3,777 5,460 7,517
12 2,768 3,976 5,423 7,162
3/4 1,814 2,581 3,478 4,544 5,273
1 1,346 1,907 2,562 3,329 3,582

Maximum Allowable Working Pressure
304 and 316 Stainless Steel Annealed Seamless Pipe
(-325 to 100°F)

Wall Thickness, Pipe Schedule

Schedule Schedule Schedule Schedule Schedule
Pipe Nominal Size 10S 408 80S 160S XXS
1/2-in. plain ends 3,483 4,600 6,550 7,800 12,200
1/2-in. threaded Not 1,760 3,399
Allowed
3/4-in. plain ends 2,745 3,820 5,370 7,300 10,200
3/4-in. threaded Not 1,549 2,921
Allowed
1-in. plain ends 2,887 3,580 4,940 6,600 9,500
1-in. threaded Not 1,361 2,600
Allowed

C.3 FITTINGS
C.3-1 TUBE FITTINGS

Several suppliers of tube fittings will meet the required 7000-psig design pressure for 1/4-in., 3/8-in.,
and 1/2-in. tubing. Cajon (Swagelok), Parker, and Hoke all can supply Stainless Steel tube fittings for
this application. Cajon fittings were used, as they were the only manufacturer to certify their products for
use in hydrogen and CNG service.

Parker Hannifin Triple-Lok 37 degree flared tube compression fittings having a pressure rating of

7000 psig are acceptable in sizes up to 1-in. OD. Cone-and-thread style fittings such as the BuTech M/P
fittings are also acceptable up to 1-in. OD.

C.3-2 PIPE FITTINGS

Cajon (Swagelok) manufactures a line of 10,000-psig pipefittings in 1/4 to 1/2-in. configurations.
These fittings are manufactured from bar stock or forgings and are designated suitable for 10,000-psig
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services by a -10K suffix on the end of the standard Cajon part number. BuTech also offers a line of
fittings with a working pressure of 7000 psig or higher. Flowline manufactures a line of butt weld
fittings, many of which are available in Schedule 160 and XXS configurations.

C.4 JOINING TECHNIQUES

In general, with high-pressure hydrogen systems, welded joints are preferred over threaded or brazed
connections, but threaded connections cannot be eliminated entirely. Many components are not available
except as NPT end connections. Threaded connections should be kept to a minimum. Compression
fittings are acceptable if rated for the operating pressure of the system and if properly installed and leak
tested. Welded joints may be socket welds or butt welds. They should be accomplished using GTAW
(TIG) welding techniques for either manual or automated (orbital welding). All welding must be
completed by qualified welders following qualified procedures per ASME B31.3. A liquid source of
argon gas should be used for purging the piping system ID and for shielding on the OD of the weld area.
Purging is required to minimize oxidation and contamination in the weld zone. Purging also helps to
control the weld bead profile. Minimum purge rate for 1/2-in. tubing and smaller is 10 SCFH. A welding
log should be maintained that catalogs the welding parameters (date, time, purge flow rate, size and type
of weld, welder name and identification number, inspector name, weld schedule, weld number, and
drawing number). Mill certifications and test reports should be requested from the component supplier
and maintained by the contractor as part of the welding log.

The maximum allowable diameter misalignment for butt welds should be less than 0.005 in.
Pipe/tube ends should be cut and prepped so that there are no nicks, burrs, chamfers, or sharp edges and
no reduction in diameter or wall thickness. The ends should be square and perpendicular within 0.003 in.
The weld must have 100% penetration and show no points of discontinuity. The weld may have no
undercut that will render the weld wall thickness thinner than the pipe/tube nominal wall thickness. The
weld bead should be 2—5% thicker than the nominal wall thickness and should not be 10% thicker than
the nominal wall thickness. The welds should have no porosity or inclusions when inspected under
magnification and under white light. The weld bead should have uniform width and should not be more
than three times the nominal wall thickness. Discoloration of the weld should be kept to a minimum
through proper purging with argon. All socket weld joints must have a 1/16-in. gap between the pipe end
and the socket bottom (ASME B31.3, Fig. 328.5.2C).

It is recommended that 5% of each welder's joints should be 100% radiographed in accordance with
ASME B31.3. For each failed weld, two additional welds made by the same welder should be
radiographed. Radiographs will be made until no defects are found or until all welds have been examined
and repaired. All socket weld final passes will be 100% dye penetrant tested.

The performance of the welder and the weld machine should be checked periodically by performing
a sample weld, sectioning the weld lengthwise, and inspecting the weld under bright white light. Weld
performance should be checked when there are substantial changes to the welds being made: change in
pipe/tube diameter, new welder, after maintenance of welding unit, after power failure, after a change in
weld program/schedule, after any defective weld.

C.5 BENDING

Tubing may be bent where needed. The minimum mandrel bend radius must be equal to or greater
than five times the OD of the tubing.
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C.6 CLEANING

The internal gas-wetted surfaces of the piping system and components should be cleaned to remove
any contaminants that could compromise the performance of fuel cells, gas turbines, or other applications
equipment. Cleaning the system piping and components to an oxygen clean level is acceptable.
Applicable standards include:

*  Compressed Gas Association Pamphlet G-4.1, “Cleaning Equipment for Oxygen Service”

*  ASTM Pamphlet G23, “Practice for Cleaning Methods for Material and Equipment Used in Oxygen
Enriched Environments.”

These documents describe in general terms how to clean and inspect equipment that will be placed
into oxygen service. The procedure below provides more specific detail for cleaning to oxygen clean
standards.

Oxygen cleaning should be conducted in a clean, dust free area. The cleaning can be accomplished
with a range of acceptable cleaners (see CGA Pamphlet G-4.1). The detergent Blue Gold, used with hot
water (140°F minimum) or steam, is an effective, environmentally safe method. Components that are not
cleaned by the equipment manufacturer should be disassembled, and the internal parts and surfaces
cleaned. Piping, tubing, and fittings should be soaked in the Blue Gold solution (detergent in water in a
1:20 ratio) and cleaning swabs pushed through the piping/tubing. Continue to swab the pipe/tube ID until
the swabs show no discoloration after passing through the tube. After cleaning, the parts should be rinsed
with clean warm water and allowed to dry.

The parts should be inspected after they are cleaned and dried. Under a bright white light, there
should be no indication of discoloration, oils, grease, nor indication of particulate matter (dust, fiber,
chips, etc.). Finally, inspect the parts under an ultraviolet (UV, 3660 angstrom wavelength) lamp. The
UV lamp will cause any hydrocarbon contaminants to fluoresce. Any contaminants found under either
white or UV light should be removed by recleaning and then re-inspected. Parts that have been cleaned
and that pass inspection should be tagged as “Cleaned and Inspected” and stored in 4-mil-thick
polyethylene bags and sealed until ready to use. Pipes or tubes that are cleaned and accepted should also
be tagged and the ends capped with plastic caps and stored in a secure, clean area.

C.7 TESTING

All circuits of the piping system must be tested before putting the system into operation. Testing
should consist of both a pressure retention test and a leak test. Testing should be conducted using utmost
caution. The process lines will contain in excess of 6,000 psig. Failure of a joint or component will
expose test personnel to high-pressure gas, which could result in injury. The number of testing personnel
should be kept to a minimum in the test area. A pressure test supervisor should be appointed to direct all
pressure tests and to control the access of personnel into the test areas. Maintain a minimum distance of
25 feet from the test circuit while the circuit is being pressurized and while it is under pressure. Test
personnel should continually monitor the test until it is completed and the test circuit is depressurized.
Post test warning signs around the test area to warn personnel that high-pressure pneumatic testing is
underway.

Clean dry nitrogen should be used for the test gas. Be sure that the testing is done in a ventilated
area. Nitrogen is an asphyxiant. Leakage of nitrogen into the test area may create an oxygen-deficient
atmosphere that can asphyxiate personnel in the area. Isolate or remove any components from the system
that are not rated for 1.1 times the maximum allowable working pressure of the system. Slowly
pressurize the circuit, increasing the pressure in stages. Pressurize the system to 1.1 times the MAWP
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from a remote location, using an approved pressure testing control system. Hold the pressure in the
system for 15 minutes. If the pressure declines more than a few psig then there is likely a leak in the
section of pipe/tube. Depressurize the circuit to about 150 psig and locate the leak using an approved leak
detection solution such as SNOOP. Apply the SNOOP solution to each joint (welded, threaded,
compression fitting, brazed) and look for the formation of bubbles. If no bubbles form within 30—60 s,
the joint is acceptable. If bubbles form, the joint must be repaired and retested. After the system passes
the 15-minute pressure retention test at 1.1 times MAWP, reduce the pressure to 90% of MAWP. Record
the pressure and the temperature. Hold at this pressure for 24 hours; then, observe the test pressure gauge
for any loss of pressure. Loss of pressure that cannot be attributed to a change in temperature is an
indication of a leak. Locate the leak point and repair the leak.

C.7-1 PRESSURE TEST MANIFOLD

The pressure test manifold should include an isolation valve, a flow control valve, restrictive orifice,
pressure gauge and bleed valve, and a relief valve set to relieve slightly above the test pressure assembled
in the same sequence as above. The relief valve should be sized to relieve more gas flow than can flow
through the restrictive flow orifice.

Conduct the pressure test at 110% of the design pressure of the system. The test supervisor will be
responsible for controlling access to the area during testing, which is off limits to everyone except test
personnel. A Safety Work Permit is required before testing may begin. This permit will be issued to the
test supervisor after the test procedures have been completely reviewed and understood by all test
personnel. The facility manager is the only person authorized to issue a Safety Work Permit.

Devices that are not rated to the full test pressure (relief devices) may be temporarily removed for the
test. The openings will be plugged for testing. Upon completion of the test, these devices will be
reinstalled.

C.8 LABELING

All process gas lines should be clearly marked to show the type of gas contained in the line and to
show the flow direction of the gas. Where possible, the normal operating pressure should also be
indicated on the labeling. Lab Safety Supply labels P/N OA-5339, “Hydrogen”; OA-51835, “High
Pressure”; OA-18194, “Nitrogen”; and OA-5349, “Natural Gas,” are suitable labels. All piping is color
coded and labeled.
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APPENDIX D - TRAINING PROGRAMS

In accordance with the APS Safety Manual, training programs have been prepared for the APS Alternative
Fuel Pilot Plant. A video-based program has been developed to provide general information concerning
the APS Alternative Fuel Pilot Plant. This program is used to provide general information concerning the
facility to personnel working in the general area. A second computer-based training program has been
developed to train personnel fueling vehicles at the APS Alternative Fuel Pilot Plant. This program
includes a post-training test.

These training programs are available from Arizona Public Service.

Appendix D — Training Programs: Page 1



APPENDIX E - HYDROGEN SYSTEMS OPERATIONS

Rev. 3, July 9, 2001
E.1 HYDROGEN SYSTEM ALARMS

E.1.1 Process Alarm

A process alarm indicates that the process is deviating from the normal condition but does not
represent a hazardous or incipient hazardous condition. An example would be a high-pressure switch on
the PDC compressor that hits the high set point that shuts down the compressor as part of normal
operation. Indicator lights will be on both the local (near the equipment) control panel(s) and at the
remote control room panel.

E.1.2 Safety Alarm Level 1

A safety alarm level 1 (S-1) results from a condition that is not normal but does not require
immediate response by local fire or emergency response teams. The condition does, however, require
input from plant management. Plant management would be notified of an S-1 alarm by a paging system
or cellular call out that would identify the type of alarm. The page would specify the alarm as an S-1
type, "Incipient Flame Detected in H2 Room." Examples of an S-1 alarm would be the UV/IR detectors
detecting an "incipient" flame, which is one that may or may not be present and that requires investigation
by trained personnel. An S-1 alarm can shut down part or all of the H, and CNG systems to the normally
closed, safe condition.

E.1.3 Safety Alarm Level 2

A safety alarm level 2 (S-2) indicates a major deviation from normal process parameters and requires
immediate notification of plant management and local fire and emergency response teams. Both would
be notified by pager or cellular call outs that would identify the type of alarm. The page would specify
the alarm as an S-2 type, "Flame Detected in H2 Room." An example of an S-2 is the UV/IR detectors
detect a flame in the storage or dispensing area.

E.1.4 Alarm Actions
E.1.4.1 UVI/IR Detects an Incipient Fire

This is an S-1 alarm. There may be a flame, or the detector may be fooled by another signal. There
is no definite flame detected. This should generate an audible alarm (horn, tone 1) and a visual alarm
(yellow light/beacon) in both the storage room and the control room. The alarm also generates a
pager/cellular call out to plant management that describes the event as an S-1, "possible fire detected."
The alarm will:

Shut down the HOGEN 300, the PDC compressor, the dryer, and all fueling dispensers
Close all H, and CNG-actuated valves

Maintain power to the gas detectors, UV/IR detectors, sprinkler

b=

Flow detection, all pressure and temperature transmitters, TIC, and SV-104 on the helium purge
system.
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E.1.4.2 UVI/IR detects a fire

This is an S-2 type alarm, requiring immediate response by system controls, plant personnel, and
local emergency teams. The alarm will generate a red flashing beacon and horn (tone type 2) in both the
storage area and the control room. The system will send a page/cellular call out to plant management and
emergency response teams, describing the type (S-2) alarm and the source, "Fire detected.”

The alarm will:

1. Shut down the HOGEN 300, the PDC compressor, the dryer, and all fueling dispensers
2. Close all H, and CNG-actuated valves

3. Maintain power to the gas detectors, UV/IR detectors, sprinkler

4

Flow detection, all pressure and temperature transmitters, TIC, and SV-104 on Helium purge system.

E.1.4.3 Emergency Shutdown

When an emergency shutdown (ESD) is initiated, either at the control panel or by depressing any of
the ESD pushbuttons, it will initiate an S-2 alarm, requiring immediate response by the system controls,
plant personnel, and local emergency teams. The alarm will generate a red flashing beacon and horn
(tone type 2) in both the storage area and the control room. The system will send a page/cellular call out
to plant management and emergency response teams, describing the type (S-2) alarm and the source, "Fire
detected.”

The alarm will:

1. Shut down the HOGEN 300, the PDC compressor, the dryer, and all fueling dispensers
2. Close all H, and CNG-actuated valves

3. Maintain power to the gas detectors, UV/IR detectors, sprinkler

4

Flow detection, all pressure transmitters and temperature transmitters, TIC, and SV-104 on the
helium purge system.

E.1.4.4 Combustible Gas Detector Detects Either CNG or H, at 25% of LFL

This is an S-1 alarm with response similar to the "incipient fire" shown in C.1.2 above.

E.1.4.5 Combustible Gas Detector Detects Either CNG or H, at 50% of LFL

This is an S-2 alarm with the same response as an ESD alarm or flame detection alarm.

E.1.4.6 High Low-Pressure Storage Tank Pressure Alarm

This is a two-level alarm. High pressure detected by PSH-104 initiates a P-1 alarm with no page
outs. The alarm will close valves SV-101 and -103 on the inlet and outlet side of the LPS and will initiate
a horn (tone 1) and an amber light beacon in the storage area and control room. If the pressure in the low-
pressure storage continues to climb, then PT-104 high-high setpoint will trigger an S-1 alarm: horn
tone 2, red flashing beacon, call out to plant management, and shutdown:

1. Shut down the HOGEN 300, the PDC compressor, the dryer, and all fueling dispensers
2. Close all H, and CNG-actuated valves

3. Maintain power to the gas detectors, UV/IR detectors, sprinkler

Appendix E — Hydrogen Systems Operations: Page 2



4. Flow detection, all pressure transmitters and temperature transmitters, TIC, and SV-104 on the
helium purge system.

EF.1.4.7 PDC Leak Detected in Either Stage 1 or 2

This indicates there is a diaphragm leak in the compressor. The leak is captured within the leak
detection system and vented to the H, vent stack at low pressure. The alarm is a process alarm, P-1. The
alarm should initiate an amber indicator light and an audible tone in the storage area and the control room,
shut down the PDC compressor, and close the inlet and outlet valves on the PDC, valves SV-101, -104,
and -105.

EF.1.4.8 PDC Loss of Chilled Water Flow

This is a process alarm, P-1. It will shut off the PDC compressor, close valves SV-103, -104, and
-105, and provide a tone and amber light at the control panel.

E.1.4.9 PDC High Outlet Pressure

This condition is initiated by PSH-203 and is the normal sequence to shut down the PDC compressor
when the outlet pressure reaches 6,000 PSIG. The signal should also close SV-103 and -104, feeding H,
to the PDC.

E.1.4.10 PDC High-High Outlet Pressure

This condition is initiated by PSHH-203, set at 6,100 PSIG. This is also a process alarm, P-1, and
will shut down the PDC. It will also close SV-103 and -105.

E.1.4.11 High-Pressure in H, Process Line from PDC to HPS Tanks

This alarm is initiated by PSH-112, set at 6,500 PSIG, and is an S-1 type alarm. It will shut down
the PDC, initiate an audible and visual alarm, and close SV-103 and -105.

E.1.4.12 Low Pressure in H, Process Line from PDC to HPS Tank

This alarm is initiated by PSL-112. The alarm indicates a possible leak from the H, line, which
should be operating at 4,000-6,000 psig. If the pressure drops below 4,000 psig, it is possible that the
line has a leak. This is a P-1 or S-1 type alarm that initiates an audible and visual alarm in the control
room. Operators should take steps to check for leaks through system diagnostics and by visual checks of
the line with portable gas detectors.

E.1.4.13 HPS Tanks 1 and 2 High-Pressure Detected by PT-113 and -114

There are two high alarm set points for each transmitter. The high-pressure alarm is set at
~6,200 psig. When this set point is reached, it will illuminate an indicator light on the control panel, and
it will close SV-109 and -107 and shut off the PDC compressor. If the pressure continues to increase and
reaches the second, or high-high pressure alarm set point at ~6,500 psig, then the system will initiate an
S-1 alarm and keep SV-107 and -109 deenergized and the PDC shut down.

E.1.4.14 High H; Pressure to the Dispenser

This alarm will be initiated by PT-110 and will have two set points: high and high-high. The high-
pressure alarm will be set at ~5,200 psig, which will initiate a process alarm, P-1, warning the operators
that the dispenser feed pressure is high. This alarm will not shut down any equipment or close any
valves. The alarm will be an amber indicator light and a tone. When the pressure increases to ~5,500

Appendix E — Hydrogen Systems Operations: Page 3



psig at PT-110, then the system will initiate an S-1 alarm, and will close SV-106, -110, -111, -112,
thereby preventing H, flow to the dispenser.

E.1.4.15 High CNG Pressure to the Dispenser

This alarm will be initiated by PT-111 and will have two set points: high and high-high. The high-
pressure alarm will be set at ~5,200 psig, which will initiate a process alarm, P-1, warning the operators
that the dispenser feed pressure is high. The alarm will not shut down any equipment or close any valves.
It will be an amber indicator light and a tone. When the pressure increases to ~5,500 psig at PT-111, then
the system will initiate an S-1 alarm and will close SV-113, thereby preventing CNG flow to the
dispenser.

E.1.4.16 High H, Flow from the High-Pressure System

This alarm indicates there is a likely break in the H, line between the HPS tanks and the dispenser.
The alarm is actuated by flow switch FSH-101. This is an S-2 type alarm, generating a red beacon light
and horn (tone 2 ). The alarm shuts down the HOGEN, dryer, PDC, and compressor. It also closes all
actuated valves

E.2 INITIAL STARTUP OR STARTUP
AFTER EXTENDED SHUTDOWN

E.2.1 Sensors/Detectors

1. Run a test of the UV/IR flame detectors to ensure that they are operating properly. Initiate a manual
built in test (BIT) by pressing in momentarily on push button "BIT Manual Test" on the central
control panel. The UV/IR detectors will run through a manual diagnostic test, checking the electrical
circuitry, the sensors, and the sensing window cleanliness. A successful manual BIT activates the
following: the fault relay is closed, the alarm relay activates for 3 s, the accessory relay is activated
for 3 s, the 4-20-mA output will go to 20 mA (or 16 mA if only SW1-7 = on and SW1-6 = off). An
unsuccessful BIT activates the following: fault relay is released, and the 4-20-mA output goes to
zero. If the BIT is unsuccessful, the plant operators must determine why it was unsuccessful and
correct the problem. The BIT must be run again until a successful test is completed.

2. Warning: Failure to complete a successful BIT means that the flame detection system is not working
properly, and it will not detect a flame. Failure of the flame detectors will put personnel and
property at risk and may result in injury or death to personnel. Do not proceed with the hydrogen
system startup until the flame detector system is fully operational and has passed a successful BIT
test.

3. If the BIT test is successful (4 to 20-mA output goes to 20 mA), then the detector status returns to
normal, and the flame detector system is ready to scan the area and detect a flame. Each detector
must be tested and pass a successful BIT before starting the hydrogen or CNG systems. The UV/IR
system must pass the BIT before you proceed.

4. Run a check of the flammable gas detection system. Ensure that the detector(s) is properly calibrated
and that the alarm output is functioning properly. The detector should initiate a visual and audible
alarm (S-1 type alarm) at 25% of the hydrogen LFL and initiate a system shutdown and alarm (S-2
type) at 50% LFL of the hydrogen LFL.
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E.2.2 Nitrogen Generator

Start the nitrogen generator (N-20). Turn the main power switch on the nitrogen generator control
panel to the OFF position. Turn on the compressed air supply, following the air compressor's
operating instructions. Check that the air pressure out of the compressor is 90—150 psig. Open the
air supply valve to the nitrogen gas generator. Turn on the power circuit for the nitrogen generator at
its disconnect box. Turn the main power switch on the generator control panel to the ON position.
The power indicator light should be lit ON. Pressure (90—150 psig) should show on the Peak
Pressure gauge. Nitrogen should begin to flow into the product tank. Initially, the product tank is
filled with air. The air must be purged out of the product tank by the product nitrogen. This is
accomplished by opening the drain valve on the bottom of the product tank and venting the
air/nitrogen mix to the atmosphere until the product reaches 97% nitrogen (<3% oxygen as measured
using an oxygen detector on the product venting from the drain valve).

When the product pressure reaches 75 to 80 psig, the amber light on the N-20 control panel will
illuminate, and nitrogen production will stop until the product pressure falls below 55 to 60 psig.
Check the product purity using the integral oxygen analyzer. Purity should be >97% nitrogen before
the nitrogen is used as a purge gas. If the purity is less than 97%, vent the product from the storage
tank until 97% purity is achieved. Once purity is reached and the product pressure has reached 75—
80 psig, the nitrogen may be used to purge the hydrogen production, compression, and storage system.

WARNING: Nitrogen purity must be >97% (<3% oxygen) for the gas to be used
as a safe purge gas. If purity is less than 97%, a flammable mix can occur when
the purge gas mixes with the hydrogen gas.

E.2.3 Hydrogen System Inert Purging

E.2.3.1 Vent Stack Nitrogen Purge

1.

As part of the APS HAZOP, it was recommended to maintain a constant nitrogen purge on the vent
stack. This purge is normally a low-flow purge of about 10 scth, which will generate a nitrogen
velocity in the vent stack of about 0.1 ft/s. The purge will keep ambient air from diffusing into the
vent stack.

First, purge the hydrogen dryer. Connect the nitrogen source to valve V-169 on the inlet side of the
dryer. Open valves V-104 ,-105, -107, and -108. Connect an oxygen monitor onto valve V-106 and
open this valve. Flow nitrogen through both adsorber beds in the dryer. Monitor the oxygen level at
V-106 until the oxygen reads 3%. At this point, the dryer has been adequately purged with inert
nitrogen. Close V-169 and disconnect the nitrogen source from this valve. Replace the cap on the
end of valve V-169. Close V-169 and —106, then disconnect the nitrogen source from V-169 and
remove the oxygen detector from V-106.

Purge the remainder of the hydrogen system with the nitrogen generated by the nitrogen generator.
Connect the nitrogen supply to V-109. Close V-103. Connect the oxygen detector to valve V-111,
and open it to sample the contents of the LPS. Open V-109, allowing nitrogen into the piping
system. Open manual valves (V-104, -105, -107). Open actuated valve SV-101, using the control
system PLC (programmable logic controller) to force the outputs to the ON or OPEN status for this
valve. With the manual and solenoid valves open, the LPS can be purged with the nitrogen gas.
Open V-109 to start nitrogen flow into the low-pressure storage (LPS) tank.
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4. Allow the nitrogen to flow into the low-pressure storage tank (Note that this tank must be purged of
all hydrogen before being moved to the new hydrogen production location). The nitrogen generator
can generate about 300 scth of 97% nitrogen (3% oxygen). At this production rate, it will take about
5 days to fill the low-pressure tank to 90 psig. This amount of nitrogen is needed to purge the high-
pressure storage tubes. Continue to fill the LPS with nitrogen. Connect the oxygen analyzer to valve
V-111 on the LPS. Open V-111 and monitor the oxygen content of the LPS tank. The LPS should
eventually reach 3% oxygen. It may be necessary to vent some of the tank content to the vent stack
by opening V-110 and SV-102.

5. Once the LPS tank reaches 3% oxygen, the remainder of the hydrogen system can be purged with the
nitrogen contained in the LPS. Open valves V-103, -116, -127, -128, -136, -138, -140, -141, -144,
and -145 and energize actuated valves SV-103, -105, -106, -107, -109, -110, and —111, using the
PLC control system. Continue to operate the nitrogen generator to keep the LPS filled with nitrogen.

6. Open valves V-132 and -133 on the chilled water supply for the PDC compressor. Allow chilled
water to begin flowing through the compressor. Turn on the PDC compressor. This will pull low-
pressure nitrogen out of the low-pressure storage tank and boost the nitrogen to about 6000 psig.
The high-pressure nitrogen will flow to the high-pressure storage tanks (HPS) and to the process
piping between the HPS tubes and the fueling dispensers. The high-pressure tubes will fill with
nitrogen. These tubes have a storage capacity of about 8,900 scf per tube. They are shipped with air
inside the tubes. The air must be purged out of the tubes until the oxygen level reaches 3% before
hydrogen is introduced into the tube. To reduce the oxygen level in the tubes to a level that will not
allow a reaction between the hydrogen and oxygen, the tubes need to be filled to at least 2000 psig
with nitrogen gas. Monitor the fill pressure on PT-113 and -114. This fill pressure requires a
minimum of 3,000 scf per tube to properly inert the storage tubes. The PDC compressor is capable of
delivering 300 scth of 6,000-psig gas. The flow rate of nitrogen will be somewhat lower, due to its
material properties. At this flow rate, it will take a minimum of 10 hours per hydrogen storage tube
to fill the tubes to 2,000 psig of nitrogen.

7. Once the high-pressure tubes are filled with nitrogen to ~2,000 psig, the PDC compressor can be
shut down manually by pressing the STOP button, SW-1, on the PDC control panel. This will stop
the flow on high-pressure nitrogen to the high-pressure storage tubes. Use the control system PLC to
force solenoid valves, SV-101, -103, -104, -105, -107, and -109 to the closed position by
deenergizing the outputs to these valves. Connect the oxygen detector to purge valve V-161. Open
V-142 and adjust PCV-115 to match the inlet pressure required by the detector (2—15 psig). Close
V-144 and SV-110. Begin to vent the nitrogen from the high-pressure tubes by opening manual
valve V-159 and -139. Vent HPS tank 1 by opening the solenoid valves and SV-106, -108 and -111.
Allow the pressure in the high-pressure storage to decrease to about 30—45 psig, then close the vent
solenoid valve SV-108 and close the manual valves SV-110 and V-144. Use an oxygen detector to
validate that the oxygen concentration in the gas in tube 1 is not greater than 3%. If the gas has 3%
oxygen or less, the storage tank has been properly purged and is ready to be filled with flammable
hydrogen. If the oxygen level is >3%, the tubes must be filled with nitrogen again and the
purge/vent procedure repeated until the oxygen level is <3%. Repeat this procedure for tube 2.
Close V-145 and SV-111. Open V-144 and SV-110. Energize SV-108 to the open position and
begin venting the gas in tube 2 into the vent stack. Monitor the oxygen level with the oxygen
detector. If the oxygen level is <3%, the tank is adequately purged. If the level is >3%, repeat the
fill, purge, and vent procedure. Once tube 2 reaches <3%, vent the pressure to 30—45 psig. De-
energize SV-108 to close this actuated vent valve. Close valves V-139, -142, and V-159.

E.2.3.2 Dispenser Purging

Close V-142. Connect the nitrogen supply to V-161 and open this valve. Open V-148 and -149,
which supply gas to the dispenser. Open the lower door on the dispenser and adjust PR-1 to allow
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N2 flow through the dispenser. Slowly (3-5 s), open PCV-3 on the instrument air supply. Open
BV-1 and -2. Use the dispenser control system (DCS) to open ABV-1, -3, and -4 on the hydrogen
flow run in the dispenser and allow nitrogen to flow through the dispenser and fueling hose/nozzle.
Use the oxygen detector to check the oxygen level of the purge gas exiting the fueling nozzle.
Continue to purge until the oxygen level is <3%. Close BV-1 and -2. Use the DCS to close ABV-1,
-2, -3, -4. Adjust PR-1 to zero psig. Repeat this process for the CNG flow line in the dispenser.

E.2.3.3 Low-Pressure Storage Venting

Release the nitrogen purge from the LPS by closing V-104, -105, -109, and -116. De-energize SV-
101, -103 to close these valves. Open V-110 and energize SV-102 to vent the tank to the vent stack.
Watch the LPS tank pressure on OI-104 and PT-104. Allow the LPS tank pressure to drop to 15-25
psig of nitrogen. Close SV-102 and V-110 when the pressure reaches 15-25 psig. Recheck the
oxygen level in the LPS by sampling at V-111. Close V-111 when sampling is completed.

E.2.4 Starting Hydrogen Generation

1.  Start the Proton HOGEN 300 hydrogen generator. Switch the HOGEN's power disconnect to the
ON position. Check that valves V-101 and —102, which supply instrument air and nitrogen to the
HOGEN, are open. Set the pressure regulators on these supply lines by adjusting PCV-101 and -102.
Open the deionized water valves that feed DI water into the HOGEN 300. Initiate start of the
HOGEN by resetting the controller. Press the RESET switch on the control panel on the HOGEN.
Start the generator by pressing the START button on the HOGEN panel. The generator begins an
automated 5-minute start up sequence that includes an enclosure air purge for 180 s, fluids level
check, ramp up of operating current to 1000 amp, start of electrolysis current and vent for 120 s, and
start and check of the circulating pump for 30 s. Once this 5-minute sequence is complete, the
generator will produce 300 scth of hydrogen gas at 150 psig.

2. Start the hydrogen dryer by pressing the ON button on the dryer control panel. The dryer will set the
actuated switching valves to the initial position. Saturated hydrogen from the HOGEN will enter the
primary adsorber vessel, where moisture will be removed from the hydrogen.

3. Open V-104, -105, -107, -108 to the LPS. Begin hydrogen flow into the inerted low-pressure storage
by opening SV-101 (initiate the START H, FLOW sequence or force SV-101 open with the PLC).
Allow hydrogen to flow into this tank until the tank pressure (PI-104) reaches about 150 psig. At
this point, the operator chooses whether to continue generating hydrogen or to shut down the
generator. The HOGEN automatically begins to ramp down production as the outlet pressure nears
150 psig and will automatically shut down hydrogen production at 150 psig. The operator can
continue to generate gas by starting the PDC compressor and drawing some hydrogen (300 scth) out
of the low-pressure tank. Removing this amount of hydrogen will keep the tank pressure below 150
psig and will allow the HOGEN to continue to generate (~300 scth) hydrogen. If the operator does
not start the PDC compressor, the HOGEN will automatically shut down when the tank pressure
reaches 150 psig. If the operator chooses to stop the production of hydrogen, solenoid valve SV-101
should be closed (de-energized).

E.2.5 Hydrogen Fill to the High-Pressure Storage System

1. Openvalves V-116, -103, -127, -128, -136, -140, -141, -144, and -145. Start the PDC compressor by
pressing the START button, SW-2, on the PDC control panel. Open solenoid valves SV-103, -105
(PDC inlet and outlet) and inlet valves SV-107 and -109 on the high-pressure tubes. At this point,
hydrogen will begin to flow into the high-pressure storage tubes. The pressure indicated on PI-113
and -114 and on PT-113, -114 will begin to increase. During the first fill with hydrogen, the tubes
should only be filled to 150 psig. Then shut off the PDC compressor. Vent the HPS tubes to the
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vent stack until the tube pressure drops to 30—45 PSIG. The vented gas will be a mix of nitrogen and
hydrogen and therefore must be vented safely to the hydrogen vent stack. Do not fill the tubes with
hydrogen beyond 150 psig at first fill. The tube contains a low (3%) oxygen content. Mixing low-
percentage oxygen in high-pressure hydrogen (>300 psig) can be hazardous. Refill the tubes to 150
psig and again purge out to the vent stack. Repeat a third cycle to reduce the nitrogen content to
below 1%. As the tubes are then filled to 6,000 psig with hydrogen, the nitrogen content will drop
below 0.1%.

2. Once the initial hydrogen fill is completed, continue to operate the PDC to fill the tubes to 6000 psig.
The PDC compressor will continue to operate and deliver high-pressure hydrogen to the storage
tubes until the pressure in the tubes reaches 6,000 psig. Pressure switch PSH-203 (6,000 psig) and
PSHH-203 (6,100 psig) on the compressor skid will shut off the PDC when the pressure at the outlet
of the compressor reaches 6,000—6,100 psig. PSH-112 and PT-112 provide additional shutoff for the
PDC at 6500 psig. PSH-112 will initiate an S-1 alarm if the pressure reaches 6,500 psig. PT-113
and PT-114 will also shut down the PDC compressor at 6,200 psig. Once the HPS tubes have
reached 6,000 psig, the system is ready to deliver hydrogen to the dispenser.

E.2.5.1 Initial Hydrogen Dispensing

As with the HPS tubes, the dispenser and piping to the dispenser must be carefully filled and purged
with low-pressure hydrogen to flush the nitrogen and 3% oxygen from the process lines. Open V-142 and
-145 and energize SV-111. Adjust the pressure at PCV-115 to 150 psig. Open V-148 and -149 and SV-
112. Start the dispenser and allow hydrogen to flow to the dispenser and out the vent line to the vent
stack. Allow the hydrogen to flow for about 5 minutes at 10 scfm. This flow and duration should be
adequate to flush the line of nitrogen and trace oxygen. Shut down the dispenser. The dispenser is now
ready for the first vehicle fill.

E.3 STEADY-STATE OPERATION

When the system is operating at steady state, the HOGEN produces ~300 scth of saturated hydrogen.
The dryer produces 270 scth of -80°F dew point hydrogen, and vents 30 scth of wet hydrogen to the
hydrogen vent stack. The PDC compressor delivers ~270 scfth of high-pressure hydrogen to the high-
pressure storage tubes. This steady state will continue until the high-pressure tubes reach 6,000 psig. At
this point, the PDC compressor will shut down. The HOGEN will continue to produce hydrogen and
refill the low-pressure storage until this tank reaches ~150 psig, at which pressure the HOGEN will ramp
down its production of hydrogen.

E.4 DISPENSER OPERATION

The hydrogen-fueling dispenser has two fueling hoses. One hose is set to deliver only 100%
hydrogen at a maximum pressure of 5,000 psig. The second hose is set to deliver a blend of hydrogen
and CNG. The driver/fueler can select either a low-hydrogen blend (H,/CNG) or a high-hydrogen blend
(Ho/CNG) for a 3,600-psig-vehicle CNG tank. The blend ratios are programmable within the control
panel PLC to deliver a 5 to 50% H,/CNG blend. Only authorized system operators can program the two
(high and low) blend ratios. Once programmed, the selector switch on the fueling dispenser will only
allow the driver/fueler to deliver a low or a high-hydrogen blend to the vehicle. The driver/fueler cannot
change the preprogrammed H,/CNG blend ratios at the fueling dispenser but can only select LOW or
HIGH on the dispenser. This design is similar to a conventional gasoline dispenser—the driver can select
the grade of gasoline desired (high test or regular) but cannot change the octane rating of the selection.
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Fueling can be accomplished while the PDC compressor is operating. Hydrogen can be delivered to
the fueling dispenser from either the high-pressure storage tube, from both tubes at the same time, or from
the PDC compressor. Normally, the system operates as a priority sequencing system. The HPS tubes are
filled by the PDC compressor in priority, with tube 2 filled first through SV-109, then tube 1 is filled
through SV-107. In this way, tube 2 is maintained at the highest pressure to ensure sufficient high-
pressure hydrogen is available to complete the vehicle fill to 5,000 psig. Sequencing valves SV-110 and
-111 control the flow of hydrogen from the HPS to the dispenser. The PDC will continue to fill
whichever tube is not dispensing hydrogen to the fuel dispenser until the 6,000-psig pressure switch trip
point is reached. The sequencing valves are pneumatically actuated and are controlled by the dispenser
control system (DCS). The selection of tube 1 or 2 depends on the flow rate required and pressure
available in each tube. The system also allows direct supply of hydrogen from the PDC compressor to the
dispenser through SV-106.

E.4.1 Initializing the Hydrogen Dispenser

1. Set the H2/CNG blend ratios in the control panel PLC logic. This ratio set point is password
protected, so only authorized operators may change the setting.

2. Open valves V-144 and -142 and solenoid valve SV-110. This allows hydrogen to flow to PCV-115.
PI-115A should read ~6,000 psig. Set the delivery pressure on PI-115 by adjusting PCV-115 to
about 5,200 psig.

3.  Remove the lower door on the dispenser and adjust PR-1 to 5,000 psig. Open the pneumatic ball
valve (PCV-3) on the instrument air supply slowly (3 to 5 s to full open), allowing instrument air to
enter pneumatic valves ABV-1, -2, -3, and -4. Replace the door and turn power to the dispenser to
ON.

E.5 VEHICLE FUELING

1. Swipe the credit card through the credit card reader and wait for acknowledgement that the card has
been read. Once the card is read, the control system will open solenoid valve SV-112. This allows
hydrogen to flow from both storage tubes to the hydrogen fueling dispenser. (Note that the control
system PLC can be programmed to draw hydrogen from one or both tubes or directly from the
Compressor.)

2. The card reader will verify what type of fuel the operator is authorized to use and will only enable
refueling for the fuel specified. No other dispensers or nozzles will be enabled.

3. Select either the 100% H; nozzle or the H/CNG blend nozzle from the dispenser and connect the
nozzle to the vehicle fueling port. If the fuel is H,/CNG blend, select either the LOW or HIGH
HYDROGEN position on the dispenser selector switch.

4. Move the ON/OFF lever to the ON position. The dispenser will sense the pressure in the fuel tank
and measure the ambient temperature. The system will calculate the criteria for each fill based on
the initial measurements. The dispenser then initiates the purge cycle through the fill nozzle. The
blended fuel hose also opens a solenoid valve to deliver a fuel sample to the blended gas FUEL GAS
ANALYZER, which checks the composition and fuel value of the blend. Once the nozzle purge
sequence is completed, hydrogen or Hy/CNG starts to flow to the vehicle. The dispenser
continuously monitors the pressure and temperature of the gas as it enters the fuel tank to ensure that
the right amount of fuel is delivered.

5. Once the vehicle is filled to the required pressure, the dispenser will shut off the gas flow and will
purge the fill nozzle. A signal from the dispenser controls also de-energizes SV-112 in the hydrogen
feed line from the high-pressure storage to the dispenser. The vehicle operator may then disconnect
the fill hose. The vehicle operator will then cap the fill port and hang up the hose.
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E.6 STARTUP AFTER NORMAL SHUTDOWN

Run a test of the UV/IR flame detectors to ensure they are operating properly. Initiate a manual built
in test (BIT) by pressing momentarily on push button BIT Manual Test on the central control panel.
The UV/IR detectors will run through a manual diagnostic test, checking the electrical circuitry, the
sensors, and the sensing window cleanliness. A successful manual BIT activates the following: fault
relay is closed, the alarm relay activates for 3 s, the accessory relay is activated for 3 s, the 4 to 20-
mA output will go to 20 mA (or 16 mA if only SW1-7 = on and SW1-6 = off). An unsuccessful BIT
activates the following: the fault relay is released, and the 4 to 20-mA output goes to zero. And if
the BIT is unsuccessful, the plant operators must determine why it was unsuccessful and correct the
problem. The BIT must be run again until a successful test is completed.

Warning: Failure to complete a successful BIT means that the flame detection system is not working
properly and it will not detect a flame. Failure of the flame detectors will put personnel and
property at risk and may result in injury or death to personnel. Do not proceed with the hydrogen
system startup until the flame detector system is fully operational and has passed a successful BIT
test.

If the BIT is successful (4 to 2-mA output goes to 20 mA), the detector status returns to normal, and
the flame detector system is ready to scan the area and detect a flame. Each detector must be tested
and pass a successful BIT before starting the hydrogen or CNG systems. The UV/IR system must
pass the BIT before you proceed.

Run a check of the flammable gas detection system. Ensure that the detector(s) are properly
calibrated and that the alarm output is functioning properly.

Start up the nitrogen generator. Turn on the compressed air supply, following the air compressor's
operating instructions. Check that the air pressure out is 90 to 150 psig. Open the air supply valve to
the generator. Turn the main power switch to the OFF position. Turn on the power circuit for the
nitrogen generator at its disconnect box. Turn the main power switch on the generator control panel
to the ON position. The power indicator light should be lit ON. The pressure should show on the
peak pressure gauge. Nitrogen should begin to flow into the product tank.

When the product pressure reaches 75 to 80 psig, an amber light will illuminate, and nitrogen
production will stop until the product pressure falls below 55-60 psig. Check product purity, using
the integral oxygen analyzer. Purity should be >97% nitrogen before the nitrogen is used as a purge
gas. Once the purity is reached and product pressure has reached 75-80 psig, the nitrogen may be
used to purge the hydrogen production, compression, and storage system.

Start the Proton HOGEN 300 hydrogen generator. Switch the HOGEN's power disconnect to the
ON position. Check that valves V-101 and —102, which supply instrument air and nitrogen to the
HOGEN, are open. Set the pressure regulators on these lines by adjusting PCV-101 and -102. Open
the de-ionized water valves that feed DI water into the HOGEN 300. Initiate start up of the HOGEN
by resetting the controller. Press the RESET switch on the control panel on the HOGEN. Start the
generator by pressing the START button on the HOGEN panel. The generator begins an automated
S-minute start up sequence that includes an enclosure air purge for 180 s, fluids level check, ramp up
of operating current to 1000 amps, start of electrolysis current and vent for 120 s, and start and check
of the circulating pump for 30 s. Once this 5-minute sequence is complete, the generator will
produce 300 scth of hydrogen gas at 150 psig.

Start the hydrogen dryer by pressing the ON button on the dryer control panel. The dryer will set the
actuated switching valves to the initial position. Saturated hydrogen from the HOGEN will enter the
primary adsorber vessel where moisture will be removed from the hydrogen.
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10.

11.

Begin hydrogen flow into the low-pressure storage by opening manual valves V-4, -5, -7, and -8 and
actuating valve SV-101 (initiate the START H, FLOW sequence or force SV-101 open with the
PLC). Hydrogen will begin to flow out of the HOGEN and through the dryer adsorber bed and then
into the LPS tank. Allow hydrogen to flow into this tank until the tank pressure (PI-104) reaches
about 150 psig. At this point, choose whether to continue generating hydrogen or to shut down the
generator. The HOGEN automatically begins to ramp down production as the outlet pressure nears
150 psig and will automatically shut down hydrogen production at 150 psig. You can continue to
generate hydrogen gas by starting the PDC compressor and drawing some hydrogen (300 scfh) out of
the low-pressure tank. Removing this amount of hydrogen will keep the LPS tank pressure below
150 psig and will allow the HOGEN to continue to generate hydrogen (~300 scfh). If you do not
start the PDC compressor, the HOGEN will automatically shut down when the LPS tank pressure
reaches 150 psig. If you choose to stop the production of hydrogen, then close solenoid valve SV-
101 (to de-energize).

Open valves V-116, -103, -127, -128 , -136, -140, -141, -144, and -145. Start the PDC compressor
by pressing the START button, SW-2, on the PDC control panel. Open solenoid valves SV-103,
-105 (PDC inlet and outlet) —107, and -109 (the inlet valves on the high-pressure tubes. At this
point, hydrogen will begin to flow into the high-pressure storage tubes. The pressure indicated on
PI-113 and -114 and on PT-113 and -114 will begin to increase.

The PDC compressor will continue to operate and deliver high-pressure hydrogen to the storage tubes
until the pressure in the tubes reaches 6,000 psig. Pressure switch PSH-203 (6,000 psig) and PSHH-
203 (6100 psig) will shut off the PDC when the pressure at the outlet of the compressor reaches
6,000-6,100 psig. PSH-112 provides an additional shut off for the PDC at 6,000 psig. PSH-112 and
PT-112 provide an additional shutoff for the PDC at 6,500 psig. PSH-112 will initiate an S-1 alarm if
the pressure reaches 6,500 psig. PT-113 and -114 will also shut down the PDC compressor at 6,200
psig. Once the HPS tubes have reached 6000 psig, the system is ready to deliver hydrogen to the
dispenser.

E.7 EMERGENCY SHUTDOWN

Emergency shutdown (ESD) can be initiated from the control room or from any of the remote ESD
red mushroom head ESD buttons located throughout the facility

When an emergency shutdown is initiated, it will:

- De-energize and close all actuated valves in the hydrogen system, isolating and capturing the
hydrogen within the storage vessels and process piping.

- Stop the PDC compressor drive motor (if operating).
- Shut off the fueling dispenser, closing all valves in the dispenser.
- Shut off the air compressor feeding the nitrogen generator.

- Shut down the HOGEN 300 by interrupting the signal into the unit on terminal/port J102. This
will cause the generator to shut down and vent the hydrogen out of the unit into the vent stack.

- Keep the UV/IR flame detectors energized and operating.
- Keep all visual and audible alarms operating.
- Keep the flammable gas detector operating.

- Maintain all pressure transmitters and switches, temperature transmitters and switches, flow
transmitters and switches operating, so that the operators in the control room can monitor the
process conditions in the hydrogen system.
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- Maintain the data output from the HOGEN 300 through data port J101.

- Maintain power to the nitrogen generator except for the feed air compressor. The nitrogen
generator may be shut down by turning the main power switch on the generator to the OFF
position.

- Maintain lighting in the area.
- Maintain power to the control room panel and communication system.

- Initiate an S-2 alarm with callouts to APS plant management and local emergency response
personnel. See Alarms above (Section C.1.4).

In the event of an emergency shutdown, plant personnel should attempt to determine its cause and
then determine what emergency response actions are required. This may include evacuation of the
site and surrounding areas if deemed necessary by plant personnel. The ESD will initiate an
immediate emergency response by Arizona Public Service security and plant personnel to assist
emergency response teams into the facility and provide them with information regarding the nature
of the cause for the ESD.

E.7.1 OPERATION OF THE HELIUM PURGE SYSTEM

The helium purge system is used for fire suppression in the event a fire occurs in the hydrogen vent
stack. System operation can be initiated from a remote location by pressing the Helium Purge ON button
on the control panel. This will open the actuated valve on the purge system, allowing helium to flow into
the vent stack. This inert gas purge will suppress the hydrogen flame. There is also a backup nitrogen
purge that can be manually opened to maintain an inert purge to the stack.

E.7.2 OPERATION OF THE FIRE SPRINKLER SYSTEM

The gas building and the adjoining auxiliary equipment room are equipped with a water sprinkler
system in the event of a fire. A fusible link in the sprinkler head ensures automatic flow of water into the
area of a fire. This system is not intended as a fire fighting measure but rather provides a means to keep
equipment and storage vessels cool until the supply of fuel is exhausted. If the system is tripped, it will
initiate an automatic call to local fire companies.

E.7.3 CONNECTIONS FOR FIRE DEPARTMENT HOOKUPS

There are two fire hydrants available to the fire department. The first hydrant is about 100 ft east of
the gas building and about 50 ft east of the dispensing station. This hydrant is located on Arizona Public
Service property within the 501 facility yard area. A second hydrant is located on 2" Avenue,
immediately south of the gas building.

E.8 NORMAL SHUTDOWN

Normal shutdown is defined as a system shutdown conducted in a managed, controlled fashion to
bring the hydrogen system to a static condition in which the HOGEN is not generating hydrogen, the
PDC compressor is not operating, and the storage and dispensing systems are inactive. In normal
shutdown, the sensing devices and control circuits remain active so that the operators in the control room
can monitor the status of the hydrogen system and the flame and flammable gas detectors. In normal
shutdown, the active elements of the subsystems will be shut down (hydrogen cell stack, dryer,
compressor, fuel dispenser).
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In normal shutdown, follow this sequence:

1. Shut down the HOGEN 300 hydrogen generator by depressing the red STOP button on the control
panel of the generator (or from a remote location by interrupting the J102 terminal). This will
remove all dc power from the cell stack, preventing generation of any hydrogen. The hydrogen gas
in the generator will vent to atmospheric pressure through the hydrogen vent stack. The water in the
generator will drain if the ambient temperature is below 40°F. All valves in the generator will revert
to their unpowered state, resulting in venting and depressurization of the HOGEN.

2. Allow the HOGEN to complete its shutdown and cool down (about 15 to 30 minutes); then, turn off
the chiller.

3. Close all solenoid valves in the hydrogen process piping by de-energizing these valves. Close select
manual valves if the shutdown is for an extended time (weekend) such as V-103, -108, -110, -111,
-116, -127, -142, -148, -149. These valves will isolate the storage tanks and the fuel dispenser.

4. Turn off the power to the fueling dispenser by turning the power switch on the dispenser to the OFF
position (note that this will de-energize all electrical items in the dispenser and will de-energize the
electrical output from the sensors in the dispenser.

5. Shut down the PDC compressor by pressing the STOP button. This will allow all controls and
sensors to remain active in the compressor skid. You may completely de-energize the PDC by
switching the electrical disconnect for the PDC to the OFF position.

6. Turn off the feed air compressor to the generator. Turn off the nitrogen generator by turning the
main power switch to the OFF position.

7. Turn off the hydrogen dryer by pressing the STOP button on the control panel.

E.9 EXTENDED SHUTDOWN

An extended shutdown is one that will persist for an undetermined length of time but greater than
2 weeks. It is not a shutdown for weekends or holidays. Generally, in an extended shutdown the storage
tanks and tubes that contain hydrogen will be de-pressurized to about 10—15 psig of hydrogen gas. For a
very long shutdown period, or for major maintenance, the storage tubes/tanks should be de-pressurized
and then purged with nitrogen until the atmosphere in the process piping and tanks/tubes is below 3%
oxygen and below 25% of the LEL for hydrogen. The nitrogen pressure in the system should be set at
about 10—15 psig.

All safety systems, UV/IR detectors, and flammable gas detectors should remain active during the
extended shutdown until or unless the hydrogen system is completely shut down and purged with
nitrogen. Only then should the safety systems, flame detectors, and flammable gas detectors be
decommissioned (note that if the CNG system is still active, all of the safety systems, flame detectors,
flammable gas detectors must remain active. It is recommended that these systems remain active even if
the hydrogen and CNG systems have both been shut down and nitrogen purged. Operators must make an
informed decision as to whether to shut off the safety systems, gas detectors, and flame detectors).

1. Turn off power to each subsystem.

- Turn the main power switch on the nitrogen generator to OFF. Switch the power disconnect to
OFF.

- Turn the power switch on the fueling dispenser to OFF. Switch the power disconnect to OFF.

- Press the STOP button on the PDC compressor. Switch the control panel power disconnect
handle to OFF. Switch the main power disconnect to OFF.
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- De-energize all solenoid valves.

- De-energize all process gas sensors, transmitters, and switches.

Close all manual valves. Check the pressure in each subsystem by looking at the local gauge and
reading the pressure on the transmitters at the control panel. If there is excess pressure, then safely
bleed the pressure to vent until the pressure is 10—15 psig.

Lock out and tag out all electrical disconnects.
Lock out select manual valves.

Secure the area.
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APPENDIX F - FLAME SCANNERS AND SENSORS

Figures F.1 and F.2 depict the gas detector scan footprint (blue). The six combustible gas detectors
monitor both hydrogen and natural gas levels in the equipment room in 1% increments of lower
flammability limit (LFL). An alarm condition exists if 25% of LFL for either hydrogen or natural gas is
reached. An emergency shutdown (ESD) is initiated when 50% LFL is reached for either hydrogen or
natural gas.

Figure F.1. Gas detector scan footprint (overhead).

Figure F.2. Gas detector scan footprint (oblique).
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Figure F.3 depicts the high-level IR/UV flame scanner footprint (red). The two scanners located
mid-depth at a level of 35 ft above the floor elevation monitor the foot print space for sources of infrared
or ultraviolet radiation. If a flame is detected, an ESD is initiated within 3 milliseconds.

Figure F.3; IR/UV High Level Scanner Footprint (ground level)

Figure F.4 depicts the high-level IR/UV flame scanner footprint (red). The two scanners located
mid-depth at a level of 35 ft above the floor elevation monitor the foot print space for sources of infrared
or ultraviolet radiation. If a flame is detected, an ESD is initiated within 3 milliseconds.

Figure F.4. IR/UV high-level scanner footprint (oblique).
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Figure F.5 depicts the corner IR/UV flame scanner footprint (red). The four scanners located at the
room corners at a level of 13 ft above the floor elevation monitor the foot print space for sources of
infrared or ultraviolet radiation. If a flame is detected, an ESD is initiated within 3 milliseconds.

Figure F.5. IR/UV corner scanner footprint (oblique).

Figure F.6 depicts the corner IR/UV flame scanner footprint (red). The four scanners located at the
room corners at a level of 13 ft above the floor elevation monitor the foot print space for sources of
infrared or ultraviolet radiation. If a flame is detected, an ESD is initiated within 3 milliseconds.

Figure F.6. IR/UV corner scanner footprint (ground level).
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APPENDIX G — COMPRESSED NATURAL GAS SYSTEM OPERATIONS

Rev. 0, July 9, 2001

G.1 NORMAL STARTUP

To conduct normal startup, proceed as follows:

1. Open the supply from Southwest Gas (V-101) and activate AOV-102.

a.

b.

C.

Open one filter (V-105/V-108 or V-109/V-112), with the other filter line closed and filter drains
closed.

Verity that the SWG supply pressure is 30 psi (PI 104 and PI 118).
Verify that the blowdown filter is set to drain.

2. Open the by-pass supply to Gemini V-119 and V-18.

3.  Gemini discharge valve configuration:

Open V-19, -20, -20A.
Valve into operation one set of coalescening filters:

Open V-21 and V-22 and Close V-23 and V-24
Or Close V-21 and V-22 and Open V-23 and V-24.

4.  Open V-25 at fill and dispenser cabinet 1.

5. Optional the booster blower or Hy-Bon compressor:

a.

Open the suction valve to the booster compressor (V- 116) and booster compressor discharge
valve V-120.

Go to electric panel HB; put breaker 7 to ON, local disconnect to ON at Hy-Bon compressor.

Start the booster compressor by pushing ON at the compressor; observe discharge pressure at 55
psig.

6. Go to electric panel H1; put switch breaker to ON, local disconnect switched to ON.

7. Go to the Murphy panel; reset the alarm panel, switch key to H (hand) or A (automatic).

a.

When power is first applied to the Murphy panel, there is a power up delay of 30 s. This delay
is to ensure that line voltage is within parameters; if there is a momentary loss of power during
this delay, the sequence will reset and start over automatically.

The air-operated valve on the Gemini compressor will activate the buffer tank to by-pass.

The compressor inlet valve will open and the compressor will start. The first stage should reach
180 psi immediately.

The Gemini compressor output bypass to the buffer tank will open SV 13.

The compressor starts (run signal failure timer is 5 s, fixed). The hour meter is started after the
run signal failure timer expires.

The inlet valve opens SV-14.
The buffer tank blowdown valve closes SV-11 (blowdown timer is 30 s, adjustable).

The compressor output by-pass closes SV-13, and SV-12 opens.
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i.  The compressor is now running loaded.

j-  The blowdown valve (SV-14) will automatically open after 45 minutes (adjustable) for 5
seconds (adjustable), and then close. The blowdown valve will continue to automatically cycle
through the compressor operation. While the blowdown valve is open, the Class P shutdowns
will be disarmed; when the blowdown valve closes, the Class P timer will time and rearm the
Class P shutdowns.

k. The compressor will operate until a Stop signal is initiated at the Murphy panel, or there is an
automatic shut down, or the key switch on the Murphy panel is turned to OFF.

1. The Stop signal will initiate the cool-down timer (5 s), as the blowdown valve is opened. The
compressor suction inlet closes (time adjustable) with the command to close the blowdown
valve. By adjusting these delays, the inlet valve can be closed while the motor is still running,
or after the motor stops. The blowdown valve can be closed any time after the motor stops.

To resume operation after an abnormal shutdown, the condition creating the shutdown must be
corrected. Then, the system must be reset by turning the OFF/HAND/AUTO from the AUTO or HAND
position to the OFF position; wait for at least 2 s, then switch back to AUTO or HAND.

When more than five complete START — STOP cycles occur, a common short-cycle shutdown will
initiate (number of cycles is adjustable. High START-STOP cycles usually indicate a leak in the
downstream piping.

System parameters under normal and shutdown conditions are shown in Table G-1.

Table G-1. Normal operation.

Normal Shutdown
Booster Blower
Booster suction pressure 30 psi
Booster discharge pressure 55 psi
Gemini Compressor
Oil pressure 45-55 psi 25 psi
Gemini suction pressure 55 psi 30 psi
Gemini suction temperature 80°F
Gemini 1% stage discharge pressure 237 psi Lo 180 psi; Hi 300 psi
Gemini 1% stage discharge temperature 300°F
Gemini 2™ stage suction temperature 120°F
Gemini 2™ stage discharge pressure 593 psi Lo 500 psi; Hi 600 psi
Gemini 2™ stage discharge temperature 249°F
Gemini 3" stage suction temperature 120°F
Gemini 3" stage discharge pressure 1674 psi Lo 1550 psi; Hi 1800 psi
Gemini 3" stage discharge temperature 266°F
Gemini 4" stage suction temperature 120°F
Gemini 4™ stage discharge pressure 5069 psi
Gemini 4" stage discharge temperature 277°F
CNG compressor discharge temperature 120°F
CNG compressor discharge pressure 5000 psi
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G.2 ROUTINE MAINTENANCE

Daily maintenance requirements are as follows:

e Check the Gemini compressor oil level in the sight glass and makeup tank. Add oil as required.

*  Check the Gemini lubricator cycle indicator for operation. Adjust as necessary.
e Check the Gemini oil pressure. Ifit is below 25 psi, shut down the compressor and contact a service

representative.

*  Check the differential pressure in the natural gas supply filters and blowdown.

*  Check each discharge temperature gauge of the Gemini Compressor for abnormal operating
temperature. If it is consistently above 325°F, contact a service representative.

*  Check the compressors for oil and gas leaks. If leaks are detected, identify the location, shut down
equipment, and repair the leak.

*  Check the differential pressure across the compressor outlet filters and blowdown.

*  Check for normal operating pressures from each compressor stage and storage tanks.

*  Blow down each tank of gas storage as needed.

e Check the differential pressure across dispenser filters and blowdown.

Table G-2 lists the equipment lubrication requirements.

Table G-2. Equipment lubrication.

SN C4708
4-stage, 300 cfm

rust and corrosion inhibited,
anti-wear.

Equipment Mfg Model Lubricant Quantity
Compressor Model HPSS-125 Normal operation: SAE 40 Crankcase: 23
Gemini Unit No. 11316 weight, ISO 150 grade quarts

Compressor Motor

125 hp, 1760 rpm

Grease:

As required

Hy Bon SN 7302

inhibited

U.S. Motors 480V, 200 amp, 3 phase
SN X783119
Blower ac compressor Model 8 DB (AC8DB) Normal operation: ISO 50 Crankcase
(Hy-Bon Assembly) SN 4002-79606-1 grade, rust and corrosion 8 quarts

Motor Blower
Worldwide Electric

40 hp, 1775 rpm
480 V, 46 amp, 3 phase

Grease:

As required

5 hp, 120-gal storage vessel
Duplex 3 phase

60-104 F SAE 30 ISO 100

Corporation (China) TEFC Class F
Model WW40 324T
Instrument Air Model 0005012D00173 0-32 F SAE 10W ISO 32 1.5-liter each
Quincy Compressor SN 5143613 32-80 F SAE 20 ISO 68

Motor Instr. Air (2)
Baldor

Model EM3218T
SN F0103264539
SN F0103264594
5hp, 480 V

3-phase 6.4 amps

Grease:

As required
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APPENDIX H — CODES AND STANDARDS

Research into the applicability of codes and standards for a facility to generate hydrogen shows that
there is no comprehensive standard governing the design of such facilities. The Idaho National Engineer-
ing and Environmental Laboratory (INEEL) reports that "There are no specific codes pertaining to the
generation of hydrogen and few recommended practices dealing with hydrogen refueling; however, there
are numerous standards dealing with hydrogen as an industrial gas." There are several industry standards
and recommended practices, however, that apply to the components of such systems, such as the ASME
Boiler and Pressure Vessel Code, Section VIII, "Rules for the Construction of Pressure Vessels." In some
cases, these standards are referenced by other codes, and in other cases have been adopted based on the
judgment of the design professional or Pinnacle West.

No comprehensive standard exists for dispensing gaseous hydrogen fuel. Some limited research has
been completed by the National Energy Laboratories in Idaho and Colorado; however, this new technol-
ogy does not yet have a corresponding common set of rules. The INEEL report goes on to state that
"Guidance from natural gas vehicular fuel codes is considered appropriate for ensuring safety of hydrogen
handling, as long as hydrogen's unique physical and combustion properties are accounted for when fol-
lowing that guidance." This project has, therefore, adopted NFPA 52, applying the CNG dispensing
standards to the hydrogen dispensing, based on the fact that both are "lighter than air, low-energy, spark-
ignitable gases."

The Alternative Fuels Pilot Plant was designed in accordance with the requirements of the following
codes and standards:

American Society of Mechanical Engineers Boiler and Pressure Vessel Code, Section VIII, "Rules for the
Construction of Pressure Vessels."

American Society of Mechanical Engineers Code for Chemical Plant and Petroleum Refinery Piping,
B31.3.

Compressed Gas Association Standard for Hydrogen Piping at Consumer Locations, G5.4.
Compressed Gas Association Standard for Hydrogen Vent Systems, G5.5.
Compressed Natural Gas Vehicular Fuel Systems Code, NEPA 52, 1998 edition.

Guide for Venting of Deflagrations, NFPA 68, 1998 edition, where the basic assumptions of the NFPA 69
model for evaluating a deflagration apply to this structure.

National Electric Code, NFPA 7, 1996 edition, as adopted by the City of Phoenix.

Standard for Gaseous Hydrogen Systems at Consumer Sites, NEPA 50A, 1999 edition, with selective
application to a hydrogen generation process.

Uniform Building Code, 1997 edition, as adopted by the City of Phoenix.

Uniform Fire Code, 1997 edition, as adopted by the City of Phoenix, Articles 52, 80, and Standard 52-1.
Uniform Mechanical Code, 1997 edition, as adopted by the City of Phoenix.

Uniform Plumbing Code, 1997 edition, as adopted by the City of Phoenix.

At the outset of this project, a code analysis site plan was developed, showing all of the existing
buildings on the east side of Second Avenue at the 501 Facility of Arizona Public Service. As part of this
effort, each of the buildings was examined visually to determine its construction type, occupancy, and fire
protection features. This analysis was given to the City of Phoenix for review and comment, and the

comments received from the City of Phoenix were incorporated into the design of the Alternative Fuels
Pilot Plant.
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