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Table 1.

centrifugal

Fluid Catalytic Cracking capacity vs. manufoc-

turing cost.
Capacity,
Bbl/Stream Dry 20, 000 50, 000
Investment, $ /Bbl. 370 260
Direct Operating Costs,
$ /Bbl.
Catalyst 0. 0495 0. 0495
Utilities 0. 0595 0. 0595
Labor 0. 0247 0.0145
Sub Total 0.1337 0.1235
Indirect Operating Costs. $/Bbl
Maintenance
Depreciation, Interest,
Taxes, Insurance 0. 2580 0. 1812
TOTAL 0. 3917 0. 3047

Table 2. Naphtha-based ethylene copacity vs. manufac-
turing cost.

Capacity, MM 1b. /yr. 330 1, 000
Investment, $ MM 15.0 30.0
Working Capital, $ MM 2.5 5.0

Total Capital, § MM 17.5 35.0
Direct Operating Costs,
¢/1b. Ethylene

Feedstock 3.26 3.26
Utilities 0.73 0.66
Catalysts & Chemicals 0.04 0.04
Lakor 0.15 0.05

Sub Total 4.18 4.01

Indirect Operating Costs,
c/lb. Ethylene
Maintenance, Depreciation,
Interest, Taxes, Insurance 0.43 0.29
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Sub Total 4.61 4.30
Co-Product Credits,
c/lb. Ethylene 3.67 3.67
TOTAL 0.94 0.63

Table 3. Ammonia capacity vs. manufactusing cost

Capacity, ton/day 333 1, 000
Compressor-Driver Recip-Motor Centrif-Turbine
Investment, $ MM 7.5 14.0
Workiing Capital,
$ MM 1.1 2.1
TOTAL 8.6 16.1

Direct Operating Costs, $/Ton

Natural Gas @

257/ MM Btu 7.42 8.00
Utilities 6. 66 .56
Catalysts &

Chemicals .55 .70
Labor 2.70 .90
Sub Total 17.33 10.16
Indirect Operating
Costs, S/Ton
Maintenance,
Depreciation, Interest,
Taxes Insurance 15. 52 9.20
TOTAL 32.85 19. 36
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Fig. 1. Largest single-train ammonia plant vs. year
onstream.
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Fig. 2. Largest ethylene and FCC units by date.
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