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Abstract: Natural gas sweetening is required to remove the acid gas CO, to meet gas grid
specifications. Membrane technology has a great potential in this application compared to the
state-of-the-art amine absorption technology. Carbon membranes are of particular interest due
to their high CO,/CHy selectivity of over 100. In order to document the advantages of carbon
membranes for natural gas (NG) sweetening, HYSYS simulation and cost evaluation were conducted
in this work. A two-stage carbon membrane process with recycling in the second stage was found to
be technically feasible to achieve >98% CH,4 with <2% CHy loss. The specific natural gas processing
cost of 1.122 x 102 $/m? sweet NG was estimated at a feed pressure of 90 bar, which was significantly
dependent on the capital-related cost. Future work on improving carbon membrane performance is
required to increase the competitiveness of carbon membranes for natural gas sweetening.

Keywords: natural gas; carbon membranes; CO, removal; process simulation; cost estimation;
methane loss

1. Introduction

Natural gas (NG) is becoming one of the most attractive and growing fuels for world primary
energy consumption because it is a cleaner energy source compared to other fossil fuels like coal and
crude oil [1,2]. However, raw natural gas produced from gas wells usually contains light and heavy
hydrocarbons (HHCs) and other impurities, such as H,O, H;S, and CO,. Natural gas sweetening
is mandatory to remove the acid gases H,S and CO, to meet the legal requirements and gas grid
specifications. Various technologies, such as chemical absorption [3], pressure swing adsorption
(PSA) [4-6], and membranes [7,8], have been used for CO, removal from natural gas. Among them,
conventional amine absorption is implemented in industrial processes and is still considered as the
state-of-the-art technology for this application. However, membrane systems possess many advantages,
such as small footprint, low capital and operating costs, environmental friendliness, and process
flexibility [9], which show great potential for natural gas sweetening. However, commercial polymeric
membranes used for natural gas sweetening, such as cellulose acetate (CA), cellulose triacetate (CTA),
and polyimide (PI), have relatively low separation performance (i.e., low CO,/CHyj selectivity and low
CO; permeance) due to membrane compaction and plasticization [10], which lead to high costs due
to a larger required membrane area and a shorter lifetime. This indicates the need to develop novel,
high performance membranes materials. Recently, carbon nanotubes (CNTs)-reinforced polyvinyl
amine (PVAm)/polyvinyl alcohol (PVA) in a blended fixed-site-carrier (FSC) membranes were reported
to show good separation performance at moderate pressure operation (up to 40 bar) and relatively good
long-term durability when exposed to different impurities [10]. However, there are still challenges to
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maintain separation performance at higher pressure of >40 bar (especially >80 bar in most natural gas
plants). Mechanically strong carbon membranes can potentially address this challenge of being able
to operate at high pressure without significant loss of separation performance. Different polymeric
precursors, such as polyimides (PI) and cellulose derivatives, have been used for fabrication of carbon
membranes [11-15]. Hollow fiber carbon membranes made from cellulose acetate showed high
CO,/CHy selectivity (>100) but only a moderate CO, permeance (<0.1 m3(STP)/(m?-h-bar)) due
to a thick wall with a symmetric structure at low pressure of <8 bar [16]. A recent study reported
good separation performance at moderate and high pressure of up to 20 bar with a feed gas of
40% CO,/60% CH,y [17]. It should be noted that carbon membrane selectivity is usually much
higher compared to commercial polymeric membranes (<30). High selectivity can significantly
reduce operating cost and methane loss. However, a relatively lower CO, permeance of carbon
membrane will increase membrane unit cost due to a larger required membrane area. A membrane
material with high performance of both CO,/CHyj selectivity and CO, permeance can provide a
competitive technology for CO, removal from high-pressure natural gas. It should be noted that
technology feasibility analysis should be conducted before bringing any membrane material into pilot
demonstration and/or commercial application. Process design is essential for an energy-efficient
membrane technology for natural gas sweetening, which usually depends on membrane separation
performance, process operating parameters, such as feed CO, concentration, as well as the product
requirements, e.g., CHy purity and CHy loss. Several researches have reported on different polymeric
membranes for CO, removal from natural gas based on process design and simulation [18-23].
The latest two-stage CNT-reinforced FSC membrane systems for CO, removal from moderate-pressure
(40 bar) natural gas were reported by He et al. [24], and a lower natural gas processing cost was
obtained compared to amine absorption. However, these membranes may not be competitive for
high-pressure processes (e.g., >60 bar). Therefore, in this work, a techno-economic feasibility analysis
was conducted to evaluate the advantages of carbon membranes for CO, removal from natural gas.
Moreover, attention was particularly paid to the influence of permeate pressure on membrane system
performance, which has not been reported in the literature as yet.

2. Methods

2.1. Process Design

Large conventional gas fields are becoming less accessible, which has leads to the need for
embracing more challenging gas resources containing high CO, and HjS [24]. CO, content in natural
gas is very much dependent on the fields and will usually increase as time passes. Natural gas with
higher CO; content are more challenging to process with conventional amine absorption due to the
requirement of larger columns and higher energy consumption. However, membrane systems show
a great flexibility to tolerate the variations in feed CO; content, which is particularly relevant for
enhanced gas recovery where CO, content in the produced natural gas changes over time. Moreover,
membrane technology would be beneficial for offshore platform operations due to its small footprint
and low energy consumption. Process design is essential to provide an energy-efficient membrane
technology for natural gas sweetening. Two-stage membrane systems have been previously reported
for CO, removal from natural gas using FSC membranes [21,24], and recycling in the second stage is
required to achieve a low methane loss. Therefore, two membrane processes, illustrated in Figure 1,
are required for natural gas sweetening with different feed CO, content to achieve the separation
requirements. Sweet natural gas with high CHy purity (>98 vol.%) is produced in the first-stage
retentate stream for natural gas with a low CO; content (e.g., 10 vol.%), as shown in Figure 1A.
Recycling of retentate stream in the second stage can achieve a low CHy loss (<2%). For natural gas
with high CO, content (e.g., 50 vol.%), high-purity sweet natural gas can only be produced in the
second-stage retentate stream, as indicated in Figure 1B. The recycling of the second-stage permeate
can secure a low methane loss.
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Figure 1. Membrane processes for natural gas (NG) sweetening, (A) 10% CO; feed; (B) 50% CO, feed.

2.2. Simulation Basis

The performance of carbon membranes reported in a previous work [17] was used as
the simulation input in this study. It is worth noting that gas permeance and selectivity are
pressure-dependent, as described in Table 1 (membrane performance at different pressure was
predicted based on the model fitted to the experimental data), which provides a more accurate
evaluation on technology feasibility. Two simulation scenarios with various feed composition,
feed pressure (pr), and permeate pressure (pp), listed in Table 2, were conducted by HYSYS integrated
with ChemBrane (in-house membrane module [25]). The detailed membrane model has been described
in a previous work [17]. The simulation workflow of hollow fiber carbon membrane systems for CO,
removal from natural gas in HYSYS is illustrated in Figure 2, which also outlines the input variables
(e.g., flow pattern, initial membrane area, feed flow, etc.). The design variables—feed and permeate
pressures—were investigated to document their influence on gas processing cost. Membrane area was
adjusted to achieve the target variables, i.e., CHy purity and CHy loss in the first and second stage,
respectively. The output variables—required membrane area, compressor power demand, and sweet
NG flow—were used for cost evaluation. High feed pressures of 50-90 bar were investigated in the
process simulations. Two-stage carbon membrane systems were designed to evaluate the technology
feasibility of carbon membrane systems for CO, removal from a 50,000 m3(STP)/h natural gas plant
(with 10 and 50 vol.% CO; in feed) at 30 °C. The CHy purity of >98 vol.% and CHy loss of <2% were
defined as the separation targets.



Membranes 2018, 8, 118 40f9

Table 1. The simulation basis for natural gas sweetening using carbon membrane system.

Parameters Values

Feed flow, m3(STP)/h 50,000

Feed gas composition Table 2

Feed/permeate pressure, bar Table 2
Feed temperature, °C 30

CO; permeance,

m3(STP)/(m?2-h-bar) * Pco, = 0.3137 x P~065

CO,/CHy selectivity * Sco,/cr, = 176 x p~0323
CH, purity, vol.% >98
CHy loss, % <2
Membrane area, m? Adjusted

* tested at feed pressure below 20 bar [17].

Table 2. List of different simulation scenarios.

Feed Gas Composition, vol.% Permeate Pressure (pp), bar

Scenario Feed Pressure (pg), bar
CO, Methane First Stage Second Stage
Case 1 10 90 50-90 1 1
Case 2 50 50 50 1 1-5
Input Design/adjusted Target Output
variables variables variables variables
Feed flow, composition
Flow pattern Feed pressure CHL loss Membrane area
Initial membrane area » Permeate pressure > CH4 uri » Compressor power
Gas permeance Membrane area 4 purity Sweet NG flow

Figure 2. Illustration of simulation workflow of membrane systems for CO, removal from natural gas.
2.3. Cost Evaluation

The cost of the major equipment (e.g., compressor and membrane unit) was estimated by the
cost model reported by He et al. [17]. The project time was set to 20 years, and the purchase cost of
axial compressor (450-3000 kW) at base condition was estimated based on the CAPCOST 2012 as
follows [26]:

logy, Cp = 2.2891 + 1.3604log;((Q) — 0.1027 [log,(Q)] 2 (1)

where Q is compressor capacity (kW). Compressors with nickel materials are considered for
high-pressure operation, and the bare module factor of 15.9 was used. The chemical engineering plant
cost index (CEPCI) for the equipment of 567.5 in 2017 was used to adopt all inflation adjustments
(397 in 2012). Therefore, the total capital cost (Cty) of rotary compressors, including the contingency
and contractor fee in addition to the direct and indirect cost (a factor of 1.18), was calculated by
Equation (2):

5675 & o

Crm=118x159%x —— x ) C; . (2)
397 4o P!

where 7 is the total number of individual compressor units. The membrane cost of $50-100 per m? was

applied to estimate carbon membrane skid cost (Cys), which included the membrane installation cost.
Moreover, the membrane lifetime was set to 5 years [17,27]. The annual capital-related cost (CRC) was
estimated by Equation (3):

CRC =02 x (Crpm + CM) 3)
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For annual operating expenditure (OPEX), only electricity cost was considered in order to simplify
cost estimation (0.04 $/kWh). Assuming the operation time of 8000 h per year, the annual OPEX can
be estimated as follows:

OPEX = 0.04 x Q x 8000 4)

The specific natural gas processing cost (C°, $/m3 sweet NG) can then be estimated according to
Equation (5):
s CRC + OPEX
~ Annual total NG production

©)

CS was employed to evaluate economic feasibility of carbon membrane system for CO, removal from
high-pressure natural gas.

3. Results and Discussion

The major equipment—the compressors and membrane units—were designed and operated in
a particular way for CO, removal from high-pressure natural gas to meet the specific requirements
given in Table 1. The designed two-stage membrane systems shown in Figure 1 were used for the
simulation of different scenarios listed in Table 2. The influence of the operating parameters—feed CO,
concentration, feed pressure, and permeate pressure—in the second stage on membrane system
performance were investigated. Cost minimization was also performed to identify the optimal
operational condition in a specific membrane process.

3.1. Feed Pressure Influence with 10% CO; Feed

The feed gas pressure was varied from 50-90 bar in Scenario 1 to investigate its influence on power
demand and required membrane area. Table 3 shows the dependence of the power demand and the
total carbon membrane area on feed pressure. As can be seen, the power demand of the compressors
increased with the increase in feed pressure, while the required membrane area decreased due to a
higher driving force for gas transport through membranes. A cost estimation based on Equation (5)
was conducted to identify the optimal feed pressure (membrane cost of 100 $/m? was used), and the
results are given in Table 3. The lowest natural gas processing cost of 1.122 x 1072 $/m? sweet NG
was found at the feed pressure of 90 bar. Although this cost is higher compared to an amine absorption
system of 6.4 x 1073 $/Nm? reported by Peters et al. [21], increasing carbon membrane performance
can potentially bring down the total cost of the membrane system. It should be noted that natural gas
feed pressure is dependent on the gas wells and the required pretreatment units, and the gas plant
with higher pressure sour natural gas requires lower CO, removal cost due to a higher driving force in
the first stage without extra energy cost.

Table 3. The simulation and cost estimation results of Scenario 1.

Feed Membrane Power CS, $/m3
Pressure, Bar Area, m? Demand, kW CRC, $ OPEX, § Sweet NG
50 1.19 x 10° 1109 4.00 x 10° 355 x 10°  1.278 x 1072
60 1.06 x 10° 1154 3.78 x 10° 3.69 x 10°  1.219 x 102
70 9.46 x 10* 1180 3.58 x 10° 378 x10°  1.162 x 1072
80 8.94 x 104 1238 3.54 x 10° 396 x 10°  1.156 x 102
90 8.27 x 10% 1256 342 x 106 4.02x10° 1122 x 102

3.2. Permeate Pressure Influence with 50% CO; Feed

The influence of the second-stage permeate pressure on the membrane system performance
was conducted on Scenario 2, where a natural gas with 50% CO, content was fed into the system at
50 bar. The first-stage permeate pressure was set to 1 bar for high-purity CO, production, while the
second-stage permeate pressure varied from 1-5 bar. The simulation results are shown in Figure 3.
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Increasing the second-stage permeate pressure resulted in a decrease in the power demand of the
compressors due to a higher inlet pressure, and the dependence was found to be as follows:

Q = 3.170 x 10%p, 183 (6)

Meanwhile, the required membrane area increased with the increase in permeate pressure,
as expressed in Equation (7):

A =1.176 x 10°e0138pp 7)
2.6x108 3.4x103
. y=3.170x10°x*'® y=1.176x10° "%
2.4x105 - | 3.0510°
~_ 2.2x105 o

E - 3.0x103 E
@ -
© 20x105 - 2
N & s £
2 - 2.8x10° &
S 1.8x10° - s
GEJ - 2.6x103 5
= 6x10° o

- 3

1.4x105 - 2.4x10

Membrane area Power demand
1.2x108 : . . . . 2.2x103
0 1 2 3 4 5 6

Second-stage permeate pressure, bar

Figure 3. Dependence of required membrane area and power demand on the second-stage
permeate pressure.

In order to identify the optimal permeate pressure in the second stage, cost estimation was
performed based on Equation (5), and the results are shown in Figure 4. It was found that the
minimum NG processing costs at different second-stage permeate pressures were dependent on the
membrane cost. Compared to the FSC membranes for natural gas sweetening reported in a previous
work [24], the investigated carbon membrane system presented a higher NG processing cost, as listed
in Table 4. However, it should be noted that a much higher pressure of 50 bar was simulated for the
carbon membranes compared to the FSC membrane system of 20 bar. Moreover, fixed gas permeance
was used for the FSC membranes at difference pressures, which most likely does not exist in a real
system. In addition, the specific required membrane area for the carbon membranes was found to
be much larger compared to the FSC membranes due to a much lower gas permeance of the carbon
membranes. Therefore, future work on improving gas permeance of carbon membrane is significantly
required to increase its competitiveness for natural gas sweetening.
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Figure 4. The influence of the second-stage permeate pressure on the NG processing cost.

Table 4. Comparisons between carbon membranes and fixed-site-carrier (FSC) membranes for CO,
removal from natural gas.

Carbon Membrane FSC Membranes

Parameters in this Work [24]
Feed pressure, bar 50 20
Second-stage permeate pressure, bar 1-5 1

CHy purity in sweet NG, vol.% 98 96.08

CHy loss, % 2 0.35
Specific power consumption, kWh/Nm3 sweet NG 0.1 2.43 x 1072

Specific membrane area, m?2/Nm? sweet NG 9.90 0.56
C5,$/Nm? sweet NG 433 x 1072 * 422 x 1073

*based on a carbon membrane cost of 100 $/m?.

3.3. Sensitivity Analysis of Membrane Performance

The sensitivity analysis of both CO, permeance and CO,/CHj selectivity (up to three times the
experimental data) on the natural gas processing cost were investigated. The process simulations were
conducted based on Scenario 2 with a permeate pressure of 1 bar, as shown in Table 2. The influence of
membrane performance on the NG processing cost is shown in Figure 5. It can be seen that the increase
in both CO, permeance and CO,/CHj selectivity could reduce the specific cost; selectivity had a
more significant effect as it dramatically reduced energy consumption. Thus, future research direction
should be focused on the improvement of CO,/CHy selectivity of carbon membranes at high-pressure
operations, which is crucial for the processing of natural gas with high CO, content.
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Figure 5. The influence of membrane separation performance on NG processing cost.

4. Conclusions

In this study, the designed two-stage carbon membrane system with recycling in the second stage
was shown to produce high-purity CHy (>98 vol.%) with a low CHy loss of <2% based on HYSYS
simulation. The specific natural gas processing cost was found to be significantly dependent on the
capital-related cost, which could be brought down by reducing the membrane skid cost. Moreover,
the second-stage permeate pressure had significant influence on the cost for processing natural gas
with high CO; content. The carbon membrane performance, especially CO,/CHy selectivity, was also
found to have a great effect on the natural gas processing cost. Further improvements in carbon
membrane performance can potentially increase its competitiveness for this application.

Author Contributions: Process simulation and original drafting, Y.C.; Funding acquisition, X.H. Writing—review
& editing, X.H.

Funding: This research was funded by the Research Council of Norway through the CO,Hing project

(Grant number 267615). And the APC was funded by Norwegian University of Science and Technology and the
MDFPI journal of Membranes.

Conflicts of Interest: The authors declare no conflict of interest.

References

1.  Leather, D.T.B.; Bahadori, A.; Nwaoha, C.; Wood, D.A. A review of Australia’s natural gas resources and

their exploitation. J. Nat. Gas Sci. Eng. 2013, 10, 68-88. [CrossRef]

2. Economides, M.]J.; Wood, D.A. The state of natural gas. J. Nat. Gas Sci. Eng. 2009, 1, 1-13. [CrossRef]

3. Kidnay, A.].; Parrish, W. Fundamentals of Natural Gas Processing; CRC Press: Boca Raton, FL, USA, 2006; p. 434.

4.  Tagliabue, M.; Rizzo, C.; Onorati, N.B.; Gambarotta, E.F.; Carati, A.; Bazzano, F. Regenerability of zeolites as
adsorbents for natural gas sweetening: A case-study. Fuel 2012, 93, 238-244. [CrossRef]

5. Keefer, B.; Doman, D. Flow Regulated Pressure Swing Adsorption System. U.S. Patent 6063161, 16 May 2000.

6.

Molecular Gate® Adsorption Technology. Available online: http:/ /www.moleculargate.com/ (accessed on
28 February 2018).


http://dx.doi.org/10.1016/j.jngse.2012.09.003
http://dx.doi.org/10.1016/j.jngse.2009.03.005
http://dx.doi.org/10.1016/j.fuel.2011.08.051
http://www.moleculargate.com/

Membranes 2018, 8, 118 90f9

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

George, G.; Bhoria, N.; AlHallaq, S.; Abdala, A.; Mittal, V. Polymer membranes for acid gas removal from
natural gas. Sep. Purif. Technol. 2016, 158, 333-356. [CrossRef]

Favvas, E.P,; Katsaros, FK.; Papageorgiou, S.K.; Sapalidis, A.A.; Mitropoulos, A.C. A review of the latest
development of polyimide based membranes for CO, separations. React. Funct. Polym. 2017, 120, 104-130.
[CrossRef]

Bernardo, P; Drioli, E. Membrane gas separation progresses for process intensification strategy in the
petrochemical industry. Pet. Chem. 2010, 50, 271-282. [CrossRef]

He, X.; Kim, T.-].; Hagg, M.-B. Hybrid fixed-site-carrier membranes for CO, removal from high pressure
natural gas: Membrane optimization and process condition investigation. J. Membr. Sci. 2014, 470, 266-274.
[CrossRef]

He, X,; Yu, Q.; Hagg, M.-B. CO, Capture. In Encyclopedia of Membrane Science and Technology; Hoek, EM.V.,
Tarabara, V.V, Eds.; John Wiley & Sons, Inc.: Hoboken, NJ, USA, 2013.

Favvas, E.P.; Romanos, G.E.; Papageorgiou, S.K.; Katsaros, FEK.; Mitropoulos, A.C.; Kanellopoulos, N.K.
A methodology for the morphological and physicochemical characterisation of asymmetric carbon hollow
fiber membranes. |. Membr. Sci. 2011, 375, 113-123. [CrossRef]

Favvas, E.P.; Kapantaidakis, G.C.; Nolan, ].W.; Mitropoulos, A.C.; Kanellopoulos, N.K. Preparation,
characterization and gas permeation properties of carbon hollow fiber membranes based on Matrimid(R)
5218 precursor. . Mater. Process. Technol. 2007, 186, 102-110. [CrossRef]

Haider, S.; Lindbrathen, A.; Lie, J.A.; Andersen, I.C.T.; Hagg, M.-B. CO; separation with carbon membranes
in high pressure and elevated temperature applications. Sep. Purif. Technol. 2018, 190, 177-189. [CrossRef]
Rungta, M.; Wenz, G.B.; Zhang, C.; Xu, L.; Qiu, W.; Adams, J.S.; Koros, W.J. Carbon molecular sieve structure
development and membrane performance relationships. Carbon 2017, 115, 237-248. [CrossRef]

He, X; Lie, J.A.; Sheridan, E.; Hagg, M.-B. Preparation and characterization of hollow fiber carbon membranes
from cellulose acetate precursors. Ind. Eng. Chem. Res. 2011, 50, 2080-2087. [CrossRef]

He, X,; Chu, Y.; Lindbrathen, A.; Hillestad, M.; Hdgg, M.-B. Carbon molecular sieve membranes for biogas
upgrading: Techno-economic feasibility analysis. J. Clean. Prod. 2018, 194, 584-593. [CrossRef]

Li, F; Li, Y.,; Chung, T.-S.; Kawi, S. Facilitated transport by hybrid POSS®-Matrimid®—Zn2+ nanocomposite
membranes for the separation of natural gas. . Membr. Sci. 2010, 356, 14-21. [CrossRef]

Bhide, B.D.; Stern, S.A. Membrane processes for the removal of acid gases from natural gas. I. Process
configurations and optimization of operating conditions. J. Membr. Sci. 1993, 81, 209-237. [CrossRef]
Bhide, B.D.; Stern, S.A. Membrane processes for the removal of acid gases from natural gas. II. Effects of
operating conditions, economic parameters, and membrane properties. . Membr. Sci. 1993, 81, 239-252.
[CrossRef]

Peters, L.; Hussain, A.; Follmann, M.; Melin, T.; Hagg, M.B. CO; removal from natural gas by employing
amine absorption and membrane technology—A technical and economical analysis. Chem. Eng. J. 2011, 172,
952-960. [CrossRef]

Hao, J.; Rice, P.A,; Stern, S.A. Upgrading low-quality natural gas with H,S- and CO;-selective polymer
membranes: Part I. Process design and economics of membrane stages without recycle streams. J. Membr. Sci.
2002, 209, 177-206. [CrossRef]

Ahmad, F; Lau, K.K; Shariff, A.M.; Murshid, G. Process simulation and optimal design of membrane
separation system for CO, capture from natural gas. Comput. Chem. Eng. 2012, 36, 119-128. [CrossRef]

He, X.; Hdagg, M.-B.; Kim, T.-]. Hybrid FSC membrane for CO, removal from natural gas: Experimental,
process simulation, and economic feasibility analysis. AICKE ]. 2014, 60, 4174—4184. [CrossRef]

Grainger, D. Development of Carbon Membranes for Hydrogen Recovery; Norwegian University of Science and
Technology: Trondheim, Norway, 2007.

Turton, R.; Bailie, R.C.; Whiting, W.B.; Shaeiwitz, J.A.; Bhattacharyya, D. Analysis, Synthesis, and Design of
Chemical Processes, 4th ed.; Pearson Education: Upper Saddle River, NJ, USA, 2013.

He, X. Techno-economic feasibility analysis on carbon membranes for hydrogen purification.
Sep. Purif. Technol. 2017, 186, 117-124. [CrossRef]

® © 2018 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
@ article distributed under the terms and conditions of the Creative Commons Attribution

(CC BY) license (http:/ /creativecommons.org/licenses/by/4.0/).


http://dx.doi.org/10.1016/j.seppur.2015.12.033
http://dx.doi.org/10.1016/j.reactfunctpolym.2017.09.002
http://dx.doi.org/10.1134/S0965544110040043
http://dx.doi.org/10.1016/j.memsci.2014.07.016
http://dx.doi.org/10.1016/j.memsci.2011.03.028
http://dx.doi.org/10.1016/j.jmatprotec.2006.12.024
http://dx.doi.org/10.1016/j.seppur.2017.08.038
http://dx.doi.org/10.1016/j.carbon.2017.01.015
http://dx.doi.org/10.1021/ie101978q
http://dx.doi.org/10.1016/j.jclepro.2018.05.172
http://dx.doi.org/10.1016/j.memsci.2010.03.021
http://dx.doi.org/10.1016/0376-7388(93)85175-V
http://dx.doi.org/10.1016/0376-7388(93)85176-W
http://dx.doi.org/10.1016/j.cej.2011.07.007
http://dx.doi.org/10.1016/S0376-7388(02)00318-6
http://dx.doi.org/10.1016/j.compchemeng.2011.08.002
http://dx.doi.org/10.1002/aic.14600
http://dx.doi.org/10.1016/j.seppur.2017.05.034
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Methods 
	Process Design 
	Simulation Basis 
	Cost Evaluation 

	Results and Discussion 
	Feed Pressure Influence with 10% CO2 Feed 
	Permeate Pressure Influence with 50% CO2 Feed 
	Sensitivity Analysis of Membrane Performance 

	Conclusions 
	References

