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“Emerging Technologies for the Natural Gas Industry”

T

he 18th Annual Technical Conference of the Gas Processors
Association – GCC Chapter was successfully held on 28th April
2010 at the Grand Hyatt Muscat in Sultanate of Oman with a theme of
“Emerging Technologies for the Natural Gas Industry”.

A sightseeing trip to the famous places in Muscat was arranged for the
Chapter’s committees’ and conference delegates on 29th April 2010.

M

r. Joh
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ctor, PD
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Ten technical papers were presented by the Chapter’s member
companies which represent the major oil & gas companies all over
the GCC. There were two papers from Saudi Aramco, two papers
from Qatar Petroleum, other papers were from Banagas, Petroleum
Development Oman (PDO), Oman LNG, KOC, Costain Abu Dhabi
Company and Johnson Matthey. These presentations covered wide
range of topics relevant to the gas processing industry in which it
discussed the latest developments and best practice in this important
industrial sector in the region.
During the opening session of the conference, a welcome remarks
was delivered by the Chairman of the GCC Chapter Mr. Saad A. Turaiki,
VP Southern Area Oil Operations-Saudi Aramco. The keynote speech
of the conference entitled “Technological Challenges for Meeting
the Gas Demand of the Future” was provided by Mr. John Malcolm,
Managing Director of Petroleum Development Oman from Oman.
Oman LNG and PDO were the sponsoring companies of the 18th
Conference in Oman.
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SPECIALIZED TECHNICAL SEMINAR
Wednesday 3rd November, 2010 - InterContinental Muscat, Oman

P

rocess Safety Management (PMS) in the Gas
Processing Industry was the subject of the 5th
Specialized Technical Seminar which was organized by
the GPA-GCC Chapter.
More than 85 participants from all over the GCC attended
the seminar which was held on November 3rd, 2010 at the
InterContinental Muscat in Oman.
Seven technical presentations were delivered covering a
wide range of topics on PSM in the gas processing industry
highlighting the latest developments and experiences in
this important industrial sector in the region.
The session commenced with opening remarks by the
Chapter Chairman Mr. Saad Turaiki and then followed by the
techical papers:
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Management Visits to Oman’s Oil & Gas Companies

A

n official visit was made on 27th January 2010 to senior
officials in Oman Petroleum Development (PDO) headed
by the Managing Director and also to Oman LNG (OLNG)
headed by the Chief Exective Officer.
The Chapter’s team comprised Mr. Saad Turaiki, Mr. Fahad Al
Subaiey, Mr. Mohamed Bu Rashid and Mr. Yusuf Abdulla.

These meetings aimed at strengthening the relations with
the major oil & gas companies in the Gulf and to promote the
Chapter various technical activities and programs.
It is worth mentioning that Oman LNG is a Chapter member
company for many years. PDO has recently joined as an
active member which will certainly add value to the Chapter
business.

Gas Sweetening Workshop

G

as sweetening workshop was conducted successfully
twice, the first one in April 26-27 and the second one in
November 1-2, 2010 at the Grand Hyatt Muscat, Sultanate of
Oman as part of the GPA-GCC Chapter activities.
The instructor of the workshop was Mr. Kefah A. Al-Faddagh,
Saudi Aramco, the Chairman of the Technical Committee.
Total of 40 participants attended these two sessions, and it will
be conducted for the third time in Kuwait in May 2-3, 2011. The
prime objective of this workshop was to provide the participant
with a good understanding of Gas Sweetening in general and
common practice. This workshop presented a complete and
up-to-date overview of the Gas Sweetening processes with
emphasis on gas plant process operations.
The process flow sheets of several Sweetening Processes used
to illustrate how the various operations differ. The advantages,
limitations, and range of applicability of these processes were
discussed so that selection and integration into the overall
plant was fully understood and appreciated.
At the end of the workshop, each participant received a
certificate from GPA-GCC Chapter. Both workshops were very
well commended by the participants.
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Technical Services Manager, Oman LNG, Oman

Improvement on LPG Production through Process Optimization
initiative through optimizing the production of LPG at one of the gas
processing plants and hence improve the bottom line profit.
Another impact to the study was a dramatic reduction on continuous
flaring from the LPG reflux drum which was seen as a waste of natural
resources. Through the process study and the following optimization
work during an already planned shutdown period the LPG production
capacity was increased and subsequently the continuous flaring
levels were reduced to almost zero.
The measurable achievement results were significant in that it was
made by implementing the recommendations from the in house
process optimization, operation, operation support and maintenance
teams through their own studies with only very minimal investment.
This paper concentrated on the methodologies used to increase
LPG production efficiency which allowed not only to meet but also
exceeded set targets. It also highlights the importance of evaluating
operation changes by deploying structured approach which is set to
capture process interactions and the resultant appropriate corrective
actions. Finally, the paper discussed an imitative to sustain such
achievement through introducing a monitoring and optimization
program, which is being developed and refined to address sets of
plant’s equipments key performance indicators.

Mr. Yahya Al Balushi
Balushi, Petroleum Development Oman, Oman

T

his paper covered a methodology used to increase LPG production
efficiency which allowed not only to meet but also exceeded set
targets with only very minimal investment.
The LPG pre-set production target was not met which had suggested
some inherent issues in the system. Hence, a team from the operations
group defined the process requirements for the entire plant’s optimal
scenario which covered maximum utilization of the gas. The team
then carried out an extensive review of the plant capacity’s constraints
which prevented the predefined process’s requirements. The team
used a structured optimization approach with the appropriate process
simulation program and total plant’s check to understand the plant’s
performance and hence suggest the appropriate solutions.
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This resulted in an increase in LPG production capacity by around
20% especially in the summer period where ambient temperatures
severely limited the production. Another impact to the study was a
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Solvent Swap for Acid Gas Removal Unit

Q

P Gas recycling Plant at Dukhan encountered with a problem
of filtration plugging, foaming in their Acid Gas Removal Unit
(AGRU). This unit was commissioned in the year 2003. To reduce
the foaming, antifoam was added frequently that aggravated the
problem of filter plugging. The regenerator reboiler made of carbon
steel getting corroded with the thickness reduction of 50% in 2 years.
As DEA is a corrosive liquid, to reduce the effect of corrosion and to
eliminate frequent foaming problem decision was taken to swap
the solvent with aMDEA which is less corrosive in nature than DEA.
Accordingly solution was swapped from DEA to aMDEA without
alteration of any equipment in the year 2007.
After solvent swapping, the problem of filter plugging and foaming
were eliminated. Solvent swap has improved plant operation
dramatically. This has resulted in financial benefits to the organization.
Therefore, the Acid Gas Removal Unit operational problems were
reduced.

Mr. Soud J. Al-Ruwaili, Qatar Petroleum, Qatar



Eighteenth

Annual Technical

e

Conferenc
This paper discussed process description of the Acid Gas Removal
Unit, the effect of solvent swap and operational benefits.

4. Reduction in corrosion levels.

1. Reduction in Amine Circulation rate by 25%.

The paper made a recommendation to review the fundamental of gas
treating with an actual case study of amine and material selection and
further optimization will give an excellent basis for solvent selection

2. Reduction in heat duties requirements - Reboiler duty requirement
reduced by 40%.

Selection of material and solvent are the most important for the
successful operation of the acid gas removal unit.

In conclusion, the advantages of using aMDEA solvent are as follows:

3. Better sweet gas specification.

Acid Gas Removal Unit

Excel-based Gas Treat Operation Monitoring Program at HGP

H

awiyah Gas Plant (HGP) developed an Excel-based program to
monitor the operation of Amine Gas Treating units. The program
takes data from several sources (PI, vendor drawings, physical
properties tables, and lab results) and performs calculations that
enable the engineer to evaluate the health and efficiency of all major
equipment in real time.
Some of the benefits of the program are as follows:
• Calculate the maximum rate that can be handled by each unit and
predict when the units are overloaded
• Calculate the efficiency of the circulation pumps, and compare
actual performance to predicted performance
• Live readings of electricity consumption of each piece of
equipment, ranked by most energy intensive
• Trends of heat exchangers’ duties and heat transfer coefficients

Mr. Ali K. Hemaid, Saudi Aramco, Saudi Arabia
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Some screenshots of the program.
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Nitrogen Rejection Technology for Abu Dhabi

G

as supply to Abu Dhabi’s domestic market will increase
significantly over the next 3-4 years as mega projects such as
OGD-III, AGD-II, and IGD become operational. Beyond these projects
Abu Dhabi’s gas producers face a number of challenges to increase
production further in order to meet rising domestic gas demand.
This includes development of gas processing to manage nitrogen
breakthrough resulting from injection for pressure maintenance in oil
and gas fields.
This paper discussed advances in gas processing technologies required
to meet these challenges, the integration of these technologies into
complex facilities and optimisation against criteria such as capital
and lifecycle cost, performance, reliability, safety and environmental
performance.
Gas processing required to pre condition feed to a large scale nitrogen
rejection facility, including special requirements to prevent blockages
due to freezing, corrosion and embrittlement, are discussed.
Pretreatment to remove components such as carbon dioxide, sulphur
compounds and water is typical for hydrocarbon dewpointing and
NGL extraction. However, due to nitrogen rejection requiring lower
operating temperatures more stringent specifications for removal of
these components are necessary. In addition, the need for removal of
other components upstream of a nitrogen rejection facility such as
heavy hydrocarbon and mercury will also be discussed.

Mr. David Wilkinson, Costain Abu Dhabi Company, UAE
Abu Dhabi’s increasing domestic gas demand, combined with the
need to maintain condensate and crude oil production, has initiated
projects to inject nitrogen to displace natural gas used for pressure
maintenance. The need for nitrogen removal from the associated
gas produced has already been identified. For large scale removal of
nitrogen from natural and associated gases, cryogenic processing is
the only economic solution. Costain’s development of NRU designs
over a number of projects has led to relatively simple yet highly
efficient plant designs, suitable for a wide range of feed gas nitrogen
concentrations.

An outline was provided on selecting the correct nitrogen rejection
technology and the key parameters influencing capital cost and
power consumption. Issues that need to be considered during the
optimisation phase are also highlighted.

Maximizing Gas Utilization - The KOC Strategy

K

uwait Oil Company (KOC), an upstream subsidiary of Kuwait
Petroleum Corporation (KPC), ranks amongst the major oil
companies of the world. However, due to an inherently low GOR of
its flagship oil fields, Kuwait has not been very gas-rich and has been
compelled to practically utilize all of its produced gas in order to meet
its needs. The average gas utilization during 2009-10 was in excess of

97%, produced at the grass-root level (flaring 2.6% of produced gas).
The plan is to increase the gas utilization to over 99%, predominantly
by reducing the flaring further down to < 1% by 2011-12. Utilization
of WK (sour) rich gas is KOC’s biggest challenge. This paper intended
to bring out KOC’s approach in meeting the gas challenge and
maximizing the utilization of its gas.
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Redundancy gaps in export gas handling facilities are being overcome
to minimize break-down related losses / flaring. Short-term leased
gas handling facilities are being installed till the KOC major facilities
are revamped. Keeping in view the < 1% target, even the minor
contributors like valve tightness class, flare tips and ignition systems,
etc. have been addressed.

Current Rich Gas Utilization
Fuel
Condensate 3.2%
Shrinkage
5.4%

Loss & Flare
2.6%

Exports
88.8%

Mr. Adnan E. Al-Adwani, Kuwait Oil Co., Kuwait

Flaring, as % of Production

KOC follows a very stringent gas flaring target which is monitored on
a daily basis, by the highest management levels. Separate high-level
task forces has been constituted to handle flaring and gas utilization
related issues / projects. KOC’s vision to utilize all of its gas has been
implemented at all levels and is reflected in the segregation of wells
into LP, MP & HP trains, providing dedicated LP & HP rich gas networks,
separate LP & HP compression trains in booster stations, extensive
inter-asset & intra-asset LP & HP export gas networks, alignment of
shut-downs of upstream facilities with downstream facilities. Oil
production in various assets is regulated selectively to suit forecasted
gas export commitments and keep the gas flaring within targets.

20
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Tube Thinning Phenomenon of the Hot Oil Heater in LPG Processing Plant

T

his paper reviewed available information on Bahrain National Gas
Company (Banagas) Hot Oil Heaters. Lean oil is used to absorb the
recovery of the product, which gets circulated in tubes and heated to
a temperature of 530°F.
During the T&I shutdown of Train – II in 1998 abnormal tube thinning
of the hot oil heater was noticed as a result of corrosion / erosion
phenomena at different locations and the findings during the most
recent shutdown in 2007 indicated nonmetallic inclusions in the
tubes, which were erroneously reported as tube thinning by the UT
inspector.
This paper reviewed the findings of subsequent shutdowns, the
corrective / preventive action taken and the results of the investigations
related to the corrosion in this heater.
In conclusion, the tube analysis confirmed that the material was
within the limits of the ASTM A106 Grade B steel as per the design
specifications.

Mr. Abbas M. Jasim
Jasim, BANAGAS, Bahrain

The effected tubes found thinned during the 1998 shutdown were
mainly at the mid section of the furnace at the hot oil outlet, which are
the hottest parts of the tubes causing high skin tube temperature and
would cause oil film to breakdown on the exposed surface. The tube
thinning was confined to the top section of the tube and the cause
was reported as a result of the hot oil level in the heater tubes having
been low, with the tubes only being partially full. The reduction in the
tube wall thickness has resulted from a corrosion mechanism due to
the reduction of oil vapour products and the exposed tube surface.

heat from the furnace allows the space above the hot oil level causing
high skin tube temperature, and this would flash off and will produce
Sulphur vapour. This vapour can attack the tubes by the formation of
FeS on the internal surfaces in which this thermodynamically reaction
is feasible according to the free energy diagram for the formation of
Sulphides in presence of high temperature. The corrosion mechanism
can go on continuously when temperature increases with the amount
of free energy for the reaction to continue.

The result of low hot oil pressure or the tubes bending due to the
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from the corrosion of the carbon steel components in the hot oil
system by Sulphur-bearing compounds, probably hydrogen sulphide
(H2S).

Also, when Sulphur combines with oxygen in which SO2 is then
produced. This will then combine with Hydrogen from the hot oil
to give H2SO4, and then from this reaction will produce, Fe2O3. This
compound is consistent with the yellow brown deposit, which was
found on the tube internal surfaces.

No evidence of any localised pitting observed during 2007 shutdown,
erosion or marked wall thinning was found on any of the tube samples
examined. The surface appearance of the tubes indicated that there
had been some minor material loss but this appeared to be uniform
rather than localised.

The hydrogen sulphide is believed to be present in the gas feedstock at
relatively low levels but becomes concentrated due the re-circulatory
nature of the hot oil system. There was no evidence of any sulphide
stress cracking (SSC) visible on any of the tube samples examined.

Non-metallic inclusions identified during the post shutdown
investigation had been misinterpreted as tube thinning by the UT
gauging survey during the shutdown.

The black pyrophoric material recovered from the hot oil filters
consisted of iron sulphide. The iron sulphide is a corrosion product

Afternoon Session Chairman: Mr. Yusuf Abdulla Yusuf, Deputy General Manager, GPIC, Bahrain

Automatic Water Measurement and Control in the Amine Unit:
Refractive Index Analyser

O

man LNG gas treating plant uses Shell ADIP-X as a regenerative
absorption process to remove CO2 from the feed gas to prevent
freeze out of CO2 in the cryogenic section of the plant. The solvent
consists of MDEA, DEDA and water.
In order to ensure stable operation of the gas treating unit it is required
to maintain the solvent composition within an operation envelope.
Operating outside this envelope affects the absorber column
performance. This can result in foaming which may ultimately cause a
train trip in case of significant solvent carry over into the downstream
system.
Oman LNG has always measured and controlled the solvent water
content by manual sampling and adjustment of the water make-up
rate. In practise this process creates significant deviation between the
water content set point and actual value. In addition, manual sampling
generates solvent waste, increases operator workload, increases HSE
risks and is operationally vulnerable to human errors.
In order to improve the solvent water control and reduce a waste
stream OLNG has automated the solvent water content control. A
new online refractive index analyser has been installed in the low
pressure side of the lean solvent loop. The online water measurement
is incorporated in a control loop to control water make up.

Mr. Yahya Al-Hajri, Oman LNG, Oman
In addition to this, the online availability of the solvent water content
has improved control of the (lean) solvent CO2 loading, reduced the
solvent foaming potential resulting in less carry over and minimized
amine waste.

The new refractive index analyser control loop has improved the
control of solvent water content. The improvement has been
confirmed by the reduction of the standard deviation from 4.13 to
0.4.

New Member Companies

The GPA GCC Chapter wish to extend their sincere thanks
and appreciation to Petroleum Development Oman (PDO)
and Oman LNG (OLNG) for sponsoring the 18th Technical
Conference in Oman.

á```«```dhó``dG ∫hô``à``Ñ``∏`d ô````£````b
Qatar Petroleum International

International
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Desulphurisation and Mercury Removal from Natural Gases

M

ercury and Hydrogen Sulphide are recognised as serious
contaminants of hydrocarbon streams that must be removed to
avoid corrosion of equipment, poisoning of catalysts and to comply
with environmental regulations.
Johnson Matthey has developed a range of fixed bed absorbents
for both H2S and Hg removal. This paper demonstrates the benefits
that can be achieved from the PURASPEC fixed bed technology.
Development of new high activity mercury and sulphur removal
absorbents allows greater flexibility in the design of gas processing
plants. It is now possible to locate the mercury removal unit upstream
of the main gas processing plant and thus avoid mercury emissions
and contamination of any co-produced NGLs.
The PURASPEC sulphur polishing unit can be used in conjunction with
a bulk sulphur removal technology not only to give added flexibility
but also to deliver a more cost effective sulphur removal step.
The high activity of the PURASPEC absorbent allows for smaller
beds, which coupled with novel reactor designs, allows for savings in
compression costs. The PURASPEC absorbents can be fully reprocessed
and thus offer an environmentally acceptable route for disposal.

Mr. Vince Atma Row, Johnson Matthey, UK

Gas Distribution Network for Households in Saudi Arabia:
Economic and Demand Estimation Studies

T

his study evaluated the economics of establishing a residential
natural gas network in Saudi Arabia’s Eastern Province (EP); to cater
to the household demand for natural gas. The paper focused primarily
on household use of natural gas for cooking. Additional economic
analysis of other household uses — as air conditioning, space and water
heating — is incorporated. Demand streams of various consuming
segments are analyzed to estimate the volume of the daily natural
gas supply by the network. Economic analysis employed financial net
present value methodology to define the cost effectiveness of the
proposed network. Economic rent and opportunity costs of utilizing
other sources of energy and their efficiency differences are plugged
into the economic equation. The quantity of natural gas supply for
the targeted 322,000 households located in the EP is estimated at 23.2
MMscfd. The effect of the government subsidy of natural gas prices is
quantified.
It is concluded that a household shift from electricity to a natural gas
network provides gains for both the consumer and the government,
through the efficient use of available energy. The government subsidy
will decrease sharply by such a shift in the mode of energy supply. The
current study assumes a fraction of household consumers will shift to
the proposed network, which shows that the project is promising for
a higher shift rate.

Mr. Adel M. Nasser, Saudi Aramco, Saudi Arabia

Increasing Raw NGL Recovery from NFGP Extraction Unit at Qatar Petroleum
by Modification and Trouble Shooting

N

orth Field Gas Plant (NFGP) Extraction unit was originally designed
in 1990 for processing 780 MMSCFD raw gas from North Field
Alfa (NFA). The original design C2 recovery was 38 mol%. In the year
1996 the plant was modified to accommodate 240 MMSCFD gas from

QATAR GAS. The several modifications were carried out to increase
processing capacity to 1023 MMSCFD. The plant was again modified
in 2002 along with NGL-4 Project for deep ethane recovery to increase
the C2 recovery to 85 mol %. The plant was further modified in 2005
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for processing RAG (Rich Associated Gas from Al-Shaheen field) and
the new designed raw NGL recovery factor was 4.4 MT/MMSCF ( 85
mol% C2 recovery).
Difficulties were noticed in running the unit at lower temperature
region after the 2002 modification. Upset in the unit was experienced
while reducing the temperature to a design level. Due to the upset,
reduction of raw NGL production was observed.
Therefore, the unit was operated at much higher temperature than
design and hence drastic reduction of raw NGL recovery. The actual
raw NGL recovery factors for the year 2003 and 2004 are given below
against the design of 4 MT/MMSCF (4 MT of raw NGL produced per
million standard cubic feet of raw gas feed- mmscfd).
The matter has been referred to the consultant and accordingly they
conducted a performance test. They informed that an abnormal
behavior had been observed in the coldest section of the unit. The
consultant was not able to find out the exact reason behind the
abnormal behavior. The same exercise was carried out by another
consultant and they informed that the problem is due to fouling of
the re-boiling exchangers and to solve this problem, exchangers have
to be cleaned.

Mr. Ahmed Shuaib & Mr. Ghareb Al-Mahmoud, Qatar
Petroleum, Qatar

In conclusion, the basic problem of the unit was identified by
troubleshooting. Based on the study and subsequent test run, the
lowest temperature at which the plant can operate without reduction
in raw NGL recovery was identified.

Furthermore, the savings per year is 39 MMQR by process trouble
shooting only. Savings from project modification has not been
considered as major investment was done for the modification.
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SPECIALIZED TECHNICAL SEMINAR
Process Safety Management (PMS) in the Gas Processing Industry

The Buncefield Enquiry Findings and Costain’s Approach to Best
Practice in Integrity Level Assessment
By: Mr. Jonathan Mark Bunch from Costain Energy & Process, UK

The session chairman was Mr. Muthir M. Kharusi, Manager Gas
Operations of Petroleum Development Oman (PDO), Oman.
The papers touched on subjects of high interest to the audience
which provoked good interaction between presenters and
participants, sharing their knowledge and experience.

Process Safety Management in Oman LNG
By: Mr. Mark Kevenaar from Oman LNG, Oman
Alarm Management Practice at Saudi Aramco
By: Mr. Saad M. Al-Abbud from Saudi Aramco, Saudi Arabia

The success of the fifth specialized seminar proved the
importance of the selected subjects and the need to continue
with these specialized sessions focusing on areas of high
and common interest to the GPA-GCC Chapter member
companies.

Implementation of Process Safety Management at GPIC
By: Mr. Samih Al Alawi from GPIC, Bahrain
Integrated Revalidation HAZOP/SIL Study: Lessons Learned
By: Mr. Asyad Al-Saleh from Saudi Aramco, Saudi Arabia
Asset Integrity - Process Safety Management Improvements in PDO
By: Mr. Coen Fossen from Petroleum Development Oman PDO, Oman
TapRoot as a Proactive Process Safety Management Tool
By: Mr. Larry Perkinson from Saudi Aramco, Saudi Arabia

Retirement Award

These successful achievements demonstrated the valuable
and effective efforts of the GPA-GCC Chapter in expanding
its activities to better serve the oil and gas companies of the
region by providing the platform for the professionals to share
the knowledge, experience and industry best practices.

Call for Participation

6

th

SPECIALIZED TECHNICAL SEMINAR
Organized by the Gas Processors Association - GCC Chapter

Energy Optimization in the
Gas Processing Industry

F

ormer Technical Committee Chairman Mr. Mohammad
Al-Abdulmoghni - Saudi Aramco and former Executive
Committee member Mr. Ahmed Al Khan-Bapco were invited
to the 18th conference in Muscat and honored with GPA GCC
Chapter Retirement Award.

Wednesday 30th November 2011, Safir Marina Hotel, Kuwait
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meeting of GPA International Committee was held on March 22,
2010 in Austin, Texas.

It was also agreed that the best paper to be submitted by the
GPA International Chapters and not by the individual.
3.

The meeting was chaired by Mr. Saad Al Turaiki, Chairman of GPA-GCC
Chapter, and attended by representatives from all GPA international
organization. Mr. Mohamed Burashid, member of the Technical
Committee also attended the meeting.

Selection of Chairman for the next GPA International
Committee Meeting
Mr. Saad Al Turaiki has completed his two years as a Chairman for
GPA International Meeting. As per the International Committee
Charter, the selected Chairman to serve for two continuous
years. Mr. Justin Hearn, GPA- Europe Chairman was selected as a
Chairman for the next two years for GPA International Committee
Meeting.

The main issues discussed were:
1.

0

Participation in IPTC
The 2009 IPTC was successfully held in December, 2009 in
Doha, Qatar. GPA served as a sponsoring society for the event.
Conference attendance was 3500 participants.
The 2011 IPTC will be held 15-17 November 2011 in
Bangkok, Thailand. Benefits of participation in the event as
a sponsoring organization were discussed. It was explained
that GPA Board approval to be obtained before confirming
their participation.
The Committee supported GPA involvement in this
Conference and recommended that GPA to sponsor the
forthcoming IPTC.

2.

Best Paper Programs
The issue of accepting best papers received from GPA’s
international affiliates - Canada, Europe, GCC and Venezuela
was discussed as some members were disappointed for not
inclusion of their best papers submitted for 2010 GPA Annual
Convention in the program.
It was agreed that the program committee will be informed to
include the best papers that the international affiliates have to
offer in the program.

Best Paper Award 2010

T

he GPA – GCC Chapter “Best Paper Award” is granted to recognize
outstanding technical presentations which are delivered during
the Annual Technical Conferences.
The best paper of the 18th Technical Conference held on April 28th,
2010 in Muscat, as ranked by the audience:

“Solvent Swap for Acid Gas Removal
Unit at Gas Recycling Plant”
Mr. Soud Jaleel Al-Ruwaili
Gas Recycling Department - Qatar Petroleum (Qatar)
The Best Paper Speaker will be awarded by the Chapter Chairman
and other Executive Committee members at the forthcoming Annual
Technical Conference to be held on 4th May 2011 in Kuwait.

17th Technical Conference - 2009 Best Paper

“Mercury Removal Unit (MRU) Process,
Operation & Bed Replacement Experience”

Mr. Omer M. Ba Aqeel
Saudi Aramco (Saudi Arabia)

Mr. Omer M. Ba Aqeel
Saudi Aramco (Saudi Arabia)
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About the GPA - GCC Chapter

OuR MISSION
To serve as a forum for the exchange
of ideas, technology and information
that will benefit both the upstream and
downstream Gas Processing industries,
and their Suppliers, with a view toward
improving Plant Operations, Health, Safety
and Environmental performance in the GCC
countries.
OuR VISION

Executive Committee
NAME

DESIGNATION

COMPANy/COuNTRy

Mr. Saad Turaiki

Chairman

SAUDI ARAMCO - Saudi Arabia

Mr. Fahad Al-Subaiey

Vice - Chairman

QPI - Qatar

Mr. Ahmed Y. Majid

Secretary Treasurer

BANAGAS - Bahrain

Mr. Ahmed Ghuloom

Member

GPIC - Bahrain

Mr. Khalid Taher

Member

Tatweer Petroleum - Bahrain

Mr. Abdullah Al-Ajmi

Member

KNPC - Kuwait

Mr. Mohammed Al-Otaibi

Member

KOC - Kuwait

To be the focal point and the main source of
information on the Gas Processing industry
in the Gulf Cooperation Council countries.

Mr. Abdullah Musabeh

Member

DUGAS - UAE

Mr. Samir N. Khoury

Member

CCC - UAE

MEMBERSHIP

Dr. Matthias Stein

Member

Linde - Saudi Arabia

NAME

DESIGNATION

COMPANy/COuNTRy

Mr. Kefah A. Al-Faddagh

Chairman

SAUDI ARAMCO - Saudi Arabia

Membership in this organization is open to
GCC Representatives of:

•
•

Companies owning and/or processing
gas. These are classified as “Members”.
GCC-based organizations involved
in the supply and/or service to the
gas industry. These are classified as
“Associate Members” and are entitled to
vote on all matters in the Organization’s
Annual meeting except for the Executive
Committe elections.

All membership applications are considered
and approved by the Executive Committee.

For more information please contact:
Abdulla Al-Ansari, Executive Officer
Email: abdulla@gpa-gcc-chapter.org
Website: www.gpa-gcc-chapter.org

Technical Committee

Mr. Ismail Alami

Member

SAUDI ARAMCO - Saudi Arabia

Mr. Mohammed Bu-Rashid

Member

BANAGAS - Bahrain

Mr. Ahmed Ghuloom

Member

GPIC - Bahrain

Mr. Khalid Taher

Member

Tatweer Petroleum - Bahrain

Mr. Abdullah Al-Ajmi

Member

KNPC - Kuwait

Mr. Mohammed Al-Otaibi

Member

KOC - Kuwait

Mr. Ahmed Khaja

Member

QP - Qatar

Mr. Mohamed A. Egab

Member

ADGAS - UAE

Mr. Adel Al Jabri

Member

ADCO - UAE
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