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All construction, work was completed approximately on schedule, and, after start-up, the expanded MHA Acid plant appears to be producing MHA Acid 
at design rates.

SANTOOUIN
Three batches of Santoquin residue were vacuum distilled at the J, F. Queeny plant to determine if Santoquin and para-phenetidine could be recovered from Santoquin residue. The percent recovery varied from 12.4 to 15.2 with approximately 90 percent usable product. Based on 1971 Santoflex AW requirements of 13.3 million pounds and a usage of 140 pounds of Santoflex AW per cwt of Santoquin, a residue recovery unit savings would be $124,000 per year.
Santoquin losses, from the lower bearing of a LTJWA thin-film evaporator, were encountered since the units initial start-up. Humble Oirs Primol 355 mineral oil was successfully substituted for Santoquin as the lower bearing lubricant. Raw material usage savings of approximately $8,000 per year are now being demonstrated on this $500 expenditure.

TETRACHLOROPROPENE
Ey-product3 formed from overchlorlnatlon of trichloropropene are responsible for considerable yield losses in the tetrachlorbpropene process. To prevent this overchlorination, evaluations are being made to control the chlorine charge endpoint and also to insure that better assay trichloropropene is being supplied. Laboratory work was begun to find a solvent or catalyst to change the reaction mechanism. However, this was unsuccessful and work on development of an inline GLC is in progress. Inquiries have been sent out to determine the cost of better assay trichloropropene.

A $1,070 capital project, to Improve the color of 2,4,5-T, was installed during March, 1969'. The project provided for a new Eimco cake wash system that would permit the sodium 2,4,5-T cake to be washed with caustic. A plant demonstration showed that a caustic wash improved the product color and decreased the percent TCP in the product. This quality improvement was necessary to maintain sales to certain customers.
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New autoclave charging conditions were Initiated during February, 1969.These new charging conditions, recommended by Agricultural Research, were Intended to reduce the TDD content from the 1968 average of 40-50 ppm to 5-7 ppm with an associated reduction in the TCA content from 1 percent to trace amounts« Results from a thirty-day extended trial run showed a con­centration drop In TDD to an average of 4 ppm with an associated reduction In the percent TCA to approximately 0.17%.
A $2,200 capital project to control the condensation reaction pH is awaiting Installation« This project will permit the use of a 34% NaTCP solution in­stead of the present 25% NaOH solution« A four-day trial run was conducted during August, 1969, with no adverse effects on product quality or yield« Estimated caustic savings will be $7,900 per year based on a product rate of 1.0 million pounds per year.
An experimental project permitting the recycle of the pan filter wash water to the Na 2,4,5-T reslurry tank and the pan filter filtrate to the primary settler was installed in November, 1969« Recycling wash water to the Na 2,4,5-T re slurry tank will permit the recovery of dissolved 2,4,5-T« Also, recycling the filtrate to the primary settler will reduce the amount of new 93% H,SO^ required to lower the settler pH« Estimated TC8 and H_SO. raw material *  savings are $22,000 per year based on a product rate ox 1.0 million pounds per year. The experimental project Is due to be tested during the next 2,4,5-T production period.
Additional H-SO. raw material savings may be realized by the installation of . a $7,500 caj&tafproject to reduce the H^SO. usage in the primary TCP settler. The project provides for a ratio control loop to add H^SO. to the Ilmco filtrate as it is transferred to the settler rather than depending on a variance of pH at the lower portion of the pH scale. Installation of this project will result in a H^SO^ raw material savings of $8,100 per year based on a product rate of 1.0 million pounds per year.
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