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IRON-THALLIUM CATALYSTS FOR USE IN CO
HYDROGENATION AND PROCESS OF
PREPARING THE CATALYSTS

CROSS REFERENCE TO RELATED
APPLICATIONS

This is a Rule 60 continuation application of Ser. No.
298,991, filed Sept. 3, 1981 now abandoned, which is a
continuation-in-part application of Ser. No. 275,451,
filed June 19, 1981 now abandoned, which is a Rule 60
continuation application of Ser. No. 186,909, filed Sept.
15, 1980 now abandoned.

BACKGROUND OF THE INVENTION

The Fischer-Tropsch process is one of several pro-
cesses involving the hydrogenation of carbon monoxide
and is well-known for producing hydrocarbons and
hydrocarbon fuels by contacting mixtures of carbon-
monoxide/hydrogen, with generally an iron-based cata-
lyst. The produced hydrocarbons usually contain a
broad range of liquid paraffins and olefins of Cs-Cyo
carbon number, and under conditions of excess hydro-
gen, an especially valuable portion being the linear and
branched paraffinic C¢—~Ci1 fraction, the well-known
“gasoline” fraction useful for internal combustion en-
gines.

An extensive amount of work has been carried out in
an effort to modify and improve the selectivity of the
process in producing the gasoline fraction directly
under efficient process conditions, containing C¢-Cj)
aromatic hydrocarbons, to improve the octane number.
Particular process conditions which are highly desir-
able are high percent CO conversion, lower methane
make, high liquid hydrocarbon make, substantial aro-
matics produced in the Cs—Cj; hydrocarbon fraction
and a low wax make (i.e., C23+ hydrocarbons). How-
ever, carbon monoxide hydrogenation processes utiliz-
ing iron-based catalysts are not now successful in pro-
ducing C¢-Ci1 gasoline fractions containing a signifi-
cant quantity of C¢-Cj; aromatic hydrocarbons under
the above-described efficient process conditions.

A commercially practiced Fischer-Tropsch process
uses mixtures of carbon monoxide/hydrogen that are
contacted with a potassium-doped iron catalyst, as a
fluid bed, at about 320° C. to 330° C. under pressure.
The resulting liquid hydrocarbons generally comprise
only about 5 weight percent aromatics and in addition,
a significant quantity of wax formation occurs.

What is desired is a process which is more selective in
producing Cg-Ci1 liquid hydrocarbons in which the
yield of aromatics, particularly in the Cg-Ci11 liquid
hydrocarbon portion, is selectively higher than 5
weight percent, being preferably about 10 weight per-
cent or higher. Particularly desired is where the process
can be conducted under very efficient conditions of
high percent CO conversion, high liquid hydrocarbon
make, significantly high C¢—C}1 aromatics content, low
methane make and low Cj3 4+ hydrocarbon wax make.

BRIEF DESCRIPTION OF DISCLOSURES IN
THE ART

U.S. Pat. No. 2,737,055 (1955), U.S. Pat. No.
2,768,961 (1956) and U.S. Pat. No. 2,791,583 (1957)
describe processes for producing liquid hydrocarbon
products containing aromatic hydrocarbons. The cata-
lysts used in the process are primarily alumina-based or
chromium oxide-based and the reported percent con-

—

0

25

30

35

40

45

50

55

65

2

version of carbon monoxide to hydrocarbons is fairly
low, between about 12 to 16 percent. Process tempera-
tures are described as being 370° C. and above, at pres-
sures of 30 to 60 atomospheres.

French Pat. No. 635,950 (1927) discloses a number of
catalysts containing copper, silver, gold, zinc and
Group VIII metals, or combinations thereof, for carry-
ing out carbon monoxide hydrogenation processes.
Also described is the use of cadmium or thallium, as
equivalent catalyst promoters, in combination with the
Group VIII metals, including cobalt and iron, for re-
ducing soot formation. However, no specific mention is
made for the use of thallium in particularly promoting
the selectivity of an iron catalysi in the process toward
the production of C-Cj1 liquid aromatic hydrocarbons,
with an attendant low methane and wax production.

There is a continuing search for new and more effi-
cient iron-based catalysts which are inexpensive and
convenient to prepare for carrying out carbon monox-
ide hydrogenation processes, and as described above,
which, under efficient process conditions, exhibit
greater selectivity to the formation of Ce¢—Cj1 liquid
hydrocarbons containing Cg¢—Cj; aromatic hydrocar-
bons.

SUMMARY OF THE INVENTION

We have unexpectedly found that a composition
comprising a mixture of iron compounds and thallium
compounds is an efficient catalyst in a CO hydrogena-
tion process for selectively promoting the production of
C¢-C11 liquid hydrocarbons, containing Ce-Cj; aro-
matic hydrocarbons at high percent CO conversion
with attendant low methane and wax production.

The catalyst composition contains compounds of iron
and thallium in an iron-thallium weight ratio of 100:1 to
1:100, respectively, taken as the free metals, and the
composition can be supported or unsupported and con-
tain catalyst promoter agents and additives as well. In a
preferred embodiment, the iron value in the composi-
tion is substantially in the trivalent state.

Generally, the C¢-Cy1 liquid hydrocarbons produced
in the process comprise at least about 5 weight percent,
and preferably about 10 weight percent or greater, of
Ce-Ci1 liquid aromatic hydrocarbons. Use of the cata-
lyst composition allows the process to be conducted at
relatively low temperatures, preferably being 270° to
350° C.; low pressures, from above about 1 to 10 atmo-
spheres (0.1 to 1 MPa), and results in carbon monoxide
conversion efficiences as high as 90+ percent to prod-
ucts. The process can also be conducted at lower and
higher temperatures, and higher pressures.

* In accordance with this invention, there is provided a
process for producing liquid hydrocarbons, including
those in the Cgs—Cj1 hydrocarbon range, comprising
contacting a mixture of CO and Hj, in a volume ratio of
about 1:4 and 4:1, respectively, with a supported or
unsupported catalyst composition comprising a mixture
of iron compounds and thallium compounds, wherein
the weight ratio of iron-thallium, taken as the free met-
als, is from about 100:1 to 1:100, said process being
conducted at a temperature of about 230° C. to 550° C.,
a pressure of above about 0.1 MPa and a space velocity
of about 10 to 10,000 v/v/hr., thereby resulting in prod-
uct hydrocarbons comprising about 40 weight percent
and greater Cs~Ciy liquid hydrocarbons and below
about 5 weight percent Cz34 hydrocarbon wazes.
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A preferred embodiment is wherein a mixture of CO
and Hy, in a 2:1 to 1:2 volume ratio, is contacted with a
supported catalyst composition comprising a mixture of
iron oxide and thallium nitrate or oxide, the weight ratio
of iron/thallium taken as the free metals, in the compo-
sition, being from about 100:1 to 35:65, and wherein said
iron oxide contains iron value substantially in the triva-
lent state, said thallium compound being substantially
impregnated on the surface of said catalyst composition,
said support being aluminum oxide, magnesium oxide,
or mixtures thereof, said process being conducted at a
temperature of at least about 350° C., and a pressure of
about 0.5 to 1.5 MPa, and a space velocity of about 150
to 1500 v/v/hr., thereby resulting in product hydrocar-
bons comprising C¢-Ci1 hydrocarbons comprised of at
least about 25 weight percent of C¢—Cy; aromatic hy-
drocarbons and less than about one weight percent
C234 hydrocarbon wasxes.

Also provided is a catalyst composition consisting
essentially of a mixture of iron compounds and thallium
compounds, being supported or unsupported, wherein
the weight ratio of iron-thallium, taken as the free met-
als, is from about 100:1 to 1:100, and wherein said iron
compounds contain iron value substantially in the triva-
lent state. A preferred embodiment is the catalyst com-
position consisting essentially or iron oxide and thallium
nitrate or oxide, wherein the weight ratio of Fe/Tl in
the composition, taken as the free metals, is about 100:1
to 35:65, respectively, said catalyst composition being
supported on aluminum oxide, or mixtures thereof, and
wherein said thallium compound is substantially im-
pregnated on the surface of said composition.

Further embodiments include the use of promoters,
such as metals or their salts or oxides, e.g., zinc and
cobalt; alkali metals, e.g., potassium carbonate; and
halide salts, e.g., ammonium fluoride.

Further provided is a process for preparing the sub-
ject catalyst composition comprising the steps of:

(a) contacting at least one iron-containing compound
with a concentrated aqueous solution of at least one
soluble thallium compound, thereby substantially im-
pregnating said iron-containing compound; and

(b) drying said impregnated iron-containing com-
pound in the presence of an oxidizing atmosphere,
thereby resulting in said composition wherein said iron
value is substantially in the trivalent state.

DESCRIPTION OF THE INVENTION AND
PREFERRED EMBODIMENTS

The subject catalyst composition is novel in that it is
capable of selectively producing C¢~C11 liquid hydro-
carbons from carbon monoxide under efficient process
conditions. The C¢-Cj1 hydrocarbon fraction contains a
significant percentage of Cs-Ci1 aromatic hydrocar-
bons which are extremely effective as octane-increasing
agents for motor gasoline and for use as aromatic chem-
icals in the chemical industry, e.g., toluene. Further, use
of the catalyst under Fischer-Tropsch conditions results
in a surprisingly low Cj3., hydrocarbon wax make. The
reason why the combination of iron-thallium com-
pounds in a mixture is unique in producing these very
desirable results is not at all clear. One theory that we
do not wish to be bound by is that iron and thallium ions
form a redox couple that is selective in forming aromat-
ics under the process conditions.

The performance of thallium promoted iron catalysts
is similar in some respects to conventional commercial
potassium promoted CO hydrogenation catalysts. How-
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ever, thallium promoted iron catalysts provide the fol- .
lowing advantages over potassium promoted iron cata-
lysts: no need for sintering or other high temperature
treatment during catalyst preparation (K promoted
catalyst preparation usually requires sintering at tem-
perature well above 500° C. to achieve intimate Fe-K
contact in the catalyst mixture); thallium promoted
catalysts do not require extensive reduction during pre-
treatment; reduced methane yields at lower tempera-
tures (vs. K promoted iron); no significant wax formed
(K promoted iron produces several percent wax); and
very high activity, especially at lower space velocities
and higher temperatures.

The subject composition consists essentially of a mix-
ture of iron compounds and thallium compounds,
wherein the weight ratio of iron-thallium, taken as the
free metals, is about 100:1 to 1:100, in which the iron
value is regarded as being substantially in the trivalent
state. This is based on the fact that use of ferric com-
pounds in the composition and use of an oxidizing atmo-
sphere, e.g. air, in the drying step during preparation of
the compounds leads to desired results. By the term
“consisting essentially of”, as used herein, is meant that
other materials, known in thé art as being promoters,
activators, supports and catalytic-aiding materials, may
also be present, as long as the unique capability of the
subject catalyst in producing Ce¢-Ci) liquid hydrocar-
bons in the absence of significant amounts of Cy3 hy-
drocarbon waxes, is not adversely effected. By the term
“mixture of iron compounds and thallium compounds”
is meant a physical admixture, solid solution, alloy,
spinel, or new compound formed from the compounds
in which the compounds can be simply combined, co-
precipitated, precipitated individually, and then com-
bined or formed by impregnating one solid compound
with a solution of another to produce the composition.

The weight ratio of iron-thallium, taken as the free
metals and referred to herein as Fe/ T}, being in parts by
weight in the composition is from 100:1 to 1:100, prefer-
ably from 100:1 to 35:65, particularly preferred from
about 100:1 to 65:35 and most preferred from about
100:10 to 80:20, respectively.

The subject composition contains iron substantially in
its trivalent state in order to convert CO and Hj and
Ce-Ci11 aromatic hydrocarbons, and by the term “sub-
stantially” is meant at least about two-thirds of the iron
present, such as in the case of Fe304. It is to be under-
stood that an iron-based catalyst which is subjected to
oxidizing conditions prior to CO hydrogenation, such
that a significant amount of ferric ion is formed on the
catalyst surface, is also regarded as being an operable
embodiment and included within the scope of the sub-
ject catalyst.

Iron compounds and thallium compounds operable in
the composition are inorganic or organometallic and
include their oxides, hydroxides, carbides, nitrates, car-
bonates, halides, sulfates, and the liké, and mixtures
thereof. Representative examples include FeyOs,
Fe304, Fe(OH)3, Fe3C, FesC;, Fe(NO3)3, Fex(COs)3,
FeCls, Fe(NHy) (SO4)s, T1O, TINO3, T12CO3, T12SO4,
TICl3, TICY, TIF and the like. Preferred compounds are
iron oxide, thallium oxide, thallium chloride, thailium
fluoride, thallium nitrate, or mixtures thereof. Also
preferred are where said iron compounds contain'iron
value substantially in the trivalent state, and for pur-
poses of this application, since the true valence of iron
in iron carbides is not exactly, but can be assumed to at
least partially in the trivalent state, iron carbides are
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intended to be included within the class of iron com-
pounds wherein the iron is substantially in the trivalent
state. Also operable are organometallic compounds of
iron or thallium which decompose to the respective
oxides under the process conditions, e.g., thallium ace-
tate and iron oxalate. Preferably the thallium value is
substantially impregnated on the surface of the catalyst
composition.

Particularly preferred compounds are the oxides of
the two metals which can be formed, for example, by
precipitating the metal values from aqueous solution of
their soluble nitrates or sulfates by the addition of a base
to form the respective hydrated oxides, which are dried
and heated in the presence of air and converted to the
metallic oxides. Thus, a preferred composition is a mix-
ture of iron oxide and thallium oxide. If the drying step
is conducted under vacuum or in the absence of air with
ferric iron being present, thallium nitrate is regarded as
being the active form of thallium in the catalyst, if ini-
tially used. However, mixtures of thallium nitrate and
thallium oxide are probably present after drying and are
regarded as such within the scope of this invention.

The subject catalyst composition can be supported or
unsupported and is preferably supported. This prefer-
ence is because the supported catalyst has, in general, a
longer catalyst lifetime and a lesser tendency to disinte-
grate during continued operation. Representative exam-
ples of supports include alumina, alkali-doped alumina,
silica, titanium dioxide, magnesium oxide, magnesium
carbonate, magnesium silicate, silicon carbide, zirconia,
Kieselguhr, talc, clay, and the like. By the term “‘alkali-
doped alumina”, as used herein, is meant a mixture of
alumina and about 1 to 20 mole percent of an alkali
metal salt, based on the moles of alumina, such as potas-
sium carbonate, potassium silicate, cesium carbonate
and the like. Mixtures of supports can also be utilized,
including those above, for example, alumina and magne-
sium oxide. Preferred supports for the catalyst in the
process for producing Cg-C11 aromatic hydrocarbons
include cesium-doped alumina, or alumina, magnesium
oxide, or mixtures thereof.

The amount of said support present can be from
about 50 to 99 weight percent, based on the combined
weight of said iron/thallium compounds, said prefera-
bly 75 to 95 weight percent.

Various additives and promoter agents can also be
utilized with the catalyst, including cobalt, zinc, magne-
sium, barium, nickel, chromium, manganese, and com-
pounds or salts thereof, such as cobalt oxide, zinc oxide,
chromium oxide and the like, which increases the activ-
ity and selectivity of the catalyst and thus reduces the
required temperature in the process. Also operable are
alkali metal salts, such as potassium salts, e.g., potassium
carbonate, potassium oxide, potassium bicarbonate,
potassium hydroxide, rubidium carbonate, alkali metal
borates and silicates; other metals, such as zirconium,
cerium, vanadium, rare earth elements, tantalum and
molybdenum; and halide salts, e.g., fluoride salts such as
ammonium fluoride, potassium fluoride and the like,
also for promoting the formation of aromatic hydrocar-
bons. In addition, other additives/promoters can be
used including, but not limited to, alumina, manganese
oxide, magnesium oxide, thorium oxide, calcium oxide,
titanium dioxide and the like, to help maintain the stabil-
ity and integrity of the catalyst. Preferred promoters for
the catalyst are cobalt, zinc, magnesium, as their salts or
oxides, ammonium fluoride, potassium carbonate, or
mixtures thereof.
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Amounts of promoters or additives that can be used
in the compositions are from about 1 to 200 weight
percent, based on the weight of iron, taken as the free
metals.

For example, cesium, as the carbonate salt, is gener-
ally used in about 1 to 25 weight percent, cesium taken
as the metal, to dope an alumina carrier. Ammonium
fluoride is used in about a 0.1 to 10 weight percent,
based on the weight of iron as the free metal, as a pro-
moter, and potassium carbonate is used in about a 0.1 to
5 weight percent, based on the weight of iron, as the
free metal, to promote the subject composition. Cobalt
and zinc, as their salts or oxides, are generally used in
about a 1 to 20 weight percent, based on the weight of
iron, as the free metal, to promote the catalyst.

Representative examples of subject catalyst composi-
tions are (giving the composition and the weight ratio of
the metals or elements in the free state) Fe;03/T1203
(10:1 Fe/T1); Fe203/T103/NH4F (100:10:2 Fe/T1/F);
Fez03/Th03/K2C03 (100:10:1 Fe/TI/K); Fe304/T-
103 (10:1 Fe/Tl); Fe»O3/TINO; (10:1 Fe/Tl); Fe;03/-
CoO/TINO; (100:52.3:10 Fe/Co/Tl); and FeO3/-
ZnOQ/TINOj (100:53.2:10 Fe/Zn/TI).

A preferred catalyst composition is an iron oxide/-
thallium oxide on cesium-doped alumina, wherein ce-
sium is present, as the metal, in about 13 weight percent
of the alumina; iron, as the free metal, is present in about
10 weight percent of the combined weight of the cesi-
um-doped alumina; and thallium is present, as the metal,
in about 10 to 20 weight percent of iron.

The subject composition can be made by a variety of
techniques. The simplest method is to mix together an
iron compound and a thallium compound, which are
finely ground, in the proper ratio, and utilize the cata-
lyst as is.

Another method is to co-precipitate the iron and
thallium metal values from aqueous solution by the
addition of base to precipitate the hydrated metal ox-
ides. The resulting mixture is collected, washed and
dried in air to yield the mixture of the corresponding
oxides. The drying step is preferably carried out in air,
and preferably under the influence of heat.

To insure a highly active catalyst, it is preferable to
remove any excess alkali salts that might be initially
present on the surface of the iron hydroxide. Also, ion
exchange agents such as soluble ammonium com-
pounds, can be used to wash the precipitated iron hy-
droxide. Alternatively, an ammonium salt, such as am-
monium bicarbonate, can be used to precipitate the
metal hydroxide from the solution.

A still further method of making the subject composi-
tions is to precipitate one metal value from an aqueous
solution of its salt by the addition of base, or adjustment
of the pH of the solution, and to isolate the metal oxide
thereof. The same procedure is then used for the other
metal value and the two resulting metal oxides are
mixed together to form the subject catalyst.

A particularly preferred method for making the iron-
thallium catalysts is via the “incipient wetness” impreg-
nation technique whereby a known amount of thallium
salt, such as thallium nitrate, is dissolved in distilled
water. and added dropwise with thorough stirring to
finely divided, solid water-insoluble iron compounds to
insure even dispersion on the solid surface by the thal-
lium sait. Uniform distribution is insured by adding only
just enough thallium solution to wet the entire surface
of the iron solid to take advantage of the surface spread-
ing forces.
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Thus, also a subject of the instant invention is a pro-
cess for making the subject catalyst composition in
which at least one preferably finely divided, solid iron-
containing compound is contacted with a concentrated
aqueous solution of at least one soluble thallium com-
pound, preferably the nitrate, thereby substantially im-
pregnating the surface of the iron compound, and then
drying said impregnated iron-containing compound in
the presence of an oxidizing atmosphere, preferably air,
thereby resulting in said composition, wherein said iron
value is substantially in the trivalent state. Particularly
preferred is where the thallium compound is substan-
tially impregnated on the surface of the catalyst compo-
sition. The resulting solid can be air-dried at room tem-
perature, vacuum-dried at elevated temperature, or
preferably heat-dried in air, and then ground into a fine
particle size and used as is in the process.

The obtained catalyst composition, including that
prepared by the subject method, generally has a surface
area from about 5 to 300 m2/gm. After pretreatment in
the process with a mixture of CO and Hj, the catalyst
surface area reduces to about 10 to 50 m2/gm.

Also a subject of the instant invention is a process for
producing liquid hydrocarbons in the C¢-Cj1 hydrocar-
bon range comprising C¢-Cj; aromatic hydrocarbons,
and below about 5 preferably about 3, and particularly
preferred of about one and lower weight percent
Ca3+hydrocarbon waxes.

The process is conducted by contacting a mixture of
CO and H; with a supported or unsupported catalyst
composition comprising a mixture of iron compounds
and thallium compounds wherein the ratio of iron-thal-
lium, taken as the free metals, is from about 100:1 to
1:100. A thorough description of operable iron-thallium
catalysts useful in the process is given hereinabove for
the subject composition including weight ratios, differ-
ent iron and thallium compounds operable, additives,
promoter agents and the like, and methods of prepara-
tion. The scope of iron-thallium catalysts operable in
the subject process is broader than for the subject com-
position in that it is intended to include all mixtures
comprising iron-thallium compound combinations
which result in the production of C¢-Cy; liquid hydro-
carbons containing C¢-C11 aromatic hydrocarbons and
less than about 5 weight percent C;3+hydrocarbon
waxes. Thus, the iron-thallium based catalyst useful in
the process also comprises the use of other co-catalysts,
and supports, not specifically described herein, and
combinations in which the iron value may not be sub-
stantially in the trivalent state or where the thallium
value may not be substantially impregnated on the cata-
lyst surface. Preferred embodiments of iron-thallium
combinations are described hereinabove in the discus-
sion of the subject catalyst.

By the term “mixtures of CO and H,” is meant mix-
tures of pure CO and Hj, or impure mixtures, also con-
taining water, CO; and the like, and including “water
gas”, “synthesis gas”, “Town gas” and the like. A pre-
ferred mixture is that produced by gasification appara-
tus, such as a Shell-Koppers Gasifier.

The ratio of CO and Hj as CO/Hy, in the process is
about 4:1 to 1:4, preferably 2:1 to 1:2, and particularly
preferred about 2:1, respectively.

A volume ratio of 2:1 CO/H; can be produced by
commercial coal gasifiers, and an excess of CO in the
feedstream also tends to reduce the amount of light
gases produced in the process.
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The temperature of the process is conducted at about
230° to 550° C., preferably about 270° to 350° C.

The pressure of the CO/H; feedstream in the process
is above about 0.1 MPa to about 7.5 MPa (1 to 75 atmo-
spheres) and preferably about 0.5 to 1.5 MPa and partic-
ularly preferred, about 0.8 MPa.

The space velocity of the CO/H; feedstream is main-
tained at about 10 to 10,000 v/v/hr., preferably about
100 to 2500 v/v/hr. and particularly preferred of about
150 to 1500 v/v/hr.

A particularly preferred embodiment of the subject
process comprises contacting a mixture of CO and Hp,
in about a 1:1 volume ratio, respectively, with a sup-
ported catalyst composition comprising a mixture of
iron oxide and thallium nitrate or oxide, the weight ratio
of iron-thallium, taken as the free metals, in the compo-
sition, being from about 100:1 to 35:65. The iron oxide
of the catalyst composition contains iron value, substan-
tially in the trivalent state, and thallium compound is
substantially impregnated on the surface of the iron
catalyst composition, which is supported on aluminum
oxide, magnesium oxide, or mixtures thereof. The pro-
cess is conducted at a temperature of about 270° to 350°
C., a pressure of about 0.5 to 1.5 MPa, and a space
velocity of about 150 to 1500 v/v/hr., thereby resulting
in product liquid hydrocarbons in the C¢-Cy; range,
comprised of at least about 25 weight percent of
Cs~C11 aromatic hydrocarbons and less than about one
weight percent Cp3+hydrocarbon waxes. Particularly
preferred embodiment is where the Ce~Cq; liquid hy-
drocarbons comprise at least about 25 weight percent
C6~C11 aromatic hydrocarbons.

The apparatus which is used for the process can be
any of the conventional types, wherein the catalyst is
used in the form of a fixed bed, fluid bed, slurry and the
like. Preferred is the catalyst in the form of a fixed or
fluid bed.

The process is generally conducted by placing the
composition catalyst into the reaction zone of the reac-
tor and pretreating the catalyst prior to the run. The
pretreatment step,” as described hereinabove, can be
conducted by passing a reducing gas, such as Hz, CO, or
NH3, or mixtures thereof, either simultaneously or se-
quentially over the catalyst at elevated temperature for
a certain period of time, which is dependent upon the
amount of catalyst used, type of reactor and the like.
During this pretreatment step, the catalyst is contacted
with a reducing atmosphere which is believed to con-
vert some of the metal oxides to metal carbides, carboni-
trides and the like, or the reduced metal, as shown by
X-ray analysis. The exact composition of the catalyst
during the actual run is not known and actually may be
continuously changing in nature during the run. It is,
however, believed that iron is in the trivalent state sub-
stantially during the initial stages of the process. After
the pretreatment step, the feedstream gases, comprising
CO and Hp, are passed into the catalyst zone for reac-
tion.

The hydrocarbons produced in the process comprise
gaseous C1—C4 hydrocarbons and Cs-Ca; liquid hydro-
carbons, including linear and branched paraffins and
olefins, together with small amounts of oxygenates such
as methy!l alcohol or ethyl alcohol. The amount of
Cz3+hydrocarbon waxes is about 5 weight percent or
less and preferably less than about one weight percent.
The ratio of paraffins/olefins produced in the process
can be regulated by the hydrogen partial pressure, i.e.,
increasing the Hj partial pressure increases paraffins-
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/olefins ratio. In addition, in the process, alpha olefins
are obtained in good yield in the temperature range of
about 270°-325° C., and aromatics are in the C¢~Cpy
liquid fraction are obtained in good yield at tempera-
tures above 325° C. The Cg~Ci1 liquid hydrocarbons
produced usuaily comprise about 40 weight percent and
above of the total hydrocarbons produced, and of the
liquid hydrocarbons produced, about 65 weight percent
and greater is comprised of C¢~C1] hydrocarbons. The
gasoline fraction, the C¢-Cj; fraction, generally con-
tains about 5 to 25 weight percent or greater of aromatic
Cs~C11 hydrocarbons. However, depending upon the
particular process conditions used, higher or lower
amounts of the above-stated hydrocarbon products may
be formed.

Methods of collecting and separating the obtained
hydrocarbons are conventional and include, for exam-
ple, atmospheric and reduced pressure distillation.

The following comparative examples and examples
illustrate the subject matter which we regard as our
invention, and the examples are illustrative of the best
mode of carrying out the invention, as contemplated by
us, and should not be construed as being limitations on
the scope and spirit of the instant invention.

EXAMPLE 1

Preparation of the Catalyst (100 Fe:52.3 Co:10 TI)
(Catalyst One)

Two thousand ml. of an aqueous solution of 404 g. of
ferric nitrate and 145 g. cobalt nitrate, was heated to
boiling; 1500 ml. of an aqueous solution of 316 g. ammo-
nium bicarbonate was added thereto with stirring. The
combined solutions were heated for about 15 minutes,
whereupon a precipitate formed. The mixture was
cooled, the solid filtered off and washed with distilled
water until the washings were neutral. The solid was
dried in a vacuum oven at 100° C. for 12 hours. It was
removed and ground to a fine particle size. The solid
was then impregnated by the technique of “incipient
wetness” by dropwise addition of in an aqueous solution
of 7.3 g. thallium nitrate in 70 ml. water, whereupon all
of the thallium nitrate solution was adsorbed by the
dispersed solid. The resulting solid was dried in a vac-
uum oven at 110° C. for 12 hours to yield 123 g. of
dark-colored solid. Analysis of the solid revealed that it
consisted of 45.5 weight percent of iron, as the metal,
and the iron, cobalt and thallium in a weight ratio of
100:52.3:10, each taken as the metal.

EXAMPLE 2
Preparation of the Catalyst 10:1 Fe/T1 (Catalyst Two)

To a boiling solution of 404 g. ferric nitrate nonahy-
drate in 1.5 liters of distilled water was added with
stirring a solution of 237 g. ammonium bicarbonate
dissolved in 1.5 liters water resulting in the precipitation
of iron oxide. The resulting solution was kept boiling
until all CO; evolution had ceased. The precipitate was
filtered, washed with distilled water until the wash
water was neutral. The washed solid was dried in a
vacuum at 110° C. for 12 hours. The resulting solid was
impregnated by the technique of incipient wetness by
the dropwise addition to the solid of a solution of 7.3 g.
thallium nitrate in 70 ml. of water. The ferric oxide
adsorbed practically all of the solution. The impreg-
nated solid was dried in a vacuum oven at 110° C. for 12
hours. The resulting impregnated solid weighed 86 g.
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and analyzed for 10 parts by weight iron, per 1 part
thallium, taken as the free metals.

EXAMPLE 3

The following supported and unsupported iron-thal-
lium catalysts were prepared as described below.

Catalyst Three (100 Fe:10 T, supported on Alumina)

A solution of ferric nitrate was deposited on an alu-
mina support to yield FezOs-alumina having an iron
loading of about 14 weight percent of the composition
as metallic iron. The solid had an initial BET surface
area of about 41 m2/g. The solid was impregnated with
thallium nitrate by the technique of incipient wetness
using an aqueous solution of thallium nitrate. After
drying overnight in a vacuum oven at 110° C., the solid
had an Fe/Tl weight ratio of 100:10, taken as the free
metals.

Catalyst Four (100 Fe:10 T, supported on Cs-doped
alumina)

Beta aluminum trihydrate was impregnated with the
required amount of cesium nitrate using the well-known
technique of incipient wetness to yield a solid contain-
ing 10 mole percent cesium, taken as the metal. The
resultant solid was heated in an air oven at 870° C. for
8 hours and then mixed with ferric nitrate crystals,
which had been heated until they melted and dissolved
in their own water of crystallization (approximately
80°-85° C.). The resulting impregnated solid was then
placed in an air oven at 110° C. for 12 hours, and under
these conditions, decomposition of the nitrate to the
oxide occurred yielding a solid containing 10 weight
percent each of Fe and Cs, taken as the free metals.
Then, by the incipient wetness technique, the solid was
impregnated with thallium nitrate to yield a solid hav-
ing a Fe/T! weight ratio of 100:10.

Catalyst Five (100 Fe:10 TI, unsupported)

This catalyst was prepared as described above for
Catalyst Two, except that commercially available iron
oxide, as opposed to precipitated iron oxide, as used for
Catalyst Two, was impregnated with thallium nitrate
solution by the technique of incipient wetness, wherein
the weight ratio of Fe/TI, taken as the free metals, was
100:10.

Catalyst Six (100 Fe:10 T1:2F, unsupported)

This catalyst was prepared by adding an aqueous
solution of ammonium fluoride, by the technique of
incipient wetness, to Catalyst Five, described above.
The resulting catalyst contained Fe/TI/F, in a weight
ratio, as the free elements, of 100:10:2.

Catalyst Seven (100 Fe:20 Tl, supported on Al,O3)

This catalyst was prepared by the procedure de-
scribed above for Catalyst Two, except that the incipi-
ent wetness impregnation step was performed twice
with aqueous thallium nitrate yielding a resulting solid
having an Fe/T1 weight ratio of 100:20 taken as the free
metals.

Catalyst Eight (100 Fe:20 TI:2F, supported on AL,O3)

This catalyst was prepared by adding ammonium
fluoride to the Catalyst Seven, described above, by the
technique of incipient wetness resulting in a catalyst
having the composition of 100 Fe:20 TI:2F, by weight,
taken as the free elements, on AlzOs.
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Catalyst Nine (100 Fe:10 Ti, as the chloride)

This catalyst was prepared by impregnating iron
oxide with aqueous thallium chloride by the technique
of incipient wetness, as described above for Catalyst
Five, except that thallium chloride was used instead of
thallium nitrate, yielding a solid having an Fe/TI
weight ratio of 100:10, as the free metals.

Catalyst Ten (100 Fe:52.3 Zn:10 T1)

An iron-zinc catalyst, 100 Fe:52:3 Zn:10 T1, was pre-
pared according to the general procedure of Example 1
except that zinc nitrate was used in place of cobalt ni-
trate.

Catalyst Eleven (2.5 Fe:1Tl, unsupported)

A catalyst was prepared according to the general
procedure for Catalyst Two, except that the thallium
nitrate loading was adjusted so that the final composi-
tion had an atomic ratio of Fe/TI of 2.5/1, (correspond-
ing to an Fe/Tl weight ratio of 100:150).

Catalyst Twelve (4Fe:1T, supported on MgO—A103

A catalyst prepared consisted of iron promoted with
thallium (Fe/TI weight ratio 4:1) supported on a mag-
nesium-alumina spinel. This supported catalyst con-
tained 5 weight percent of iron. The catalyst was pre-
pared by melting 90 g. of ferric nitrate at 80° C. in a
large evaporating dish. To this liquid was added 4.0 g.
of thallium nitrate and 250 g. of spinel support with
constant stirring in order to insure uniform and total
impregnation. The solid was placed in a vented oven
maintained overnight at 200° C. at which temperature
the nitrates are substantially decomposed to the respec-
tive oxides.

EXAMPLE 4

The catalysis prepared and described in Examples
1-3 were run under Fischer-Tropsch conditions at ele-
vated temperatures and the runs all produced liquid
hydrocarbons in the Cs-Cy; range, containing Ce-Ci1
aromatics.

EXAMPLE 5

A 10:1 Fe/Tl catalyst was prepared by the incipient
wetness technique, as described above in Example 2 and
tested by the following procedure for Fischer-Tropsch
synthesis.

The catalyst was tested in a fixed bed tubular reactor
fitted with a highly conductive brass sleeve. Catalyst
pretreatment consisted of flowing a mixture of
Hy/C0O/N32 (49:50:1, by volume, approx.) over the cata-
lyst at 270° C., 1 atm. pressure, and a space velocity of
500 v/v/hr. for 18 hours. At the end of this pretreat-
ment, the temperature was reset in the range of 270° to
375° C. and the pressure raised to 120 psia. The space
velocity was adjusted in the range of 150 to 1200
v/v/hr. Liquid samples were collected at 4° C. and gas
analyses were performed by in-line gas chromatogra-
phy. A highly conductive brass sleeve was placed in the
§ inch space between the surrounding furnace and the }
inch O.D. stainless steel 5" long reactor tube. This pre-
sumably has two favorable effects: (1) it prevents natu-
ral convection of air which tends to lead to axial tem-
perature gradients; and (2) it normalizes and dissipates
temperature gradients created by heats of reaction. A
traveling 1/16 inch thermocouple positioned in a } inch
O.D. stainless steel tube at the reactor center indicated
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that the axial temperature gradients in the reactor were .
reduced to ~1° C./cm up to 300° C. and ~2°~5° C./cm
up to 350° C.
The performance of thallium-promoted iron under
these conditions is shown in the following tables:

TABLE 1
€O Conversion
Temp. Space Velocity CO Conversion
270° 150-1200 90-20%
300° 150-1200 65-40%
325° 150-1200 96-80%
350° 150-1200 97-90%
TABLE 2
Methane Selectivity
CHy4 (% of Total
Temp. Space Velocity Hydrocarbon)
270° 150-1200 6-4%
300° 150-1200 6-3%
325° 150-1200 6~10%
350° 150-1200 9-15%
TABLE 3
Liquid (Cs-Cj1) Selectivity
Cs-C11
Temp. Space Velocity (% of Total HC)
270° 150-1200 50-54%
300° 150-1200 51-57%
325° 150-1200 50-51%
350° 150-1200 42-51%

TABLE 4
Gas (C4™) Selectivity

Temp. Space Velocity C4~ (% of Total HC)
270° 150-1200 35-30%
300° 150-1200 34-26%
325° 150-1200 35-39%
350° 150-1200 39-50%
TABLE 5
a-Olefin Selectivity in Cg+ Fraction
Ce+ a-Olefin
Temp. Space Velocity (% of Total HC)
270° 150-1200 21-26%
300° 150-1200 23-26%
325° 150-1200 21-16%
350° 150-1200 14-8%
TABLE 6
Aromatics Selectivity
Aromatics
Temp. Space Velocity (% of Total HC)
270° 150-1200 2-3%
300° 150-1200 2-3%
325° 150-1200 4-83%
350° 150-1200 7-14%

As is initially seen in the above data, Fe/Tl catalyst is
an active Fischer-Tropsch catalyst for producing hy-
drocarbons.

Further, it was observed that under the process'con-
ditions used, there was a relatively weak dependence on
the space velocity in the process with respect to meth-
ane selectivity, liquid Cs~Cy1 selectivity, gaseous C1-Ca
hydrocarbons, alpha-olefin and aromatic selectivity.
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However, a significant dependence of percent CO con-
version on space velocity was observed particularly at
lower temperatures.

EXAMPLE 6

Utilizing the general procedure described in Example
5, the following runs were made with a catalyst of the
composition: 100 Fe:20 TI; prepared as described in
Example 2. Portions of the same catalyst batch were run
under substantially the same conditions in three differ-
ent reactors to determine possible apparatus effects in
the data. Run No. 3 was conducted in the apparatus
described in Example 5, and the runs 1 and 2 were
conducted in other fixed bed tubular reactors. The reac-

10

tors used in Runs 1 and 2 were similar to the apparatus 15

described in Example 5, except that the bed length used
in Run 1 was about 36" long, and the bed length used in
Run 2 was about 3" long. The three runs were con-
ducted at 270° C., at a pressure of 0.9 MPa and a feed-
stream containing a CO/H3 molar ratio of 1.0. Results
are given below.

TABLE 7

Comparison of 100 Fe:20 T1 Catalyst at 270° C. in Three

Different Reactors; P = 0.9 MPa, Feed = 1.0 CO/1.0 Hy
Run 1 2 3
GHSV ' 300 300 375
Run Time (min.) 1380 1311 1080
% CO Conversion 76 53 51

Selectivity, wt. %

of Hydrocarbons

CH4 52 14 .67
CoHy 4.8 6.4 3.2
C2Hg 1.4 20 3.3
C; . 12.8 21.3 10.8
Cs 16.8 17.4 104
Cst 59 43 65
% Aromatics in

Cs 1.1 NM.©@ 1
Cr 25 9 3.3
Cs 6.5 6 9.1
Co 6.7 129
Cio 11.1
Cn 27

(N.M. = Not Measured.

As is seen from the data there is general agreement in
hydrocarbon selectivities. The small differences among
the runs can be attributed to the slight variations in the
reactor configurations and run conditions.

EXAMPLE 7

Utilizing the procedure and different sets of apparatus
described in Example 6, the same catalyst was tested
under the same conditions, but at 325° C. Results are
given in the following table.

TABLE 8

Comparison of 100 Fe:20 T1 Catalyst at 325° C. in Three
Different Reactors; P = 0.9 MPa, Feed = 1.0 CO/1.0 Hy

Run 1 2 3
GHSV 300 300 200
Run Time (min.) 1320 1387 1080
% CO Conversion ' 97 95 97

Selectivity, wt. %
of Hydrocarbons

CH4 5.8 8.1 14.2
CHy 4.1 3.5 24
CaHg 24 43 3.8
C3 125 189 11.0
Cs 14.7 13.0 10.0
Cst 60 52 61

% Aromatics in
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TABLE 8-continued

Comparison of 100 Fe:20 T1 Catalyst at 325° C. in Three
Different Reactors; P = 0.9 MPa, Feed = 1.0 CO/1.0 Hy

Run 1 2 3

Cs 28 4 4.7
Cr 8.2 17 11.2
Cs 120 i3 15.6
Co 13.0 15.7
Cio 13.6
Ci1 5.8

As is seen from the data, there is good general agree-
ment in the hydrocarbon selectivities.

EXAMPLE 8

Example 6 was repeated utilizing the same catalyst,
the same apparatus, and the same process varibles, ex-
cept that the temperature was raised to 350° C. Results
are given below in the Table 9.

TABLE 9

Comparison of 100 Fe:20 Tl Catalyst at 350° C. in Three
Different Reactors; P = 0.9 MPa, Feed = 1.0 CO/1.0 Hp

Run 1 2 3
GHSV kYl 386 300
Run Time (min.) 1300 1170 1440
% CO Conversion 96 95 45

Selectivity, wt. %
of Hydrocarbons

CHy 12 9.6 16.6
CoHy 4.7 44 1.3
CzHg 24 33 4.2
C 12.6 17.0 10.2
C4 14.6 13.2 74
Cst 58 54 60
% Aromatics in

Cs 123 19 16.7
Cr 254 36 333
Cs 28.2 34 319
Co 28.8 : 29.3
Cio 22.0
Cit ) 11.2

As is seen from the data, the hydrocarbon selectivities
again show good agreement.

EXAMPLE 9

The following runs were made in the apparatus de-
scribed in Example 5 using the same 10:1 Fe/T1 de-
scribed in Example 5, the 20:1 Fe/T1 catalyst described
in Example 6, and a 100 Fe:4 K catalyst, prepared by the
technique described in Example 2, except that sufficient
K,CO3 was used to achieve a 4 weight percent potas-
sium loading. (Note: the pretreatment procedure given
to Catalyst C was the same as for the other catalysts, for
comparative purposes, and did not include the more
vigorous high temperature sintering step which would
normally be administered). Also tested was a commer-
cial ammonia synthesis catalyst, Catalyst D. The runs
were made at 0.9 MPa, with a 1:1 CO/H; molar feed.
The particular temperatures and space velocities
(GHSV) used are given in the following Tables. Table
10 lists the precent CO conversion, percent selectivity
to hydrocarbons, percent methane produced, percent
C1~Cs hydrocarbons produced and percent Ce-Cii
liquid hydrocarbons produced. Table 11 lists percent of
CO which is converted to: C12-Cz3 hydrocarbons, wax
(C334), aromatics, and alpha-olefins. '

Catalyst A is 100 Fe:10 T};

Catalyst B is 100 Fe:20 TI;

Catalyst C is 100 Fe:4 K; and

Catalyst D is a commercial NH3 synthesis catalyst.
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TABLE 10

16

Results of Integral Reactor Studies of CO Hydrogenation
over Iron Catalysts: Conversion of Selectivity to Lighter
Products: P = 0.9 MPa, Feed = 1.0 CO/1.0 Hy

% CO % % % %
Run Catalyst Temp., °C. GHSV Conv Selec CHsy Ci;-Cs Cg-Cip
1 A 270 300 78.6 64.6 4.5 35.0 46.2
2 A 270 300 46.8 69.9 34 304 44.8
3 A 300 300 62.5 61.9 35 390 44.6
4 A 300 300 78.1 60.4 45 313 46.4
5 A 325 300 95.5 58.8 78 420 45.0
6 A 350 300 96.7 609 101 38.4 453
7 A 350 300 63.6 62.5 13.0 47 45.4
8 A 375 300 55.4 562 219 528 384
9 A 400 300 81.6 549 210 484 39.1
1 B 270 150 81.9 63.4 52 433 47.8
2 B 270 150 88.1 65.4 58 388 45.5
3 B 270 375 50.6 66.7 6.7 452 4.2
4 B 300 150 97.7 65.6 57 445 45.6
5 B 325 200 97.2 64.7 14.2 62.5 31.6
6 B 350 300 45.0 59.6 166  46.6 39.0
7 B 375 300 33.6 62.6 236 . 552 35.0
1 C 270 300 68.9 3.0
2 C 300 300 51.1 60.5 6.8 21.2 27.5
3 C 325 300 89.5 548 11.6  29.2 30.0
4 C 350 300 55.5 66.0 11.1 31.8 325
5 C 375 300 33.6. 641 106 382 47.2
1 D 350 300 97.1 69.5 33 42.2 42.3
TABLE 11

Results of Integral Reactor Studies of CO Hydrogenation
over Iron Catalysts: Selectivity to Heavier
Products, Aromatics and a-Olefins

% CO Converted to Listed Products

Run  Catalyst Temp., °C. GHSV Cj3-Cz3 Cz3t  Aromatics a-Olefins
1 A 270 300 18.1 0.7 3.32 22.52
2 A 270 300 23.8 1.0 292 22.31
3 A 300 300 15.5 0.9 3.87 21.31
4 A 300 300 15.2 1.1 3.36 23.46
5 A 325 300 12.8 0.2 6.83 18.38
6 A 350 300 16.0 0.3 12.70 14.93
7 A 350 300 9.7 0.2 14.02 9.66
8 A 375 300 7.5 1.3 14.21 4.16
9 A 400 300 12.4 0.1 20.44 4.44
1 B 270 150 8.8 0.1 2.65 23.88
2 B 270 150 14.1 1.6 4.01 16.39
3 B 270 300 9.8 2.8 2.73 15.17

4 B 300 150 9.8 0.1 2.17 22.53
5 B 325 150 5.8 0.1 32 14.61
6 B 350 300 13.6 0.8 10.3 10.0
7 B 375 300 10.0 —0.2 11.2 10.7

hid'} C 270 300
2 C 300 300 37.5 13.8 3.36 23.46
3 C 325 300 31.2 9.6 4.6 13.6
4 C 350 300 249 10.8 6.57 16.69
5 C 375 300 13.5 1.1 13.26 6.14
1 D 350 300 14.8 0.7 8.65 11.43

**Wax buildup

Key results are given in Tables 10 and 11. Percentage
conversion of CO and the percentage selectivity of this

conversion to hydrocarbons are given in the 5th and 6th 55

columns.of Table 10, respectively. Conversion of CO
generally runs in the range of 80-98% in the initial stage
of catalyst life but, in the Fe/Tl1 catalysts, decreases to
40 to 60 percent after several days on-stream. On the

other hand, the 100 Fe:4 K catalyst appeared to lose 60

activity more readily (after about 18 hours on-stream).
Selectivities of CO conversion to hydrocarbons ranged
consistently between 54 to 70 percent for all catalysts.
Methane selectivity (weight percentage of CHy in hy-

drocarbon products) appears to correlate with tempera- 65

ture, ranging from 4 percent to 270° C. to 22 percent at
375° C. This correlation was statistically significant for
all three catalysts (p<0.05). No significant difference

between Fe/T1 and Fe/K catalysts existed with respect
to methane selectivity.

Differences between Fe/Tl and Fe/K catalyst in
C1-Cs, C6-Ci1, C11-Ca3 and Cy3+ selectivities clearly
exist. The Fe/Tl catalyst tends to make lighter products
than Fe/K (columns 8 and 9 in Table 10 and columns 5
and 6 in Table 11). Virtually no wax is made by Fe/Tl,
whereas 10 percent of the hydrocarbons (by weight)
made by Fe/K are in the Cy3+ range.

The aromatics yield, as a percentage of total hydro-
carbons produced, is seen to increase with temperature
for all three catalysts. For 100 Fe:10 TI, this correlation
is significant (p<0.01), but is not quite significant for
100 Fe:20 Tl or 100 Fe:4 K. At 300° to 325° C., the latter
two catalysts appear similar in this respect, but at 350°
C., 100 Fe:10 T1 produces about twice as much aromat-
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ics as does 100 Fe:4 K. Above 350° C., the Fe/K cata-
lyst plugged and lost activity, probably due to coke
formation. On the other hand, wax accumulated on this
particular catalyst at temperatures below 325° K.,
greatly complicating the product assay. Thus, compara-
tive experiments outside the temperature range of 325°
to 350° C. are difficult to perform with Fe/K.

There is a rather striking statistical negative correla-
tion between the percentages of aromatics and a-olefins
in the C¢-Cj; cut indicating an inverse relationship.
Because a-olefins are thought to be primary products of
Fischer-Tropsch synthesis, this suggests that olefins are
converted to aromatics and that the rate of this conver-
sion increases with temperature.

From the data, Fe/Tl catalyst appears to make a
lighter and narrower product distribution than Fe/K
where the two catalysts are pretreated under substan-
tially the same conditions not involving sintering. In
addition, Fe/T1 has good total selectivity (percentage
of converted CO that goes to hydrocarbons) and low
selectivity to methane production. The aromatics yield
of Fe/Tl is comparable to that obtained from Fe/K
except at >350° C., where it is difficult to obtain data
on Fe/K due to coking and deactivation, as described
above. About 10 percent of the hydrocarbons (by
weight) produced by Fe/T1 at 350° C. are aromatics. In
the Ce~Cij cut range, this corresponds to 25 percent of
the cut. Thus, the C¢-Cy; cut represents an attractive
feedstock for an aromatics separations process.

What is claimed is:

1. A catalyst composition consisting essentially of a
mixture of an iron compound and a thaillum compound,
being supported or unsupported, said compound of iron
and thallium being selected from the group consisting of
an oxide, hydroxide, carbonate, sulfate, carbide, halide,
nitrate, or mixtures thereof, wherein the weight ratio of
iron-thallium, taken as the free metals, is from about
100:1 to 1:100, and wherein said iron compound con-
tains iron value substantially in the trivalent state, and
wherein said thallium compound is substantially depos-
ited on the surface of said iron compound.

2. The catalyst composition of claim 1 wherein the
weight ratio of iron-thallium, taken as the free metals, is
from about 100:1 to about 35:65.

3. The catalyst composition of claim 2 wherein the
weight ratio of iron-thallium, taken as the free metals, is
from about 100:10 to 80:20.

4. The catalyst composition of claim 1 being sup-
ported on AbO3, SiO;, TiO,;, MgO, MgCO;, alkali-
doped alumina, silicon carbide, zirconia, or mixtures
thereof.
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5. The catalyst composition of claim 4 wherein said
support is Al;03, MgO, or mixtures thereof.

6. The catalyst composition of claim 1 wherein said
iron compound is iron oxide.

7. The catalyst composition of claim 1 wherein said
thallium compound is thallium oxide, thallium nitrate,
thallium chloride, thallium fluoride, or mixtures
thereof.

8. The catalyst composition of claim 1 further consist-
ing essentially of a promoter agent.

9. The catalyst composition of claim 8 wherein said
promoter agent is selected from cobalt, zinc, chromium,
manganese, barium, as their salts or oxides, ammonium
fluoride, potassium carbonate, or mixtures thereof.

10. The catalyst composition of claim 1 consisting
essentially of ferric oxide/thallium nitrate or oxide,
wherein the weight ratio of iron-thallium, taken as the
free metals, is about 10:1.

11. The catalyst composition of claim 1 consisting
essentially of ferric oxide/thallium nitrate or oxide/am-
monium fluoride, wherein the weight ratio of iron/thal-
lium/fluorine, taken as the free elements, is about
100:10:2.

12. The catalyst composition of claim 1 consisting
essentially of ferric oxide/thallium nitrate or oxide/-
potassium carbonate, wherein the weight ratio of iron/-
thallium/potassium, taken as the free elements, is about
100:10:1.

13. The catalyst composition of claim 1 consisting
essentially of ferric oxide/cobalt oxide/thallium nitrate
or oxide, wherein the weight ratio of iron/cobalt/thal-
lium, taken as the free metals, is about 100:52.3:10.

14. The catalyst composition of claim 1 consisting
essentially of iron oxide/thallium oxide, wherein the
weight ratio of iron-thallium, taken as the free metals, is
about 10:1.

15. The catalyst composition of claim 1 consisting
essentially of ferric oxide/zinc oxide/thallium nitrate,
wherein the weight ratio of iron/zinc/thallium, taken as
the free metals, is about 100:53.2:10.

16. A process of preparing the catalyst composition
of claim 1 comprising the steps of:

(a) contacting at least one iron-containing compound,
with a concentrated aqueous solution of at least one
soluble thallium compound, thereby substantially
impregnating the surface of said iron-containing
compound; and |

(b) drying said impregnated iron-containing com-
pound in the presence of an oxidizing atmosphere
thereby resulting in said composition wherein said

iron value is substantially in the trivalent state.
* * * *® *



