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promoter and a phosphine oxide compound as solvent.
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BACKGROUND OF THE INVENTION

Within the past decade the price of crude oil, the
basis for most petroleum products, has incgeased significantly.
in addition its availability in needed quantities has at times
been severely curtailed. This has created many problems to
the manufacturers and consumers leading to attempts to reduce
reiiance on crude oil as the basic starting material. A

major product dependent on adequate supplies of crude oil is

ethanol, which has been manufactured in significant quantities

- by the hydra:icn‘cf ethylene derived from petroleum or crude

0il. The increased costs of crude o0il are, however, making
this process less economical at a time when the demand for
ethanol for use in fuels, such as gasohol, or as an inter-
mediate for producing other organic compounds, such as
ethylene (from dehydration), is increasing at an unpredictable
rate. Thus, much effort is being expended to the development
of alternate processes for the production of ethanol at
econcmically acceptable costs from other sources.

While the production of ethanol by the well known
fermentation process is well established, this process
competes with the use of the starting materials generally
used, grains and sugars, as foodstuffs, Further, in many
instances the feedstocks are not readily available at the
plant site and the processes are multi-step procedures re-
quiring provisions for fer&entation, distillation and disposal
of residual solid wastes. To attempt to supply the antici-
pated demand for éthanol solely by additional fermentation
plants could result in a significant disruption in the amount
of feed grain available for human needs. As a result methods

vhich do.not severely disrupt these needs are preferred.
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Such procedures involve the use of synthesis gas,

a mixture of carbon monoxide and hydrogen. This is an
alternate feedstock which is inexpensive and increasingly
desirable because it can be derived from nen-petrolieum sources
such as coal.

Among the references relating to the production of
organic compounds, including ethanol, of particular interest
are those using complexes containing cobalt or osmium or
ruthenium compounds as a component of the catalyst complex in
the reaction of synthesis gas. Basically the known processes
involve the catalytic homologation of methanol with synthesis
gas at elevated temperatures and pressures, with most processes
yielding a mixture of products that are subsequently separated.
To our present knowledge there is no single reference that can
be said to individually teach how to selectively produce
ethanol at commercially significént efficiencies directly from
synthesis gas.

The direct, homogeneous conversion of synthesis gas
to produce some ethanol is discussed in U.S. 2,534,018 issued
to W.F. Gresham on December 12, 1950. In this disclosure
a cobalt-based catalyst and high pressures are used.

In U.S. 2,535,060 issued to W.F. Gresham on
December 26, 1950, there'is described a process for preparing
aixtures of monohydric alcohols by the reaction of a mixture
of carbon monoxide, hydrogen and a hydroxylated solvent at a
temperature of from 150°C to 300°C and a pressure of from
200 to 1,000 atmospheres using a ruthenium-containing catalyst
and an alkaline reagent to control pH within the range of 7

to 11.5. The reference cle;rly states that it is essential

30 that the reaction take place in the 1liquid phase and that
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water and any alcohol can be used as the liquid reaction
medium; it also mentions that experimental evidence indicates
that the liquid reaction medium may participate in the
reaction. The chief products obtained are ‘hydroxyalkanes
having from 2 to 10 carbon atoms but there does not seem to
be any indication of selectivity to any one specific alkanol.
A closely rélated reference is U.S. 2,549,470
issued to B.W. Howk et al on April 17, 1951, which claims a
process for selectively producing straight chain alkanols
having from 3 to 50 carbon atoms by the liquid phase reaction

of a mixture of carbon monoxide, hydrogen and a hydroxylated

'solvent at a temperature of from 100°C to 250°C and a pressure

of from 200 to 1,000 atmospheres using a ruthenium-containing
catalyst. These examples do show the production of small
amounts of methanol and ethanol but the process essentially
selectively produces the higher alkanols.

In U.S. 2,636,046 issued to W.F. Gresham on April 21,
1953 there is discussed a direct, homogeneous process for
producing ethanol from synthesis gas at low selectivities
using cobalt-based catalysts and high pressures.

A cobalt-based catalyst is used in U.S. 3,248,432
issued to A.D. Riley et al on April 26, 1966, to produce
ethanol. 1In this reference methanol is reacted with carbon
monoxide and hydrogen at a pressure in excess of 3,000 to
4,000 psi and a temperature of from about 150°C to 250°C in
the presence of a modified catalyst complex containing cobalt,
an iodine promoter and a phosphorus compound as defined. 1In
essence this is an homologation process using a cobalt-based

catalyst.
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Another homologation process is disclosed in
U.S. 3,285,943 issued to C.N. Butter et al on November 15,
1966. This patent discloses the use of halides of ruthenium
and osmium as second promoters in conjunction with cobalt
and iodine for the production of ethanol by.the homologation
reaction of methanol with carbon monoxide and hydrogen.

The invention claimed in U.S. 3,387,043 issued to
M. Kuraishi et al on June &4, 1968 is the improvement of
adding water to the homologation reaction of ethanol, n-
propanol or n-butanol with carbon monoxide and hydrogen using
a catalyst containing cobalt and iodine.

The heterogeneous reaction of synthesis gas to
produce ethanol at selectivities of less than 40 mole percent
is discussed in U.S. 2,490,488 issued to S.G. Stewart on

. December 6, 1949. 1In this patent the'catalyst was molybdenum

disulfide and an alkaline compound of an alkali metal.

) A solid, heterogeneous catalyst is used in the
homologation reaction disclosed in U.S. 3,972,952 issued to
R.T. Clark on August 3, 1976. The catalytic agent is a base
promoter such as an oxide, hydroxide or salt of the alkali
and alkaline earth metals and a metal of the group ruthenium,
rhodium, palladium, osmium, iridium and platinum on an inert
solid support material comprising alumina. 1In this process
an alkanol is converted to a higher alkanol.

In. U.S. 4,111,837 issued to P.D. Taylor on

September 5, 1978, methanol is reacted in liquid phase with
carbon monoxide and hydrogen at a temperature of from 100°C

to 350°C and a pressure of frem 1,000 to 15,000 psi in the

presence of a heterogeneous catalyst containing a cobalt
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derivative and a methanol-insoluble rhenium derivative.

Another hetercgeneous reaction using a mixture of
four essential elemen:; (1) copper, (2) cobalt, (3) chromium,
iron, vanadium or maganese, and (4) an alkﬁii metal in the
catalyst to convert synthesis gas to ethanol-is described in
U.S. 4,122,110 issued to A. Sugier et al on October 24, 1978.

In this process the selectivity is below 40 weight percent.

The homologation of methanol with carbon monoxide
and hydrogen to produce ethanol is described in U.S. 4,133,966
issued to W.R. Pretzer et al on January 9, 1979. 1In the
process disclosed the catalyst system is cobalt acetylacetonate,
a tertiary organo Group VA - compound, an iodine compound as
a first promoter and a ruthenium compound as a second pro-
moter. While the reaction is said to be selective to the
production of ethanol, the experimental data fails to show
any selectivity values greater than 60 mole percent.

The use of rhodium in combination with thorium
and/or uranium to produce two-carbon atom oxygenated products
from synthesis gas using a heterogeneous catalyst is disclosed
in U.S. 4,162,262 issued to P.C. Ellgen et al on July 24,

1979. This patent stresses the minimization of methanol co-
production. _

- The homologation of methanol with synthesis gas in
the liquid phase using a cobalt carbonyl catalyst is disclosed
in U.S. 4,168,391 issued to W.E. Slinkard et al on September 18,
1979. The improvement claimed in this patent is the use of
a non-polar, substantially inert, oxygenated hydrocarbon solvent
that does not coordinate strongly with cobalt carbonyl as the

solvent during the reaction.
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A ruthenium based catalyst is disclosed in U.S.

4,170,605 issued to R.C. Williamson et al on October 9,

1979; however, the process is one which selectively produces
ethylene glycol, not alkanols. ?

Homologation is also disclosed in U.S. 4,190,729
issued to D. Foster on February 26, 1980, in which a tertiary
phosphine oxide is used as a stabilizer during the homologation
reaction of methanol to ethanol, acetaldehyde and methyl
acetate employing a cobalt-based catalyst.

The selective production of ethanol by the homologa-
tion of methanol with carbon monoxide and hydrogen under
selected ratios and reaction conditions catalyzed by cobalt,
ruthenium, an iodine promoter, and a phosphine ligand is
shown in commonly assigned patent application Serial No.
91,241, filed on November 15, 1979 by R.A. Fiato.

In another commonly assigned patent application,
Serial No. 91,242, filed on November 15, 1979 by B.D. Dombek,
thefe is disclosed a process for selectively converting
synthesis gas to ethylene glycol, ethanol and methanol using
a homogeneous ruthenium carbényl complex as the catalyst and.
a solvent which has a dielectric constant of at least 2
determined at 25°C or at its melting point, whichever is
higher; the process also contemplates the use of a Lewis base
promoter.

As is evident from the above, there is little
existing prior art concerned with the direct selective pro-
duction of ethanol from synthesis gas. In most instances
ethanol is produced by homologation reactions, not directly,
and in those instances in which a direct process is disclosed
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the process was not a homogeneous process or the ethanol
selectivities and efficiencies achieved are not commercially

acceptable.

SUMMARY OF THE INVENTION:

It has now been found that ethanol. can be produced
selectively as the major product directly from synthesis gas
under mild conditions using a homogeneous catalyst. The
catalyst system contains a ruthenium compound, an halogen or
halide promoter (preferably based on iodine or bromine) and
a phosphine oxide compound as solvent. Ome can also include
other promoters, if desired.

DESCRIPTION OF THE INVENTION

In the catalytic reactions of synthesis gas to
produce organic compounds, there are basically three signifi-
cant parameters.or criteria by which the catalysts are judged;
namely, stability, activity and selectivity. Stability re-
lates to how long the catalyst remains functional before
either breaking down or losing catalytic effect; activity
relates to the amount of reactants the catalysts converts per
unit of time; selectivity relates to the quantity of desired
product produced, as compared to undesired compounds, during
the catalytic reaction. The ideal situation is to have high

values for all of these parameters, but this ideal is seldom,

if ever, achieved. In fact, experience has gshown that an

improvement in one of the parameters often tends to have a

detrimental effect on one or both of the other parameters

and the ultimate result is usually an overall less efficient
w

process,

The present invention is directed to a catalytic
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process in which the three basic parameters are maximized to
a significant degree and in which ethanol is directly and
selectively produced in a homogeneous process, and to the
catalyst compositions used in such proces;. In the process of
this invention ethanol is obtained as the major product
directly from synthesis gas under mild conditions using a
homogenecus ruthenium catalyst. Methanol, propanol, ethylene
glycol and methane are ﬁhe significant by-products, all of
which can be separated and recovered, or recycled, if desired.
Alternately, the mixture of products could be used with a
minimum of separation as a fuel.

Best results are achieved in the process of this
invention, leading to high selectivities and rates to ethanol
and the above mentioned alkanols, when using a ruthenium
catalyst, a halide or halogen promoter -and a phosphine oxide
compound as the solvent. The advantaées observed by the instant
process in the production of ethanol, as compared to other
known processes, include the fact that it is a homogeneous
process, it uses synthesis gas as a feedstock rather than
petroleum based feedstocks, it produces a major amount of
ethanol directly in a single step, the selectivity to ethanol
is unexpectedly high and the selectivity to ethanol plus
methanol (which can be recycles to retard further formation
of methanol) is even higher, the reaction can be conducted at
what are consi&ered mild conditions by those skilled in this art,
and the number of significant by-products produced are few, but
useful. The method has significant economic and process
advantages due to the fact that since it is a homogeneous
reaction there is greater efficiency in removing heat of
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reaction and thus a corresponding ease of heat control;
further, there is greater ease in characterizing the catalyric
and related species preseat in the reaction, which helps in
coﬁtrolling the process, analyzing the process and products,
and optimizing the final results. N

The invention is advantageous when compared to
other known processes when the intent is to produce a mixture
of compounds, e.g. alkanols, for fuel use in that it is a
one-step, homogeneous, direct process from synthesis gas to
yield a mixture high in alcohols that can be used with a
miﬁimum of purification. Thus the use of this invention for
the manufacture of compositions useful as fuels is of
significant importance in today's ecomony. -

The ruthenium component of the catalyst can be
supplied from any number of sources and those skilled in the
art are fully familiar with the many classes of ruthenium
compounds that can be used to s;pply the ruthenium component.
Thus, any of the ruthenium compounds such as the ruthenium
salts, oxides, carbonyls, organic cafboxylic acid salts, or
ruthenium metal itself, which may form soluble ruthenium
carbonyl 6r hydrocarbényl compounds under the reaction

conditions can be used. The ruthenium complexes which

‘catalyze the reaction are not specifically known; they can be

monoruthenium or polyruthenium complexes. Among the ruthenium
compounds that can be used as the source for the ruthenium
component one can mention ruthenium dioxide, ruthenium ses-
quioxide, ruthenium tetraoxide, ruthenium trichloride or
tribromide or triiodide; ruth;nium acetate, ruthenium acetyl-

acetonate, ruthenium propionate, ruthenium ontanoate,
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ruthenium pentacarbonyl, triruthenium dodecacarbonyl,
ruthenium carbonyl hydride, diruthenium nonacarbonyl,
ruthenium (2,4-pentanedionate), or any other ruthenium
compound which can generate a soluble ruthemium complex under
the reaction conditions. They can be used ié@ividually or as
mixtures of two or more ruthenium compounds.

The concentration of ruthenium compound charged to
the reacﬁion can be from 0.01 to 30 weight percent of the
total weight of the reaction mixture, based on contained
ruthenium, it is preferably from 0.2 to 10 weight percent
and most preferably from 0.5 to 5 weight percent:

The preferred promoters are those halogen containing
compounds capable.of generating HI or HBr during the reaction,
including elemental iodine and bromine, i.e., HI or HBr
precursors. Some stable hai;de salts, e.g. KI, CsI, were
also found to be good promoters to selectively produce
mixtures of ethanol plus methanol, and under certain conditions
produce ethanol as the major product. Illustrative of suitable
halogen promoters, or HI or HBr precursors, one can mention
iodine, bromine, potassium iodide, tetramethylammonium iodide,
trimethylsulfonium iodide, methyl iodide, butyl iodide,
tetrabutylammonium iodide, hydrogen iodide, tetramethyl-
phosphonium iodide, cesiur iodide, tetraethylammonium
iodide, cobalt iodide, as well as the corresponding
bromide compounds. Any source of iodine or bromine capable
of generating HI or HBr in situ can be used; these are well
known to those of average skill in this art. Also among the
useful compounds are the alkyl iodides and bromides having

from 1 to about 10 carbon atoms, as well as any other organic
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iodine or bromine compound capable of producing HI or HBr in
situ. Further, one can use mixtures of the elemental

halogens and/or the halogen compounds. As used in this
application the term "halogen promoter" includes the elemental
forms of iodine and bromine as well as the compounds
containing these elements.

The amount of halogen promoter charged to the
reaction will vary from an amount sufficient to produce an
HI and/or HBr/Ru atom mole ratio of 0.001:1 to 5:1, prefer-
ably from 0.01:1 to 3:1, most preferably from 0.1:1 to 2:1,
in situ during the reaction. It has been observed, however,
that at ratios above about 3:1 the reaction will not proceed
at a substantial rate even though it will selectively produce
alkanols in major amounts. Care must be exercised in
selection of a particular promoter compound. Thus, it was
found that when the organic quarternary halide salts were used
as promoters, even at high promoter to ruthenium levels
(greater than 3:1) the reaction proceeded well at low
temperatures, e.g. below about 210°C, but at higher tempera-
tures, e.g. above about 240°C, decomposition of such promoters
to generate the hydrogen halide proceeds to such a degree that
the hydrogen halide to ruthenium ratio becomes greater than
3:1 and the reaction will not proceed as well.

The preferred halogen promoters can also be supple-
mented, if deéired, by the inclusion of other promoters that
are known in the art. Thus, it has been found that the
inclusion of selected promoters, in amounts known to those
skilled in the art, such as the Lewis bases (e.g. R4N, R,P,
R2§ type compounés and‘zinc iodide) did not harm the reaction

and in certain instances were beneficial.
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)
It was also noted that promoter combinations

containing an alkali metal halide as one of the components of
the combination were effective and that when used in metal
halide to ruthenium atom ratios of about 1e§§ than 1:1 served
to promote the rate at which ethanol was selectively produced.
At high levels of alkali metal halide to rutﬁénium atom,
methanol and ethanol are produced at a faster rate but

methanol may be the major product. In addition it was

. observed that the use of an alkali metal halide as the sole

promoter at a ratio to ruthenium greater than 2:1 and as high
as 20:1 results in good rates to mixtures of ethanol plus
methanol but that ethanol was produced at a lower selectivity
than when the alkali metal halide to ruthenium ratio was less
than 2:1.

Also present in the reaction is an organic phosphine
oxide compound as solvent, which can be represented by the
general formula:

R'3P-O
in which R' is an organic radical such as an unsubstituted or
substituted alkyl group having from 1 to 20 carbon atoms,
preferably 1 to 8 carbon atoms or an unsubstituted or sub-
stituted aryl group having from 6 to 10 ring carbon atoms.
The alkyl or aryl groups can be substituted with oxygen, sulfur,
phosphorus or nitrogen containing groups which do not unduly
interfere with the reaction. These compounds are well known to
those skilled in the art and illustrative thereof one can
mention tripropylphosphine oxide, di(2-methoxyethoxymethyl)
methylphosphine oxide, triphgnylphosphine'oxide, trioctylphos-
phine'oxide; di-n-n-propyl-n-gutylphosphine oxide, triallyl-

30 phosphine'oxide;.:ricyclohexylphdsphine oxide, and the like.
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The phosphine oxides can be used alome or in combination with

other solvents known to be useful to those skilled in the art.
The amount of phosphine oxide used can be from 1

to 100 weight percent; preferably from 10 to 100, of the
total weight of solvent charged to the reactor with the
balance being a conventional solvent known to those skilled
in the art, e.g. 1,4,7,10,13,16-hexaoxacyclooctadecane, di-
phenyl ether, sulfolane, N-methylpyrollidone, tetraglyme,
and the like.

The reaction is carried out at 'a temperature of from
about 100°C to 350°C, preferably from 160°C to 280°C. The
preferred range is more satisfactory with the onium salts in
order to obtain better control of the hydrogen halide to

ruthenium ratio.

The reaction can be carried out at total pressures

1 380 bar : 69 bar
of from (éé‘o ps:a.)r;:o(20 000 psi)or more; preferably from (1 000
5 bar 72,5 bar
ps;.)sto (12,500 Psi) and most preferably from (2 500 psi)to

8,000 ps:) Variations in pressure can affect the rate and

selectivity to ethanol and those skilled in the art can
readily ascertain the best conditions to employ with each
particular catalyst, promoter and solvent system employed by
rou;ine procedures. While higher pressures tend to result in
greater productivities, they may not be justified economically
since they require higher capital investment and since,

generally, good rates can be achieved at the lower pressures

7 indicated.

The ratio of carbon monoxide to hydrogen (90232)
in the synthesis gas feed mixture can range from 0.1l:1 to

. .
. 10:1; preferably from 0.25:1 to 4:1; and most preferably from

0.33:1 to 2:1.
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The improved process and catalyst of this
invention result in the selective production of ethanol or
mixtures containing ethanol directly from synthesis gas at
significantly better yields than heretofore  achieved. By use
of this invention ethanol or synthetic fuel mixtures can be
produced directly under what are technically considered
relat;vely mild reaction conditions using a homogeneous
catalyst system. The results achieved and the advantages
noted were completely unexpected and unpredictable from the
published knowledge.

In the examples the product yields are reported in

‘values of weight of product produced, the rates are reported

in moles/liter/hour and the selectivity in weight percent,
unless otherwise indicated. Carbon dioxide produced by the
water gas shift reaction is ignored in the selectivity cal-
culations. Standard analytical procedures were used to
analyze for gaseous and liquid components present in the
final reaction product.

Three standard procedures were used for the reactions
described in the examples.

Standard Procedure A

Triruthenium dodecacarbonyl, promoter and 75 ml of
tripropylphosphine oxide were placed in a back-mixed autoclave
having a net volume of 128 ml and heated, with stirring, to
55°C. The reactor was pressured to é‘éb%ﬁ%ﬁh CO, heated
to the desired temperature and pressurized with a H,/CO
mixture (having the desired ratio of HZ:CO) to the total
desired pressu:e'plus}Zé%EPQEf As the reaction proceeded the

. 34,5 Eﬁr .
pressure was allowed to drop (506;5' and then repressured to
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the original total pressure with the syntﬁesis gas. After
%;8 bar .
a total of(2,000 psi)of synthesis gas had reacted, or two
hours had passed, whichever occurred first, the reactor
was rapidly cooled to 40°C. The gaseous components

in the reactor were vented to and collecteﬁ in a 3 liter

stainless steel bomb and vapor phase chromatographic analyses
were performed to determine hydrogen, carbon monoxide,

carbon dioxide and Cl to C4 carbon, hydrogen and oxygen
containing gaseous .organic compounds. The liquid components
in the reactor were weighed and analyzed by vapor phase
chromatograph and other conventional analytical methods to

ascertain their identity and concentration.

Standard Procedure B

Jriruthenium dodeéacarbonyl. promoter and 50 ml of
tripropylphosphine oxide were placed in a glass lined rocker
autoclave having a net volume of 500 ml and pressurized with
a Hy/CO mixture (having the desired ratio) to a pressure
such that after the desired temperature has been attained,
the pressure in the autoclave was at(l?:gdg ;::13 to ?gfogg J:‘psi).
The autoclave was repressurized with synthesis gas when the
pressure had dropped to about %Zfbggfbsﬂ. Two hours after the
initial attaimment of the desired temperature, the autoclave
and its contents were cooled to 0° to 40°C, gaseous components
vented to the atmosphere and the liquid components were
weighed and analyzed by vapor phase chromatograph methods

using at least two different columns. The total pressure

- is reported as the average pressure for the runm.

Standaré.-?r;c"e.'duré' C
This procedure is ddentical to iFifdard Procedure A
14 bar
except that the reaction proceeded until (6,000 psi)of synthesis

gas had reacted or four hours had passed, whichever occurred
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first, and that the gaseous components were vented and not
analyzed; therefore, selectivities reported are based on the
weight percent of liquid products analyzed by the vapor
phase chromatographic methods.

The following examples serve to further illustrate
the invention. : --
Example 1

-Ethanol was selectively produced using Standard
Procedure A. In this experiment 16 mgram atoms of Ru, as

triruthenium dodecacarbonyl, 5.6 mmoles of elemental iodine

- and 75 ml of tripropylphosphine oxide were used; the HZ/CD

ratio was 2:1 and the reaction was carried out at a total
pressure of(Gfggbésgbat 240°C. There were produced as
determined by vapor phase chromatograph analysis, 2.12 g of
ethanol, 1.03 g of methanol, 0.12 g of propanol, 0.82 g of
methane and 0.17 g of other liquid products; slight traces of
gaseous or other liquid products were also detected. Ethanol
was produced at the rate of 2.05 moles/liter/hour at a
selectivity of 50 weight percent; the selectivity to ethanol
plus methanol was 74 weight percent. The results show that
ethanol or mixtures of alkanols can be produced at high
selectivity directly from synthesis gas by this invention.
Example 2 ,

Standard Procedure A was again employed using 8
mgram atoms of Ru, as ruthenium dodecacarbonyl, 4 mmoles of
elemental iodine and 75 ml of tripropylphosphine oxide; .the
azlco ratio was 2:141AT%:IFeaction was carried out at a
total pressure of (6,000psi)at 240°C. There were produced
2.46 g of ethancl, 0.97 g of.methanol, 0.19 g of propanol,
0.95 grams of methane and 0.18 g of other liquid products;
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slight traces of gaseous or other liquid products were also
detected. Ethanol was produced at a rate of 1.9 moles/liter/
hour at a selectivity of 52 weight percent; the selectivity
to ethanol plus methanol was 72 weight peréﬁnt; illustrating
the ability to directly produce alkanols at.-high selectivity
from synthesis gas.
Example 3

Standard Procedure A was employed using 24 mgram
atoms of Ru, as ruthenium dodecacarbonyl, 15.6 mmoles of
elemental iodine and 75 ml of tripropylphosphine oxide; the
Hz/co ratio was 1: 1 The reacﬁion was carried out at a
total pressure of (6 000 psﬂat 195°C. There were produced
2.48 g of ethancl, 1.03 g of methanol, 0.1 g of propanol,
0.62 g of mnthane and 0.27 g of other liquid products;
slight :races of gaseous or other liquid products were also
detected. Ethanol was produced at the rate of 0.6 mole/
liter/hour at a selectivity to ethanol plus methanol of 78
weight percent. The results show that at lower temperatures
high selectivity to alkanols is still achieved though at a
lower rate.
Examples 4 to 23

Standard Procedure A was followed in these examples

in which ethanol and mixtures of ethanol with other alkanols
were selectively produced directly from synthesis gas. The
reaction conditions and results are summarized in Table I.
In the table the partial pressures of H, and CO present in
the synthesis gas mixture charged are recorded, from which
the total pressure is readily. ascertained. Elemental iodine

was used as promoter and the ratio stated is the I/Ru ratio,
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" not the Ileu ratio. Selectivity (Sel.) values reported are
the area percent ethanol divided by the total area for all

vapor phase chromatograph peaks other than water, air and

solvent.
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Examples 24 to 76

Table II shows the selective production of ethanol
or ethanol plus methanol mixtures directly from synthesis gas
by the process of this invention. It illuStrates the use of
different promoters and solvents as well as variations in
the temperature and pressure reaction conditions employable.
Unless otherwise indicated all of the examples used 75 ml of
tripropylphosphine oxide (Pr3PO),9 mgram atoms of Ru as tri-
ruthenium dodecacarbonyl and a HZ/CO ratio of 1l:1, and were
run at 210°C. Selectivities were determined by vapor phase
chromatographic analysis of the liquid products produced and
are reported in weight percent.

The procedure used in Examples 55, 56 and 70 through
76 was identical to Standard Procedure A except that the
reaction proceeded until (%1,%0%a;si) of synthesis gas had
reacted or two hours had passed, whichever occurred first.

In all 76 examples the designation moles/liter/
hour, indicating the formation rates of products, is based
on the reaction solution in the reactor or moles/liter of

solution/hour.
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TABLE I
Fozmation

Total P Promoter Mo§§§7ilﬂr.
Ex. (PSI) bar (mmoles) MeOH EtOH
26 (12,5000862,5Me_NI1(18) 3.04 2.56
25 (12,500)86235KT (4) 1.20 2.25
26 (6,000) 414 1,(2) A1 .37
27 (6,0000814 1,(3) .07 .32
28 (6,000)414 R1 (18) .46 .56
29 (6,000)414 1,(4) .28 .59
30 (4,3007)297 Me,NI(18) .55 .76
31 (4,300%297 Me,SI(9) .16 .52
32 (4,300TR97 KT (9) .94 .83
33 (4,3000297 gﬁ Eé’% .17 .49
34 (4,3007297 Me1 (3) .26 .62
35 (4,3007R297 KT (9) .86 .76

Bul (3)

36 (4,3007297 RI (18) 1.12 .68
37 (12,5005%2,5%3141@)(18) 17 .74
38 (6,000)414 1, (6) .08 .38
39 (6,000)4141, (1) =~ .11 .27
40 (6,000)414 I, (9) .04 .18
41 (12,5009)8625K1 (18) 2.55 2.25
42 (12,500%&5& g.%) 1.72 2.26
43 (12.500“)362.5%% 83) .47 1.53

s 0048918

Selectivities
EtOH  FeOR+
MeOH

Standard
Procedure

Wt. %
44.9 .82,

63.4 90.
68.7 84.
67.3 79.
52.9 84,
57.1 76.
63.5 o1.
72.1 87.
52.2 9.
71.3 87,

c

wi N W 00 00 W O W &~ o

52.8 93.9
44.5 96.4
51 60.3

0O O O O 0O 0O O W wWw W oW w wWw w O O O O O




e etar g s e b, oo o

10

15

20

25

30

- 23 -

0048918

12835

TABLE 11 (Continued)
Formation

§gt- Selectivities
Total P Promoter Mo esli/Hr. EcOH EtOH+ Standard
Ex. ( PSI) bar (mmoles) HeOH EtOH MeOH Procedure
W X
L4 (12,500%°®)xr (18) 2.91 1.71 - - c
862,5 .
7 HI ()

45 ( 4,3007)297Me Br(18) .44 .57 - - B
46 (6,000d)414MeAPI(36) 40 .39 - - c
e,p - -

47 (4,300 237ne49c1(9) .07 .02 B
48 (4,300%:F)K1(9) .99 .43 - - B
49 (12.500"8’6‘3 gs118) 1.5 .32 - - c
b,e i - -

50 (12,500 86% g:(la) 2.1 .32 c
51 (12,500°:%:5Bu,NI(18) .45 .12 - - c

b862’ ‘)t
52 (12,5007 %2s% N1(18) .43 .18 - - c
53 (6,000 414" T,(4.5) 15 .34 - - c
RI(18)
Bu3?(3)
54 (6,000 414 I,(4.5) .22 .36 - - c
55 (12,500D8625Bu,NI(6) .52 1.04 - - c
MeI (1)
56  (12,500D8258u,N1(6) .75 1.3 - - c
MeI (1)
BuN(1.5)
57  (12,500D8625KI(18) .96 1.04 - - c
MeI(3)
58 (12,500°p625KI(18) 1.7 .81 - - c
MeI(3)
Bu,N(4)
59 (6,000) 414 T,(4) .09 .36 - - c
60 - (6,000) 414 I,(4) .28 .59 - -

Bu,N(6)
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TABLE II  (Continued) 0 0 4 89 1 8
Formation .
. Selectivities
Total P Promoter k§g§?£/& "EtOR  EBLOR+ gtandérde
Ex (ps1) bar (uuoles) HeOB EtOH MeOH rocedur
. we. %
61 (6,000)414 1,(4) 19 .4l - - c
Bu,N(8) *
62 (6,000)414 1,(4) .27 .40 - - c
Bu,N(12)
63 (6,000 )414 1, (4) 3 .40 - - c
. Bu,N(18)
64 (4,300 )297 Bu,NI(6) .4 .59 - - B
65 (4,300 )297Bu,NI(6)  .009 .002 - - B
MeI(35.2)
66  (12,5009862,5znI,(1.5) .71 1.25 - - c
67 (6.0001’21'2’)12(4) .98 1.64 - - A
68 G.000tEd W) 02 - - - A
69 (s,0005Y 1,00 .60 .72 - - A
0 (600003 ™M, 104 .93 - - A
7 (s,000%]:2 des1(s) .99 .73 - - A
72 (s.oooi'iaz) CsI(2) .41 .47 < - A
73 (6,oooi-i;lz) CsI(8) .93 .58 - - A
74 (s.ooo‘“-z%z) CsI(6.4) .21 .47 - - A
75 (6.000’"'2:12) CsI1(3.2) .26 .43 - - A
76 (6,0001'1:]'2) KI(4) 1.0 .90 - - A
b 3 mgram-atoms Ru as Ru,¢CO) e -
d I.St?ggr:am-atoms Ru as Ra3(CO iz
e Some of these examples are for comparative urposes. Theéy do
not represent preferred qéhai.ti.c?;gf’.‘t_h;[‘ inventipn .‘....:.y.
£ 75 ml of 18-Crown-6 as solvent <L :
g8 75 ul of sulfolane as.solvent. et ;
i 8 mgram-atoms Ru as Ru3(CO)lé
h /CO = 2 )
k 37.5 ml of PryPO and 37.5 ml 18-C-6 as solvent
1 37.5 mil of PraP0 and 37.5 ml “of sulfolane as solvent
m Run at 240°C. :
n 1 /CO = 2.33 o 0
o ram-atoms as Ru
P Run gt 230°C. Y12
q 6 mgram-atoms Ru as Ru3(C0)12
r 50 ml Pr3PO as solvent .
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WHAT 1S CLADMED 1S:

1.

A process for the selective, direct production

of ethanol or mixtures thereof with other alkanols containing

up to three carbon atoms, which method comprises the reaction

of carbon monoxide and hydrogen in contact with a homogeneous

5 ruthenium catalyst, a halogen or halide promoter and an

organic phosphine oxide compound, wherein said process is

carried out at:

(a)

®)
10 (c)

@
15

(e)
20
25

(63)

34,5 to 1380 bar
a total pressure of from(500 to 20,000 psd,

a temperature of from 100°C to 350°C,

the carbon monoxide to hydrogen ratio of the

gas mixture charged is from 0.1:1 to 10:1,

the ruthenium compound charged is capable of
generating a soluble ruthenium complex under

the reaction conditions and it is charged at

a concentration of from 0.01 to 30 weight
percent based on the total weight of the
reaction mixture,

said promoter is (i) elemental iodine or bromine
or a compound thereof which is or is capable

of generating hydrogen iodide or hydrogen
bromide during the reaction and is charged at
an amount sufficient to generate a hydrogen
halide to ruthenium atom mole ratio of from
0.001:1 to 5:1 in the reaction mixture, or (ii)
an alkali metal halide at a ratio to ruthenium
atom as high as 20:1, or (iii) a mixture thereof,
said organic'ﬁhosphine oxide is charged at a
concentration of from 1 to 100 weight percent

of total solvent charged to the reactor.

Ay
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2. A process as claimed in claim 1 wherein the
69 to 862,5 bar

pressure is from(1,000 to 12,500 psi), the temperature is
from 160°C to 280°C, the carbon monoxide to hydrogen ratio
is from 0.25:1 to 4:1, the concentration of futhenium
compound charged is from 0.2 to 10 weight percent, said
component (e) promoter which is or is capable of generating
hydrogen iodide or hydrogen bromide is present at a halide
to ruthenium atom mole ratio of from 0.01:1 to 3:1, the
organic phosphine oxide is a trialkylphosphine oxide having
from 1 to 20 carbon atoms in each alkyl group and it is
charged at a concentration of from 1 to 100 weight percent
of the total weight of solvent charged to the reactor.

3. A process as claimed in claim 2 wherein the
pressure is from (?’Z%bg Eg 2?50(1)3 a;si), the carbon monoxide to
hydrogen ratio is from 2:1 to 0.33:1, the concentratioﬁ of
ruthenium compound charged is from 0.5 to 5 weight percent,
said component (e) promoter which is or is capable of
generating hydrogen iodide or hydrogen bromide is present
at a halide to ruthenium atom mole ratio is from from 0.1:1

to 2:1.

4. A process as claimed in claim 3 wherein said

ruthenium compound is triruthenium dodecacarbonyl.

5. A process as claimed in claim 3 wherein the

halogen promoter initially charged is elemental iodine or
hydrogen iodide.
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6. A process as claimed in claim 1 wherein said
organic phosphine oxide is charged at a concentration of

from 20 to 100 weight percent.
7. A process as claimed in claim 1 wherein methanol

is recycled to the reaction mixture.

8. A catalyst for the direct production of ethanol
or mixtures thereof with other alkanols containing up to
three carbon atoms by the reaction of carbon monoxide and
hydrogen comprising (a) a ruthenium compound, (b) a promoter,
and (c) an organic phosphine oxide solvent wherein said
ruthenium compound (a) is a compound capable of generating °
a soluble ruthenium complex under the reaction conditioms,
said promoter (d) is (i) elemental iodine or bromine or a
compound thereof which is capable of generating hydrogen
jodide or hydrogen bromide during said reaction and is
charged at an amount sufficient to generate a hydrogen
halide to ruthenium atom mole ratio of from 0.001:1 to 5:1
in said reaction mixture, or (ii) an alkali halide at a
ratio to ruthenium atom as high as 20:1, or (iii) mixture
thereof, and said organic phosphine oxide solvent (c) is
present at a concentration of from 1 to 100 weight percent

of the total solvent charged.

9. A catalyst as claimed in claim 8 wherein
said promoter component (b) which is capable of generating
hydrogen iodide or hydrogen bromide is present at a halide’
to ruthenium atom mole ratio \i.s from 0.01:1 to 3:1,

preferably from 0.1:1 to 2:1.
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10. A catalyst as claimed in claim 8
wherein said ruthenium compound is triruthenium

dodecacarbonyl.

11. A catalyst as claimed in claim 8
wherein said halogen promotor is elemental

iodine or hydrogen halide.

0048918
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