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IMPROVED SURFACE SUPPORTED PARTICULATE METAL COMPOUND CATALYST, THEIR USE IN HY-

DROCARBON SYNTHESIS REACTIONS AND THEIR PREPARATION

BACKGROUND OF THE INVENTION

1. Field of the Invention

This invention relates to catalyst compositions, process wherein these compaositions are used for the
preparation of liquid hydrocarbons from synthesis gas, and process for the preparation of said catalyst. In
particular, it relates to catalysts, and process wherein Cyy. distiliate fuels, and other valuable products, are
prepared by reaction of carbon monoxide and hydrogen over catalysts wherein a metal is dispersed as a
thin film on the outside surface of a particulate carrier, or support, especially a titania carrier, or support.

2. Description of Information Disclosures

Particulate catalysts, as is well known, are normally formed by dispersing catalytically active metals, or
the compounds thereof upon carriers, or supports. Generally, in making catalysts the objective is to
disperse the catalytically active material as uniformly as possible throughout a particulate porous support,
this providing a uniformity of catalytically active sites from the centre of a particle outwardly.

Catalysts have also been formed by dispersing catalytically active materials upon dense support
particles; particles impervious to penetration by the catalytically active materials. Ceramic or metal cores
have been selected to provide betier heat transfer characteristics, albeit generally the impervious dense
cores of the catalyst particles overconcentrates the catalytically active sites within a reduced reactor space
and lessens the effectiveness of the catalyst. Sometimes, even in forming catalysts from porous support
particles greater amounts of the catalytic materials are concentrated near the surface of the particles simply
because of the inherent difficulty of obtaining more uniform dispersions of the catalytic materials throughout
the porous support particles. For example, a catalytic component may have such strong affinity for the
support surface that it tends to attach to the most immediately accessible surface and cannot be easily
displaced and transported to a more central location within the particle. Catalyst dispersion aids, or agents
are for this reason often used to overcome this effect and obtain better and more uniform dispersion of the
catalytically active material throughout the catalyst particles.

Fischer-Tropsch synthesis for the production of hydrocarbons from carbon monoxide and hydrogen is
now well known, and described in the technical and patent literature. The earlier Fischer-Tropsch catalysts
were constituted for the most part of non-noble metais dispersed throughout a porous inorganic oxide
support. The group VIl non-noble metals, iron, cobalt, and nickel have been widely used in Fischer-Tropsch
reactions, and these metals have been promoted with various other metals, and supported in various ways
on various substrates, principally alumina. Most commercial experience, however, has been based on cobalt
and iron catalysts. The first commercial Fischer-Tropsch operation utilized a cobalt catalyst, though later
more active iron catalysts were also commercialized. The cobalt and iron catalysts were formed by
compositing the metal throughout an inorganic oxide support. The early cobalt catalysts, however, were of
generally low activity necessitating a multiple staged process, as well as low synthesis gas throughout. The
iron catalysts, on the other hand, are not really suitable for natural gas conversion due to the high degree of
water gas shift activity possessed by iron catalysts.

U.S. 4,642,122 describes improved cobalt catalyst compositions useful for the preparation of liquid
hydrocarbons from synthesis gas. These catalyst compositions are characterized, in particular, as cobalt-
titania or thoria promoted cobalt-titania, wherein cobalt, or cobalt and thoria, is composited or dispersed
upon ftitania, or titania-containing support, especially a high rutile content titania. U.S. 4,568,663, also
discloses cobalt-titania catalysts to which rhenium is added to improve catalyst activity, and regeneration
stability. These catalysts have performed admirably well in conducting Fischer-Tropsch reactions, and in
contrast to earlier cobalt catalysts provided high liquid hydrocarbon selectivities, with relatively low methane
formation.

More recent publications also disclose cobalt catalysts as well as a process for the preparation of such
catalysts by immersion of a porous carrier once or repetitively within a solution containing a cobalt
compound. The cobalt is dispersed over the porous carrier to satisfy the relation LV, /LV.20.85 and LV,/IV,
=0.55, respectively, where LV, represents the total volume of the catalyst particles and LV, the peeli
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volumes present in the catalyst particles, the catalyst particles being regarded as constituted of a kernal
surrounded by a peel. The kernal is further defined as one of such shape that at every point of the kernal
perimeter the shortest distance (d) to the perimeter of the peel is the same, d being equal for all particles
under consideration, and having been chosen such that the quantity of cobalt present in LV, is 90% of the
quantity of cobalt present in LV.. These particular catalysts, it is disclosed, show higher Cs. selectivities
than catalysts otherwise similar except that the cobalt component thereof is homogeneously distributed, or
uniformly dispersed, throughout the carrier. Suitable porous carriers are disciosed as silica, alumina, or
silica-alumina, and of these silica is preferred. Zirconium, titanium , chronium and ruthenium are disclosed
as preferred of a broader group of promoters. Albeit these catalysts may provide better selectivities in
synthesis gas conversion reactions via-a-vis catalysts otherwise similar except the cobalt is uniformly
dispersed throughout the carrier, like other cobalt catalysts disclosed in the prior art, the intrinsic activities
of these catalysts are too low as a consequence of which higher temperatures are required to obtain a
productivity which is desirable for commercial operations. Higher temperature operation, however, leads to a
corresponding increase in the methane selectivity and a decrease in the production of the more valuable
liquid hydrocarbons.

Productivity, is defined as the standard volumes of carbon monoxide converted/volume catalyst/hour.
High productivities are essential in achieving commercially viable operations. However, it is also essential
that high productivity be achieved without high methane formation, for methane production results in lower
production of liquid hydrocarbons. Accordingly, and important and necessary objective in the production
and development of catalysts is to produce catalysts which are capable of high productivity combined with
low methane selectivity,

Despite improvements, there nontheless remains a need for catalysts capabie of increased productivity,
without increased methane selectivity. There is, in particular, a need to provide further improved catalysts,
and process for the use of these catalysts in synthesis gas conversion reactions, to provide further
increased liquid hydrocarbon selectivity, especially Cqq+liquid hydrocarbon selectivity, with further reduced
methane formation.

It has been proposed that both needs may be met with available catalyst powder of the size 80-140
mesh (approximately 0.15 mm in diameter). However, additional factors should be considered in the design
of a fixed bed reactor; namely, the pressure drop in the reactor, and the removal of the heat generated by
the reaction.

These require the design of catalyst pellets which retain the properties of the powder catalyst (80-140
mesh) but are larger in size (> 1.0 mm). However, since the reactants have to diffuse through liquide-filled
pores, the longer diffusion path may create concentfration gradients within the pellet. Such gradients alter
the hydrogen to carbon monoxide ratio in the peliet due to the lower diffusivity of the latter. As a result the
selectivity to methane, which depends on this ratio, increases considerable. Furthermore, since the rate of
reaction depends on the concentration of the two reactants, the productivity is smaller in a pellet than in
powder.

Because the pellets have to be used in a fixed bed reactor, the design of the catalyst pellet has to be
directed toward minimizing the methane selectivity and maximizing the productivity. The catalyst of the
present invention is designed to achieve this purpose. c

THE INVENTION

The present invention is embodied in a supported particulate metal compound catalyst comprising a
particulate metal compound on a support which includes an inert or hollow core and an outer layer of
porous inorganic refractory oxide. The thickness of this layer of porous inorganic oxide will be determined
so as to maximize CO conversion and minimize methane conversion by relating the rate of diffusion of the
CO and H: to a rate of reaction at a predetermined temperature, partial pressures support geometry and
catalyst type and preparation.

The particulate metal compound may generally be a compound of cobalt or ruthenium with or without
the additional presence of other metals as promoters.

In a preferred embodiment of the invention the catalyst of the present invention may comprise a
particulate cobalt catalyst formed by dispersing cobalt as a thin catalytically active film upon the surface of
a particulate support, preferably a titania -containing support, especially one wherein the rutile: anatase ratio
of the titania support is at least about 3:2.
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The catalysts of this invention can be used to produce, by contact and reaction at reaction conditions
with an admixture of carbon monoxide and hydrogen, a distillate fuel constituted principally of an admixture
of linear paraffins and olefins, particularly a C 4. distillate, at high productivity, with low methane
selectively. This product can be further refined and upgraded to high quality fuels, and other products such
as mogas, diesel fuel and jet fuel, especially premium middle distillaie fuels of carbon numbers ranging
from about Cm to about Czo.

As stated above, the design of a catalyst in accordance with invention requires a consideration of the
rate of diffusion of the CO and the H: and relating these rates to a rate of reaction in the porous inorganic
oxide for a predetermined support geometry, partial pressures and temperatures.

The concentrations of both hydrogen and carbon monoxide decrease as they diffuse into the catalyst
pellet due to significant mass transfer resistance inside the pores. The global rate of CO conversion in the
pellet decreases. Furthermore, the methane production rate increases which is a result of its dependency
on the ratio between the hydrogen to CO concentration which increases in the pellet. This ratio increases if
the parameter y(see equation 11 below) is less than unity. This behavior was observed in Co or Ru
catalysts supported on titania, silica or alumina.

At a certain depth in the pellet, the hydrogen to CO ratio reaches values which cause most of the CO to
be converted to methane which is detrimental to the process. This depth which is called the optimum rim
thickness can be determined from the pellet model. Increasing the rim thickness diverts most of the
marginal CO conversion to methane while decreasing the rim thickness decreases the CO conversion
significantly. Therefore, for an optimal operation, the optimal rim thickness should be determined.

As will be discussed below with respect to Figures 2 and 3, it is not possible to simultaneously
maximize CO conversion and minimize methane conversion. However, it is possible to choose a rim
thickness so as to optimize CO conversion to heavy hydrocarbons.

& process of the present invention is carried out at a rate of CO conversion to hydrocarbons such that
the percentage of methane production is maintained at a predetermined low level so as to make the entire
process useful and practical.

As the rim thickness increases above the optimal rim thickness, the marginal increase in CO conversion
is accompanied by an increase in the percentage of methane production in the converied carbon monoxide.
This is observed in Figure 2 and 3 discussed below. At the optimal rim thickness, most of the increase in
CO conversion goes into methane production. Since an object of the present invention is to limit methane
production in the converted CO, a rim thickness must be chosen at about this value.

The supported catalyst may be fabricated by a number of different methods known in the art, see e.g.,
Scientific Basis For The preparation of Heterogenous Catalyst, Preprints of the Fourth Internaltional
Symposium, September 1-4, 1986, Louvain-La-Nueve, Belgium. ’

BRIEF DESCRIPTION OF THE DRAWINGS

Figure 1 shows the model predictions for methane selectivity as a function of peilet radius compared
with experimental data.

Figure 2 shows carbon monoxide conversion and methane selectivity as a function of rim thickness
for spherical pellets.

Figure 3 shows carbon monoxide conversion and methane selectivity as a function of rim thickness
for a ring, and cylindrical pellets.

Figure 4 is a graph summarizing the methane selectivity produced at a given productivity for each of
21 catalysts described in tables 4-6.

DETAILED DESCRIPTION OF THE INVENTION

The two reactants, hydrogen and carbon monoxides, diffuse in the liquide filied pores to reach the
active metal sites on the support. The function of the support is to increase the surface area which is equal
to about 20 mg in this case. At steady-state, the fluxes of the two reactants in the pores are equal (since
there is no accumuiation):

@Oueslen, 8 ()
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where the flux is expressed as a product of the effective diffusivity D, and the concentration gradient. 8 is
the stoichiometric coefficient which is equal to 2.07 for the hydrocarbon synthesis reaction. The ratio of the
gradient depends on the ratio of the two diffusitivities. Since the diffusitivity of hydrogen is greater than that
of carbon monoxide, the hydrogen to carbon monoxide ratio is expected to increase, moving from. the pellet -
surface towards its center.

A differential mass balance inside the pellet pores for the carbon monoxide (which is the hmmng
reactant, namely it is depleted before the other reactant) yieids:

s ACQ
Deco Lz (45 )7 b @)

where x is the radial position measured from the external surface towards the center, p, is the peliet density
Ceo is the CO concentration in the liquid-filled pores and r., is the intrinsic rate of reaction on the active
sites. s is equal to two for a sphere and to unity for a cylinder. This analysis has been carried out for a
sphere or a cylinder. However, the analysis can be extended to three shapes. For example, rims having a
ring shape or a semi-circular shape may be used.

The boundary condition on the external surface is:

Po,yHco X=Zgs (3)

where peo,b is the CO partial pressure in the bulk gas phase and Hg, is the Henry's law constant. The other
boundary condition is set in two cases:
1. inert core

dCeo =0 X=x; (4)

- d X

2. hollow core
Ceo = Qo,b/H<O X=%i (5)

In the deviation of the boundary conditions it is assumed that the external mass transfer resistance is
negligible. This assumption was tested both experimentally and theoretically. Furthermore, the peliet is
assumed to be isothermal, based on calculations which indicated temperature gradients less than 0.1
degree C, as exepected for liquid-filled porous catalysts.

Equation (2} is general for any reaction with diffusion, while the rate of reaction depends on the catalyst
system. The intrinsic rate expression (free of internal or external mass transfer resistance) for catalyst
systems such as cobalt or ruthenium or titania or silica can be written as:

Re P. (6
YE E ﬂx?( )("l‘klpcg'!‘bgphl)z ( )

The values of k1, k2, k3, E1, a, b and c are calculated from kinetic rate data obtained in laboratory reactors.
The kinetic parameter k1 usually depends only on the metal concentration on the support. However, in
certain cases such as cobalt on titania. it is also a function of the water partial pressure:
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- [+ h pﬂ‘g
L‘ =A | + (is PH;°> (7)

where A is the cavity of the catalyst.
Equation (6) can be expressed in terms of the CO and Mz concentrations using the Henry's law:

Cco":go/HcoJ‘ .CH-':PH/HH (8)

Furthermore, the Hz concentration can be expressed in terms of the CO concentration by integrating
equation (1) to give

= P..; - D.z,(n p¢°ib—cco
C. —b—.H B e )@

or

HHCH= |—-Y‘<]_ Hcc ch
Q&,E PCo,_b (,0)

where

Y - Deca Hu Qa,’: Y
lDEJH H(D P“:b ( )

Substituting equations (6) and (10} into equation (2) and expressing the equation in dimensionless form
yields the dimensionless number

- [-PP k, e"P(’ ) Heo R,b (12)
4’ (X X)L De.co (Rl:-,_ P(o,b)

¢, called the Thiele modulus, is the ratio between the maximum rate of reaction and the maximum rate of
diffusion. If ¢ > 1 the process is diffusion limited while for ¢ <« 1 the process is kinetic limited. Since ¢ is
directly proportional to the thickness of the active layer or rim, diffusion is important in pellets and negiligible
in powder. The other factors affecting ¢ are the partial pressures, temperatures and the catalyst activity
{metal loading).

v expresses the ratio between the maximum rate of diffusion of the two reactants. If v = 1, the ratio of
carbon monoxide to hydrogen remains unchanged in the pores while for v < 1 this ratio decreases.

Equation (2) is solved to yield the concentration profiles in the pores of the pellet. Then the
concentration profiles are integrated over the volume of the pellet to calculate the effectiveness factor which
is the ratio of the actual rate of reaction (called the global rate of reaction) and the maximum rate reaction
calculated at the surface conditions:
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2 Ve dV (13)
T r'co ( "y Pccn pﬂtO)

The same concentration profiles are integrated using the rate of methane production rate reus to yield
the effectiveness factor for methane

VP rc ﬂ* J V
ve
= 55 14
’)C\Hf 'r‘ci-“ (p“, E@, PH‘O) ( )
fcHe Was also obtained from kinetic measurements:

T -hq.e"F( CEz EN_R. — o (|5)

l"“h; o"‘b;Pu

Finally, 7co and ncus are employed in the reactor mass balance to calculate the carbon monoxide
conversion and the methane selectivity. For simplicity, the reactor is assumed to be isothermal:

Feori %ﬁo = Mo (o Peo e
ﬁ-’co,i. Gt dxcny = Meua Qo Mena ()
230 %x0 XK=0

where Y,.i is the carbon monoxide mole fraction in the feed, Giis the mass velocity, M ; is the molecular
weight of the feed, ps is the bed density and X, and Xgne are the carbon monoxide and methane
conversion, respectively.

Although the fixed bed reactor is nonisothermal, the results presented here hold also in this case. Since
the temperature increase never exceeds 30 degrees F, the optimal rim thickness can be calculated at the
average temperature in the bed.

Estimation of Effective-Diffusitivities

The carbon monoxide conversion and the methane selectivity were measured with a 6% Co0-0.5% Re
catalyst of different pellet sizes. The hydrogen to CO ratio in the feed was 2.0. Those data were used to
estimate the carbon monoxide and hydrogen effective diffusivities following the procedure:

Values of D, ,C and De,H were assumed;

The effectiveness factors nco and ncus Were calculated from equations (9) and (10) and the solution of
equation (2) given the inlet conditions to the reactor;

Then the carbon monoxide conversion and the conversion to methane were calculated by integrating
equations (16) and (17). Since the effectiveness factors are a function of the carbon monoxide, hydrogen
and water partial pressures, the effectiveness factors were recalculated along the reactor as the partial
pressures changed;

The methane selectivity was calculated from the ratio of the conversion to methane Xcgus and the carbon
monoxide conversion Xgo;

The calculated carbon monoxide conversion and the methane selectivity were compared with the experi-
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mental values for the various pellet sizes;

and

The effective diffusivities are adjusted to give the best fit of the expenmental data. A comparison between
the predictions and the data are given in Figure 1 and Tabie 1.

In accordance with this invention the catalytically active metallic component is dispersed and supported
upon a particulate refractory inorganic oxide carrier, or support as a thin catalytically active surface layer,
film, or rim whose optimum thickness may be determined by relating the rate of diffusion of the CO and
hydrogen in the feed to the reaction zone to a rate of reaction in the refractory inoragnic oxide carrier or
support for a predetermined support geometry, partial pressures and temperature. Suitable supports are,
e.g. silica, silica-alumina, alumina or titania. Titania or a titinia-containing support is preferred, especially a
titania wherein the rutile:anatase ratio is at least about 3:2. The feature of a high metal loading in a thin
catalytically active iayer located at the surface of the particles, while the metal is substantially excluded
from the inner surface of the particles, is essential in optimizing the activity, selectivity and productivity of
the catalyst in producing liquid hydrocarbons from synthesis gas, while minimizing methane formation.

Metal such as rhenium, zirconium, hafnium, cerium, thorium and uranium or the compounds thereof,
can be added to the active metal catalyst, e.g. cobalt or ruthenium, to increase the activity and
regenerability of the catalyst. Thus, the thin catalytically active layers, or films, formed on the surface of the
support particles, especially the titania or titania containing support particles, can include in addition to a
catalytically active amount of active metal, e.g. cobalt or ruthenium, any one or more of rhenium, zirconium,
hafnium, cerium, uranium, and thorium, or admixtures of these with each other or with other metals or
compounds thereof. .

Cobalt is the preferred catalytic metal component of the catalyst used in the catalysts and process of
the present invention. When cobalt is the active metallic component dispersed and supported upon a
particulate refractory inorganic oxide carrier or support as a thin catalytically active surface layer, film or rim
the thickness of this layer, film or rim will range from 0.02 millimeters (mm) to about 0.25 mm, preferably
from about 0.04 mm to about 0.15 mm, with the loading of the cobalt expressed as the weight metallic
cobalt per packed bulk volume of catalyst ranging from about 0.01 grams (g) per cubic centimeter (cc) to
about 0.15 g/ce, preferably from about 0.03 g/cc to about 0.09 g/cc catalyst. Preferred thin catalytically
active layers, or films, supported on a support, notably a titania or a titania~containing support, thus include
cobalt-rhenium, cobalt-zirconium, cobalt-hafnium, cobalt-cerium, cobalt-uranium, and cobalt-thorium, with or
without the additional presence of other metals or compounds thereof.

A particularly preferred catalyst is one wherein the cobalt, or the cobalt and a promoter, is dispersed as
a thin catalytically active film upon titania, TiOz, or a titania-containing carrier, or support, in which the titania
has a rutile:anatase weight ratio of at least about 3:2, as determined by ASTM D 3720-78: Standard Test
method for Ration of Anatase to Rutile In Titanium Dioxide Pigments By Use of X-Ray Diffraction. Generally,
the catalyst is one “wherein the titania has a rutile:anatase ratio ranging at loast about 3:2 to about 100:1, or
greater, and more preferably from about 4:1 to about 100:1, or greater. Where any one of rhenium,
zirconium, hafnium, cerium, thorium, or uranium metals, respectively, is added to the cobalt as a promoter
to form the thin catalytically active film, the metal is added to the cobalt in concentration sufficient to
provide a weight ratio of cobalt:metal promoter ranging from about 30:1 to about 2:1, preferably from about
20:1 to about 5:1. Rhenium and hafnium are the preferred promoter metals, rhenium being more effective in
promoting improved activity maintenance on an absolute basis, with hafnium being more effective on a
cost-effectiveness basis. These catalyst compositions, it has been found, produce at high productivity, with
low methane selectivity, a product which is predominately Cyo. linear paraffins and olefins, with very little
oxygenates. These catalysts also provide high activity, high seletivity and high activity maintenance in the
conversion of carbon monoxide and hydrogen to distillate fuels.

The cobalt catalysts of this invention, as a contrasted with (i) cobalt catalyst, the cobalt portion of which
is uniformly distributed throughout the support particles or (i) cobalt catalysts having a relatively thick
surface layer of cobalt on the support particies, have proven especially useful for the preparation of liquid
hydrocarbons from synthesis gas at high productivities, with low methane formation. In contrast with the
catalysts of this invention, the prior art catalysts are found to have lower activity, and especially poorer
selectivity due to sever diffusion limitations. These catalysts (i) and (i), supra, at high productivities,
produce altogether too much methane. As productivity is increased to produce greater conversion of the
carbon monoxide to hydrocarbons, increased amounts of methane are concurrently produced. It was thus
found that increased productivity with these catalysts could only be obtained at the cost of increased
methane formation. This result occurs, it is believed, because the carbon monoxide and hydrogen reactants
all too slowly diffuse through the pores of the particulate catalyst which becomes filled with a liquid product,
this resulting in underutilization of the catalytically .active sites located within the interior of the particles.
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Both hydrogen and carbon monoxide must thus diffuse through the product-liquid filled pores, but hydrogen
diffuses through the pores at a greater rate of speed than the carbon monoxide. Since both the hydrogen
and the cabon monoxide are reacting at the catalytic sites at an equivaient rate, a high Hz/CO ratio is
created in the interior of the particle which leads to high methane formation. As the rate of reaction is
increased, e.g., by incorporating higher intrinsic activity or by operating at higher temperature, the catalyst
becomes more limited by the rate of diffusion of the reactants through the pores. Selectivities are especially
poor under the conditions of high productivity. Thus, the catalyst used during a Fischer-Tropsch hydrocar-
bon synthesis reaction is one the pores of which become filled with the product liquid. When the CO and H:
are passed over the bed of catalyst and consumed at a rate which is faster than the rate of diffusion, H:
progresses to interior of the particle to a much greater extent than the CO, leaving the interior of the
particies rich in Hy, and dificient in CO. The formation of methane within the particle interior is thus favored
due to the abnormally high H»CO ratio; an unfavorable resuit since CHs is not a desirable product. The
extent to which selectivity is debited depends on the magnitude of the difference between the rate of
diffusion and the rate of reaction, i.e., the productivity.

The catalyst of this invention is thus one wherein essentially all of the active cobalt is deposited on the
surface of the support particles, notably the titania or titania-containing support particles, while cobalt is
substantially excluded from the inner surface of the particles. The surface film of cobalt must be very thin
and contain an adequate loading of cobalt to maximize reaction of the hydrogen and’carbon monoxide at
the surface of the catalytic particle. The promoter metal to be effective must aiso be contained within the
surface film of cobalt. If extended into the interior of the particle outside the cobalt film the promoter metal
will have little promotional effect, if any. The metal promoter should thus also be concentrated within the
cobait film at the surface of the catalyst, with the weight ratio of cobait:metal promoter, as suggested,
ranging from about 30:1 o about 2:1, preferably from about 20:1 to about 5:1. The thickness of the surface
metal film can be conveniently measured by an Electron probe Analyzer, e.g., one such as produced by the
JEOL Company, Model No. JXA-50A. Cross sections of the catalyst particles of this invention measured via
use of this instrument shown very high peaks, or shoulders, at the edges of the particles across the particle
across the line of sweep representative of cobalt concentration, with little or no cobalt showning within the
particle interior. The edge, or "rim" of the "radially impregnated catalyst” will thus contain essentially all of
the cobalt added to the catalyst, The thickness of the film, or rim, is unrelated to the absolute size, or shape
of the support particles. Virtually any size particle can be employed as is normally employed to effect
catalyst reactions of this type, the diameter of the particle ranging generally from about 0.5 mm to about 2
mm. The particles can be of viriually any shape, e.g., as is normally employed to effect reactions of this
type, viz., as beads or spheres, extrudates, ring, saddles or the like. By concentrating the catalytic metal, or
metals, on the extreme outer surface of the particles, the normal diffusion limitation of the catalyst can be
overcome. This new catalyst is more active in its function of brining about a reaction between the CO and
Hz. The catalyst because of its having the thin layer of catalytically active metal on its surface is in effect
found to behave more ideally, approaching, in fact, the behavior of a powdered catalyst which is not
diffusion limited. However, unlike in the use of powdered catalysts the flow of the reactants through the
catalyst bed, because of the larger particle size of the catalyst, is virtually unimpeded. Higher productivity,
with lower methane selectivity, is the result; a result of considerable commercial consequence. At
productivities greater than 150 hr™ (standard volumes of carbon monoxide converted per volume of catalyst
per hour), notably from about 150 hr~* to about 200 hr™*, less than 10 mole percent of the carbon monoxide
converted is converted to methane.

In conducting synthesis gas reactions the total pressure upon the CO and Ha reaction mixture is
generally maintained above about 80 psig, and preferably above -140 psig. It is generally desirable to
employ carbon monoxide, and hydrogen, in molar ratio of H2CO above about 0.5:1 and preferably equal to
or above about 1.7:1 to increase the concentration of C 1p. hydrocarbons in the product. Suitably, the
H2:CO molar ratio ranges from about 0.5:1 to about 4:1, and preferably the carbon monoxide and hydrogen
are employed in molar ratio HxCO ranging from about 1.7:1 to about 2.5:1. In general, the reaction is
carried out at gas hourly space velocities ranging from about 100 V/Hr/V to about 5000 V/Hr/V, preferably
from about 300 V/Hr/V to about 1500 V/Hr/V, measured as standard volumes of the gasesous mixture of
carbon monoxide and hydrogen (0 degrees C, 1 Atm.) per hour per voiume of catalyst. The reaction is
conducted at temperatures ranging from about 160 degrees C to about 290 degrees C, preferably from
about 190 degrees C to about 260 degrees C. Pressures preferably range from about 80 psig to about 600
psig, more preferably from about 140 psig to about 400 psig. The product generally and preferably contains
60 percent, or greater, and more preferably 75 percent, or greater, Cio+ liquid hydrocarbons which boil
above 160 degrees C (320 degrees F).
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The catalysts empiloyed in the practice of this invention can be prepared by spray techniques where a
dilute solution of a cobalt compound, along or in admixture with a promoter metal compound, or
compounds, as a spray is repetitively contacted with the hot support particles, e.g., the titania, or titania-
containing support particles. The particulate support, e.g., the fitania or titania-containing support particlesm
are maintained at temperatures equal to or above about 140 degrees C when contacted with the spray, and
suitable the temperature of the support, e.g., the titania, or titania-containing support, ranges from about 140
degrees C up to the decomposition temperature of the cobalt compound, or compounds in admixture -
therwith; preferably from about 140 degrees C to about 190 degrees C. The cobalt compound employed in
the solution can be any organometallic or inorganic compound which decomposes to give cobalt oxide upon
initial contact or upon calcination, such as cobalt nitrate, cobalt acetate, cobalt acetylacetonate, cobalt
naphthenate, cobalt carbonyl, or the like. Cobalt nitrate is especially preferred while cobalt halide and
sulfate salts should generally be avoided. The cobalt salts may be dissolved in a suitable solvent, e.g.,
water, organic or hydrocarbon solvent such as acetone, methanol, pentane or the like. The total amount of
solution used should be sufficient to supply the proper catalyst loading, with the film being build up by
repetitive contacts between the support and the solvent. The preferred catalyst is one which consists
essentially of cobalt, or cobalt and promoter, dispersed upon the titania, or titania-containing support,
support, especially a rutile support. Suitably, the hot support, notably the titania support, is contacted with a
spray which contains from about 0.05 g of cobalt/ml of solution to about 0.25 g of cobalt/m! of solution,
preferably from about 0.10 g of cobalt/mi of solution to about 0.20 g of cobalt/ml of solution, (plus the
compound containing the promoter metal, if desired), generally from at least about 3 to about 12 contacts,
preferably from about 5 go about 8 contacts, with intervening drying and calcination steps being required to
form surface films of the required thickness. The hot support, titania, or titania-containing support, in other
words, is spray-contacted in a first cycle which includes the spray contact per se with subsequent dryning
and calcination, a second cycle which includes the spray contact per se with subsequent drying and
calcination, a third spray contact which includes the spray contact per se with subsequent drying and
calcination, etc. to form a film of the required thickness and composition. The drying steps are generally
conducted at temperatures ranging above about 20 degrees C, preferably from about 20 degrees C to
about 125 degrees C, and the calcination steps at temperatures ranging above about 150 degrees C,
preferably from about 150 degrees C to about 300 degrees C.

Titania is the preferred support. It is used as a support, either along or in combination with other
materials for forming a support. The titania used for the support is preferably one which contains a
rutile:anatase ratio of at least about 3:2, as determined by x-ray diffraction (ASTM D 3720-78). The titania
supports preferably contain a rutile:anatase ratio of from about 3:2 to about 100:1, or greater, more
preferably from about 4:1 to about 100:1, or greater. The surface area of such forms of titania are less than
about 50 m?g. These weight concentrations of rutile provide generally optimum activity, and Cyq.
hydrocarbon selectivity without significant gas and CO, make.

The prepared catalyst as & final step is dried by heating at a temperature above about 20 degrees C,
preferably between 20 degrees C and 125 degrees C, in the presence of nitrogen or oxygen, or both, in an
air stream or under vacuum. It is necessary to activate the catalyst prior to use. Preferably, the catalyst is
contacted with oxygen, air, or other oxygen-containing gas at temperature sufficient to oxidize the cobalt
and convert the cobalt to Cos0s Temperatures ranging above about 150 degrees C, and preferably above
about 200 degrees C are satisfactory to convert the cobalt to the oxide, but temperatures above about 500
degrees C are to be avoided uniess necessary for regeneration of a severely deactivated catalyst. Suitably,
the. oxidation of the cobalt is achieved at temperatures ranging from about 150 degrees C to about 300
degrees C. The metal, or metals, contained on the catalyst are then reduced. Reduction is performed by
contact of the catalyst, whether or not previously oxidized, with a reducing gas, suitably with hydrogen or a
hydrogen-containing gas stream at temperatures above about 200 degrees C; preferably above about 250
degrees C. Suitably, the catalyst is reduced at temperatures ranging from about 200 degrees C to about
300 degrees C for periods ranging from about 0.5 to about 24 hours at pressures ranging from ambient to
about 40 atmospheres. A gas containing hydrogen and inert components in admixture is satisfactory for use
in carrying out the reduction. '

The catalysts of this invention can be regenerated, and reactivated to restore their initial activity and
selectivity after use by washing the catalyst with a hydrocarbon solvent, or by stripping with a gas.
Preferably the catalyst is stripped with a gas, most preferably with hydrogen, or a gas which is inert or non-
reactive at stripping conditions such as nitrogen, carbon dioxide, or methane. The stripping removes the
hydrocarbons which are liquid at reaction conditions. Gas stripping can be performed at substantially the
same temperatures and pressures at which the reaction is carried out. Pressures can be lower however, as
low as atmospheric or even a vacuum. Temperatures can thus range from about 160 degrees C to about
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290 degrees C, preferably from about 190 degrees C to about 260 degrees C, and pressures from below
atmospheric to about 600 psig. If it is necessary to remove coke from the catalyst, the catalyst can be
contacted with a dilute oxygen-containing gas and the coke burned from the catalyst at controlled
temperature below the sintering temperature of the catalyst. Most of the coke can be readily removed in
this way. The catalyst is then reactivated, reduced, and made ready for use by treatment with hydrogen or
hydrogen-containing gas with a fresh catalyst.

The invention will be more fully understood by reference to the following examples and demosirations
which present comparative data illustrating its more salient features.

Example 1

Simulations of the carbon monoxide conversion and methane selectivity as a function of the rim
thickness are depicted in Figure 2 for a spherical pellet loaded with catalysts having two different activities.
A hydrogen to Co ratio of 2.0 in the feed was assumed. The carbon monoxide conversion increases with
with the rim thickness up to its maximum value. The methane selectivity remains almost constant up to
certain rim thickness where it increases steeply. Over a range of rim thicknesses the carbon. monoxide
conversion reaches almost its maximum value while the methane selectivity is still low. Specifically, in
Figure 2 for a spherical pellet with an activity of 6 x 104 mol/s/g/atm? the range is 0.13 to 0.15 mm while for
an activity of 1.2 x 105 mol/s/g/atm? the range is 0.08 to 0.10 mm. This is the essence of the invention.
Based on design specification, a rim thickness can be determined to give both a high carbon monoxide
conversion and a low methane selectivity. The exact value of the rim thickness depends on the catalyst
activity, the partial pressures, the temperature and the peliet shape and configuration. Am example of a ring
and a cylinder is given in Figure 3. The behavior of those pellet is similar in terms of the effect of rim
thickness on CO conversion and methane selectivity. The detailed caiculations are carried out for each
pellet shape using the general reaction and diffusion model.

Example 2

Experiments were performed in a reactor 3 ft. long and 0,5 in. in diameter. The reactor was packed with
1+ mm dia. spherical catalyst peliets loaded uniformly with 6% Co - 0.5% Re. Isothermal conditions were
maintained in the reactor.

Data obtained at various temperatures and hydrogen to CO ratios in the feed were compared with the
predictions of the model. As explained previously, the carbon monoxide conversion and methane selectivity
were obtained by integrating equations (16) and (17) and calculating the effectiveness factors from
equations (13} and (14).

in the experiments with a hydrogen to CO ratio in the feed of less than the stoichiometric ratio (2.07),
the ratio decreased along the bed. Since the methane seletivity depends on this ratio, it decreased -as the
hydrogen to CO decreased. Furthermore, since the diffusion in the catalyst pores was one of the iimiting
steps in this system, a lower hydrogen fo CO ratio increases the v parameter which means a lower
methane selectivity. A comparison of experiments 4, 5 and 6 illustrates the improvements in methane
selectivity. In experiment 3, the methane selectivity increased as compared with experiment 6 because the
temperature was higher. The agreement for both the methane selectivity and the carbon monoxide
conversion were good, as shown in Table 2.

EXAMPLE 3

Experiments were performed in a reactor 3 feet long and 0.5 inches in diameter. In this case the reactor
was operated under nonisothermal conditions, namely the temperature changed along the reactor. The
reactor was packed with a spherical rim pellet with 6% Co-.5% Re catalysts (based on the rim mass). The
pellet size, rim thickness and catalyst activity are given in Table 3. The pressure was 20 atm.

The prediction of the carbon monoxide conversion and methane selectivity requires the solution of a
heat balance for the reactor along with the mass balances in equations (16) and (17). A comparison of the
temperature profiles, CO conversion and methane selectivity are given in Table. 3.
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The data indicate that the CO conversion is close to the maximum conversion attainabie for those
pellets under the given conditions (73% and 78% for Experiments A and B, respectively). However, the
methane selectivity was lower than the 11% expected for those pellets as reported in Figure 1.

The rim tested in this Example was not of optimal size. A 0.1 mm rim would have lowered the methane
selectivity to about 5% while keeping the conversion at about 70%.

EXAMPLE 4

Simulations were performed for a peliet of ring shape. The operating conditions assumed in the
simulations are:
reactor diameter - 1.5"
pellet outer diameter - 1.5 mm
peliet inner diameter - 1.0 mm
gas mass velocity - 800 Ib/ftZh
coolant temperature - 347 degrees F
catalyst activity ~ 1.4 x 105gmol/s/g/atm?
feed composition - 84% Hz, 32% CO, and 4% N
The heat balance and the mass balance in equations (16) and (17) were solved to yield the following
resuits: .
maximum temperature rise - 30 degrees F
CO conversion - 70%
methane selectivity - 5.6%

TABLE 1

MODEL PREDICTIONS COMPARED WITH DATA

Bulk
Pellet Radius Density CO Conversion
mm GHSV* g/cm3  exp. pred.
0.088 1500 1.47 76 74
0.166 1320 1.47 76 77
0.252 1000 1.53 78 83
0.356 1140 1.59 73 69
0.500 840 1.73 75 76
0.705 510 1.64 79 81

* Gas hourly space velocity.
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TABLE 2

-

PREDICTED AND EXPERIMENTAL SELECTIVITIES

AND CONVERSIONS

Feed Selectivity, %

Exp. No. Teamp., C Hy/0 exp.

1l 185 1.70 6.6
4 192 2.00 9.6
2 199 1.55 6.6
3 204 1.69 8.1
4 193 2.19 10.2
S 193 1.90 - 7.6
6* 193 1.70 5.3

* The activity decreased by about 10%.
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Table 3

" MODEL PREDICTIONS AGREE WITH NON-ISOTHERMAL
PELLET DATA

Dp = 1,10 mm Rim Thick. = 0,15 mm

H2 /0 in the feed = 2.0
ki1 = 12.0 x 104 gmol/g/s/atm?

EXPERIMENT A EXPERIMENT B
Exp. Pred. Exp. Pred.
_Co Conv., mols 70.6 71.6 75.3  76.6
G4 Sel., molt 8.5 8.4 8.5 8.9
AXIAL POSITION TEMPERATURE, OF
: T™H ™ ™ TH
0.0 377 389
0.09 383 385 398 401
0.19 385 387 401 403
0.29 388 388 405 405
0.39 390 390 406 406
0.49 390 390 - 405 405
0.59 390 390 405 404
0.69 388 389 402 402
0.79 387 388 400 399
0.89 385 387 397 397
0.99 381 385 393 395

The catalysts of this invention are disclosed in the following examples and demonstrations as Catalysts
Nos. 14-21. These are catalysts which have surface film falling within the required range of thicknesses, and
the surface film contains the required cobalt metal loadings. It will be observed that all of Catalysts No. 14-
21 were formed by a process wherein a heated particulate TiOz substrate was repetitively contaacted with a
dilute spray solution containing both the cobalt and rhenium which was deposited as a thin surface layer, or
film, upon the particles. Catalysts No.s 14-21 are contrasted in a series of synthesis gas conversion runs
with Catalysts Nos. 1-8, catalysts wherein the metals are uniformly dispersed throughout the TiOz support
particles. They are also contrasted in runs made with Catalysts Nos. 9-13, also "rim" catalysts but catalysts
wherein the surface films, or rims, are too thick (Catalysts Nos. 10-13), however prepared, or do not contain
an adequate cobalt metal loading within the surface film, or rim (Catalyst No. 9). As will be observed from
the data presented, it is clear that at high productivities the catalysts formed from the uniformly impreg-
nated TiO: spheres produce high methane. Moreover, even wherein a film of the cataiytic metal is formed
on the surface of the particles, it is essential that the surface film, or rim of cobalt be very thin and also
contain an adequate loading of cobalt in the film. This is necessary to maximize reaction of the Hz and GO
at the surface of the particle wherein the cobalt metal reaction sites are located, while simultaneously
reactions within the catalyst but outside the metal film or rim are suppressed to maximize productivity, and
lower methane selectivity. The following data thus show that the catalysts of this invention, i.e., Catalysts
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Nos. 14-21, can be employed at productivities above 150 hr™1, and indeed at productivities ranging above
150 hr-' to 200 hr™!, and greater, to produce no more and even less methane than is produced by (i)
catalysts otherwise similar except that the catalysts contain a thicker surface film, i.e., Catalysts Nos. 10-12,
or (i) catalysts which contain an insufficient cobalt metal loading within a surface fiim of otherwise
acceptable thinness, i.e., Catalyst No. 8. The data show that the catalysts of this invention at productivities
ranging above about 150 hr™' to about 200 hr™!, and greater, can be employed to produce liquid
hydrocarbons at methane levels well below 10 mole percent.

EXAMPLE 5 - 13

A series of twenty-one different catalysis were prepared from titania, TiO2, supplied by a catalyst
manufacturer in spherical form; the TiO2 having the following physical properties, to wit:
14-20 Tyler mesh size (1 mm average diameter)

86-95% rutile content (by ASTM D 3720-78 test) _
14-17 m2/g BET surface area
0.11-0.16 g/cc pore volume (by mercury intrusion)

In the catalyst preparations, portions of the TiO. spheres were impregnated with cobait nitrate and
perrhenic acid via several impregnation techniques as subsequently described. In each instance, after
drying in vacuo at 125-185 degrees C, the catalysts were calcined in flowing air at 250-500 degrees C for 3
hours. A first series of catalysts (Catalyst Nos. 1-8) were prepared wherein the TiOz spheres were uniformly
impregnated, and these catalysts then used in a series of base runs (Table 4). Catalyst Nos. 9-11 (Table 5)
and 12-21 (Table 6) were prepared such that the metals were deposited on the outside surface of the
spheres to provide a shell, film or rim. The thicknesses of the catalyst rim, or outer shell, were determined
in each instance by Electron Microprobe Analysis. Runs were made with these catalysts, each being
contacted with synthesis gas at similar conditions and comparisons then made with those employed to
provide the base runs.

Catalysts Nos. 1-8, described in Table 4 were prepared as uniformly impregnated catalysts to wit: A
series of uniformly impregnated TiO2 spheres were prepared by immersing the TiO2 spheres in acetone
solution of cobalt nitrate and perrhenic acid, evaporating off the solutions, and then drying and calcining the
impregnated spheres. The Co and Re loadings, expresses as gms metal per cc of catalyst on a dry basis,
deposited upon each of the catalysts are given the second and third columns of Table 4.

Catalysts Nos. 9-11, were prepared o contain an outer rim, or shell. These catalysts were prepared by
a liquid displacement method which involves first soaking the TiOz in & water-immiscible liquid, draining off
the excess liquid, and then dipping the wet spheres into a concentrated aqueous solution of cobalt nitrate
(0.24g Co/ml and perrhenic acid (0.02g Re/ml). Contact with the metal salt solution is limited to a very short
period of time, during which the solution displaces the pre-soak liquid from the outer surface of the support
particles. The rim-impregnated catalyst is quickly biotted on paper towels and dried in a vacuum oven at
140 degrees C. Results are summarized in Table 5. The second column of Table 5 thus identifies the pre-
soak liquid, the third column the displacement time in minutes, the fourth and fifth columns the g Co/cc and
g/Relcc, respectively, and the sixth column the rim thickness of the outer metal shell in microns.

Catalysts Nos. 12-21, described in Table 6, were prepared to have metal shells, or rims by use of a
series of spray techniques. TiO: spheres were spread out on a wire screen and preheated in a vacuum
oven at various temperatures. The hot spheres were removed from the oven, sprayed with a small amount
of metal salt solution, and returned without delay to the oven where drying and partial decomposition of the
cobalt nitrate salt occurred. The spraying sequence was repeated several times in order to impregnate a
thin outer layer, or rim of Co-Re onto the support. Preparative details are as follows:

The solutions, |, It and lll, each constituted of a different solvent, and having specific concentrations of
cobalt nitrate and perrhenic acid were employed in a series of spraying procedures. The three solutions are
constituted as foliows:
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Cobalt Nitrate Perrhenic Acid

Solution Concentration Concentration
Number g/ Co/ml g Re/ml Solvent
I 0.12 0.01 20% H20
80% Acetone
11 0.12 0.03 - H20
I1I 0.12 0.01 Acetone

Five separate procedures, Procedures A, B, C, D, and E, respectively, employing each of these three

solutions, were employed to prepare catalysts, as follows:
A: 30 mi of Solution | added to 50 g TiO2 spheres in § spraying
B: 30 ml of Solution | added to 50 g TiO2 spheres in 3 spraying
C: 25 mi of Solution | added to 50 g TiO: spheres in 5 spraying
D: 50 m! of Solution Il added to 100 g TiO2 spheres in 5 spraying
E: 25 ml of Solution Il added to 50 g TiO2 spheres in 5 spraying

Reference is made to Table 6. The procedure employed in spray coating the respective catalyst is
identified in the second column of said table, and the TiOz pre-heat temperature is given in the third column
of said table. The gCo/cc and gRe/cc of each catalyst is given in Columns 4 and 5, respectively, and the
thickness of the catalyst rim is given in microns in the sixth column of the table.

The catalyss were diluted, in each instance, with equal volumes of TiO; spheres to minimize
temperature gradients, and the catalyst mixture then charged into a small fixed bed reactor unit. In
preparation for conducting a run, the catalysts were activated by reduction with hydrogen at 450 degrees C,
at atmospheric pressure for one hour. Synthesis gas with a composition of 64% Hx32% CO-4% Nz was
then converted over the activated catalyst at 200 degrees C, 280 psig for a test period of at least 20 hours.
Gas hourly space velocities (GHSV) as given in each of the tables, represent the flow rate at 22 degrees C
and atmospheric pressure passed over the volume of catalyst, excluding the diluent. Samples of the exit
gas were periodically analyzed by gas chromatography to determine the extent of CO conversion and the
selectivity 0 methane, expressed as the moles of CHs formed per 100 moles of CO converted. Selectivity
to Ceexpressed as the wt.% of Cein the hydrocarbon product, was calculated from the methane selectivity
data using an empirical correlation developed from data obtained in a small pilot plant. A productivity figure
is also given for runs made with each of these catalysts, productivity being defined as the product of the
values represented by the space velocity, the CO fraction in the feed and the fraction of the CO converted;

the productivity being the volume CO measured at 22 degrees C and atmospheric pressure converted per
hour per volume of catalyst.

Table 4 . ..
UAIFORMLY IMPREGNATED CATALYSTS, AND
GAS GONVERSTON RUNS MADE THEREWITEH

Catalyst WwWt.$% wt.% £Co Produc~- Mol.¥% Wt.%
No g.Co/cc g Re/cc GHSY Conv, tivity CH, =
1 0.0392 0.003% 200 67 43 5.4 9.4
2 0.0617 0.0046 750 50 120 10.5 16.9
3 0.1003 0.0080 500 80 128 1917 17.7
5 0.07T43 0.0056 750 64 154 11.5 18.3
5 0.0796 0.0050 750 T1 170 13.1 20.7
6 0.1014 0.0084 750 77 185 13.9 21.8
7 0.0925 0.0066 750 7 185 13.3 20.9
8 0.1025 0.0068 1000 65 208 18.7 23.0
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The effectiveness of these catalysts for conducting synthesis gas reactions is best illustrated by
comparison of the methane selectivity at given productivity with Catalysts 1-8 (Table 4), the catalysts
formed by the uniform impregnation of the metals throughout the TlOztcataIyst spheres, and Catalysts 9-11
(Table 5) and 12-21 (Table 6), those catalysts wherein the metals were deposited as a shell, or rim, upon
the outside of the TiO: catalyst spheres. The same type of comparison is then made between certain of the
latter class of catalysts, and others, which also differ one from another dependant upon the thickness of the
metals-containing rim. These data are best graphically illustrated for ready, visual comparison. Reference is
thus made to Figure 4 wherein the methane selectivity produced at given productivity is plotied for each of
the twenty-one catalysts described by reference to Table 4-6. A solid black data point is piotted for each of
Catalysts Nos. 1-8, formed from the uniformly impregnated TiOz spheres, and each data point is identified
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by catalyst number. An open circle is plotied for each data point representative of Catalysts Nos. 9-21, each
is identified by catalyst number, and the rim thickness of the catalyst is given. The behavior of many of
these catalysts (i.e., Catalysts 9-13), it will be observed is somewhat analogous to that of Catalysts Nos. 1-
8. Catalysts Nos. 14-21, however, behave quite differently from either of the other groups of catalysts, i.e.,
Catalysts Nos. 1-8 or Catalysts 9-13. The methane selectivity is thus relatively low for catalysts Nos. 8-13,
but at the same time the productivities of these catalysts are quite low. On the other hand, the productivities
of Catalysts Nos. 1-8 tend to be higher than those -of Catalysts Nos. 9-13, but at the same item these
catalysts produce copious amounts of methane. In striking contrast to either of these groups of catalysts,
Catalysts Nos. 14-21, all of which fall within the "box" depicied on the figure, provide very high
productivities and, at the same time, low methane selectivities. Catalysts Nos. 14-21 thus differ profoundly
from any of Catalysts Nos. 1-13 in their behavior, and in that the metals componenis of these catalysts is
packed into & very thin rim, or shell, on the surface of the TiO2 support.

These data thus show that at constant temperature as productivity increases so too does methane
selectivity for both the groups of catalysts represented by Catalysts Nos. 1-8, the uniformly impregnated
catalyst, and catalysts Nos. 10-13 which have relatively thick outer shells, or rims. Thus, methane selectivity
increases in proportion to the metals loadings when the metals are dispersed throughout the support, or
carrier portion of the catalyst. Methane selectivity also increases in proportion io the thickness of the
catalyst rim. Albeit the methane selectivities obtained with Catalysts Nos. 10-12 are within acceptable
ranges, the productivities obtained with these catalysts are quite low. Catalysts No. 13 is poor on both
counts. Catalysts Na. 8, although it has a thin metallic rim and provides _low methane selectivity, its
productivity is quite poor because of an insufficient loading of metals within the rim. Catalysts Nos. 14-21
which have thin metallic rims and relatively high metals loadings within the rims, on the other hand, provide
low methane selectivities and high productivities. .

The results observed with Catalysts No. 1-13 are consistent with the onset of a significant diffusion
limitation at the higher productivities, which intensifies as the catalysts become more active. In sharp
contrast, however, catalysts which have cobalt rim thickness of about 180 microns, and less, notably from
about 60 microns to about 160 microns, can produce at high productivities (i.e., about 150 hr=1, or even 200
hr=1), very low methane selectivities. Catalysts with very thin rims counteract the diffusion problem by
limiting reaction to the outer surface of the catalyst wherein lies the catalytically active metal components.
The catalysts of this invention thus provide a means of operating at high productivity levels with low
methane selectivities. Methane selectivities are reduced at higher and higher productivities, as the rim
thickness is made smaller, and smaller. When productivity is increased beyond 150 hr~t, the metals rim
should be no more than about 180 microns thick, and the rim should be even thinner. This region of
operation, the best balance between activity and selectivity, is represented in Figure 4 by the area enclosed
within the box formed by the dashed lines.

These data further show that the catalysts of this invention (Catalyst Nos. 14-21) can be readily
prepared by the process of sequentially, or repetitively spraying hot, or preheated TiO» spheres with
solutions containing compounds, or salts of the metals. Suitably, the TiO: substrate is preheated to
temperatures of at least about 140 degrees C, suitably to temperatures ranging from about 140 degrees C
to about 185 degrees C prior to or at the time of contact thereof with the solution. Higher temperatures can
be employed, but temperatures below about 140 degrees C do not produce a sufficiently thin rim of the
metals on the catalyst support. The repetitive spraying technique is shown to be superior to liquid
displacement technique used to prepare Catalyst Nos. 9-11 wherein only low cobalt loadings were
deposited in & single contact because of the cobalt concentration limit in the displacing solution. Longer
displacement time increases the metal loading but produces a thicker rim as shown by Catalyst No. 11
compared witht Catalyst No. 10. The spray technique provides especially good dispersion of the metals as a
thin rim at the outer surface of the support particles by application of the metals a litile at a time by multiple
impregnations. Loading the metals onto the catalysts in this manner increases the activity of the catalysts,
and provides higher productivity.

There reactions can be conducted with these catalysts in fixed bed, or ebullating bed reactors with or
without the recycie of any unconverted gas and/or liquid product. The Cig+ product that is obtained is an
admixture of linear paraffins and olefins which can be further refined and upgraded to high quality middle
distillate fuels, ar such other products as mogas, diesel fuel, jet fuel and the like. A premium grade middle
distillate fuel of carbon number ranging from about Ci to about Cx can also be produced from the
Cio+hydrocarban product. The catalyst is preferably constituted of cobalt supported on a carrier, preferably
titania, and especially cobalt supported on a rutile form of TiO2 or rutile-titania-containing support which can
contain othier materials such as SiO;, MgO, ZrOz, A120:. The cataiyst is preferably reduced with a He-
containing gas at start-up.

19



70

75

25

0 266 898

It is apparent that various modifications and changes can be made without departing the spirit and
scope of the present invention.

Claims

1. A catalyst composition useful for the conversion of synthesis gas to hydrocarbons at high productivity
with low methane selectivity, said composition comprising a particulate metal compound on a support
characterized in that said support includes an inert or hollow core and an outer layer of porous inorganic
refractory oxide, said layer having a thickness determined to maximise CO conversion and minimize
conversion wherein said thickness is determined by relating the rate of diffusion of said CO and H. to a rate
of reaction at a predetermined temperature, partial pressures, support geometry and catalyst type and
preparation.

2. A catalyst composition according to Claim 1 further characterized in that said metal is a metal
selected from the group consisting of ruthenium, cobalt or mixtures thereof.

3. A catalyst composition useful for the conversion of synthesis gas to hydrocarbons at high productiv-
ity, with low methane selectivity, characterized in that it comprises cobalt dispersed as a catalytically active
layer upon the surface of a support, the layer ranging in average thickness from about 0.02 mm to about
0.25 mm, with the loading of cobalt ranging from about 0.01 g/cm3 to about 0.15 cm3, calculated as metallic
cobalt per packed bulk volume of catalyst. )

4. A composition according to any one of Claims 1 - 3 further characterized in that at least one metal
selected from the group consisting of rhenium, hafnium, zirconium, cerium, uranium, thorium and mixtures
thereof constitutes part of the catalytically active surface layer.

5. A composition according to any one of Claim 1 - 4 further characterized in that the catalytically active
surface layer ranges up to about 180 microns (mu} in thickness.

6. A composition according to any one of Claims 1 - 5 further characterized in that said support
comprises titania.

7. A composition according to any one of Claims 1 - 6 further characterized in that the support is
comprised of a titania which has a rutile:anatase weight ratio of at least about 3:2

8. A process for the production of the catalyst of any one of Claims 1 to 7 characterized by the steps
comprising heating said support to a temperature equal to or in excess of 140 degrees C, and repetitively
contacting said heated support with a spray of a solution which contains from about 0.05 g/ml to about 0.25
g/ml of a cobalt compound, calculated as metallic cobalt, per m of solution, while drying and calcining the
cobali-containing support between each contact with the solution, to form a catalytically active layer of
cobalt upon the surface of said support of average thickness ranging from about 0.02 mm to about 0.25
mm, with the loading of cobalt ranging from about 0.01 g/cm? t6 about 0.15 g/cm3, calculated as metallic
cobalt per packed volume of catalyst. .

9. A process éccording to Claim 8 further characterized in that the support is comprised of titania which
is heated to 2 temperature ranging from about 140°C to about 185°C and thereafter subjected to from
about 3 to about 12 contacts with said spray solution. i

10. A process for the conversion of a feedstock comprising Hz and CO, such as for example a synthesis
gas, to hydrocarbons, with low methane selectivity comprising contacting at reaction conditions a feed
comprised of an admixture of CO and Hz in a Hz:CO molar ratio equal to or greater than about 0.5:1 at a
total (gauge) pressure equal to or greater than about 80 psig (551.6 kPa) over a catalyst composition of any
of Claims 1 - 7 or a catalyst composition made by the process of Claim 8 or Claim 9.

11. A process according to Claim 10 further characterized in that the reaction conditions are defined
withnin ranges as foliows:

H2:CO mole ratio
about 0.5:1 to 4:1
Gas Hourly
Space Velocities, V/Hr/V
about 100 to 5000
Temperatures, degrees C
about 160 to 290
Total Pressure, (psig) kPa (gauge)
(about 80 to 600)
about 551.6 to 4.137
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12. A process according to Claim 10 or Claim 11 further characterized in that at productivities greater
than 150 h™" less than 10 mol percent of the carbon monoxide which is converted is converted to methane.
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LEGEND:

FIG. 4
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