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Description

Field of the Invention

[0001] The present invention relates to the separation of mixtures using polymer membranes.

Background

[0002] Polymer membranes have been proposed for various separations. It has been found that different molecules
can be made to diffuse through selected polymers differently. For example if one component of a mixture is found to
diffuse though a polymer rapidly and a second component is found to diffuse through the polymer very slowly or not at
all, the polymer may be utilized to separate the two components. Polymer membranes potentially can be used for gas
separations as well as liquid separations.
[0003] Polymeric membrane materials have been found to be of use in gas separations. Numerous research articles
and patents describe polymeric membrane materials (e.g., polyimides, polysulfones, polycarbonates, polyethers, polya-
mides, polyarylates, polypyrrolones, etc.) with desirable gas separation properties, particularly for use in oxygen/nitrogen
separation (See, for example, Koros et al., J. Membrane Sci., 83, 1-80 (1993), for background and review).
[0004] The polymeric membrane materials are typically used in processes in which a feed gas mixture contacts the
upstream side of the membrane, resulting in a permeate mixture on the downstream side of the membrane with a greater
mole fraction of one of the components than the composition of the original feed gas mixture. A pressure differential is
maintained between the upstream and downstream sides, providing the driving force for permeation. The downstream
side can be maintained as a vacuum, or at any pressure below the upstream pressure.
[0005] The membrane performance is characterized by the flux of a gas component across the membrane. This flux
can be expressed as a quantity called the permeability (P), which is a pressure- and thickness-normalized flux of a given
component. The separation of a gas mixture is achieved by a membrane material that permits a faster permeation rate
for one component (i.e., higher permeability) over that of another component. The efficiency of the membrane in enriching
a component over another component in the permeate stream can be expressed as a quantity called selectivity. Selectivity
can be defined as the ratio of the permeabilities of the gas components across the membrane (i.e., PA/PB, where A and
B are the two components). A membrane’s permeability and selectivity are material properties of the membrane material
itself, and thus these properties are ideally constant with feed pressure, flow rate and other process conditions. However,
permeability and selectivity are both temperature-dependent. It is desired to develop membrane materials with a high
selectivity (efficiency) for the desired component, while maintaining a high permeability (productivity) for the desired
component.
[0006] The relative ability of a membrane to achieve the desired separation is referred to as the separation factor or
selectivity for the given mixture. There are however several other obstacles to use of a particular polymer to achieve a
particular separation under any sort of large scale or commercial conditions. One such obstacle is permeation rate. One
of the components to be separated must have a sufficiently high permeation rate at the preferred conditions or else
extraordinarily large membrane surface areas are required to allow separation of large amounts of material. Another
problem that can occur is that at conditions where the permeability is sufficient, such as at elevated temperatures or
pressures, the selectivity for the desired separation can be lost or reduced. Another problem that often occurs is that
over time the permeation rate and/or selectivity is reduced to unacceptable levels. One problem that can occur is that
one or more components of the mixture can alter the form or structure of the polymer membrane over time thus changing
its permeability and/or selectivity. One specific way this can happen is if one or more component of the mixture causes
plasticization of the polymer membrane. Plasticization occurs when one or more of the components of the mixture causes
the polymer to swell and lose its membrane properties. It has been found that polymers such as polyimides which have
particularly good separation factors for separation of mixtures comprising carbon dioxide and methane are prone to
swelling and platicization over time thus resulting in decreasing performance of the membranes made from the polyimides.
[0007] The present invention overcomes some of the problems of the prior art membranes by providing a polymer
membrane and a route to making said polymer membrane that has the following properties/ advantages:

a) Excellent selectivity and permeability,
b) Sustained selectivity over time by resistance to plasticization, and
c) Very large useable surface area by use of hollow fibers.

[0008] Journal of Membrane Science 155 (1999), 145-154 discloses the improvement of CO2/CH4 separation char-
acteristics of polyimides by chemical crosslinking. Journal of Membrane Science 175 (2000), 181-196 describes possi-
bilities for large scale gas separation.
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Summary

[0009] As discussed above the present invention seeks to provide a membrane and method of making the membrane
that achieves the result of providing a commercially viable polymer membrane that overcomes some of the drawbacks
of the prior art membranes. The membranes of the present invention can have very large available surface areas using
hollow fiber technology. The membranes of the present invention also have a very high selectivity at a very high per-
meability. The membranes of the present invention also are quite resistant to plasticization and maintain their selectivity
and permeability properties over time as is required in commercial applications of this technology. The membrane of
the present invention achieves this result by providing a predetermined number of crosslinkable sites in the polymer
chain and by crosslinking the polymer membrane using selected crosslinking agents.
[0010] The present invention provides a hollow fiber polymer membrane, comprising: a polyimide polymer made from
the monomers A + B + C;
where A is a dianhydride of the formula;

where X1 and X2 are the same or different halogenated alkyl group, phenyl or halogen;
where R1, R2, R3, R4, R5, and R6 are H, alkyl, or halogen;
where B is a diamino cyclic compound without a carboxylic acid fiunctionality;
where C is a diamino cyclic compound with a carboxylic acid functionality; and
wherein the ratio of B to C is between 1:4 and 4:1, and wherein said hollow fiber polymer membrane material further
comprises at least some covalent ester crosslinks.
[0011] The invention also provides methods as defined in claims 15 and 17 and the use of claim 18.
[0012] A particularly preferred embodiment of the present invention relates to using the crosslinked hollow fiber polymer
membrane of the present invention for the separation of carbon dioxide (CO2) from methane (CH4). In particular this
embodiment of the invention relates to the removal of CO2 from natural gas comprising CO2, CH4, and other gases.
[0013] Among other factors, the present invention provides the composition of and the method of making a highly
effective polymeric membrane for the separation of mixtures. The invention utilizes crosslinking of the polymer membrane
to help achieve the high selectivity required to make the separation efficiently and to maintain the high selectivities and
other properties even after being exposed to extreme conditions such as high temperatures and pressures. The invention
also shows that plasticization of the polymer membrane can be avoided by appropriate degrees of crosslinking and
appropriate selection of the crosslinking units. It has been determined that too much crosslinking can lead to hollow
fibers that are brittle and subject to failure. Too much crosslinking can cause the hollow fiber polymer to be fragile and
can also result in poor membrane performance. Too little crosslinking can lead to plasticization of the polymer membrane
over time resulting in deteriorating performance and loss of selectivity. Another feature of the present invention is that
the selection of polymer having a proper molecular weight (MW) can be important in the formation of a hollow fiber
membrane. It is preferable to have a MW above the entanglement molecular weight of the polymer. It has been found
that if the molecular weight of the polymer is too low the polymer is too brittle and a proper skin layer may not form. If
the molecular weight is too high processability can become difficult. It is preferable to have an average molecular weight
of between 20,000 and 200,000. The present invention has thus achieved a hollow fiber polymer membrane that is both
highly selective and highly permeable for the preferred separations while also being stable and durable for long term
use in a commercial separation process at practical working conditions. The present invention also provides a method
of making a hollow fiber polymer membrane material that is not excessively fragile, thereby allowing effective spinning.
[0014] A preferred method for preparing hollow fibers is to dissolve the polymer in a solvent or melt the polymer, and
extrude the polymer through an annular capillary nozzle with a core fluid used for the purpose of retaining the hollow
fiber geometry.
[0015] Any gases that differ in size and condensability, for example nitrogen and oxygen or carbon dioxide and
methane, can be separated using the membranes described herein. In one embodiment, a gaseous mixture containing
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methane and carbon dioxide can be enriched in methane by a gas-phase process through the membrane. In other
embodiments, the membranes can be used to purify helium, hydrogen, hydrogen sulfide, oxygen and/or nitrogen.

Brief Description of the Drawings

[0016]

Figure 1 shows the Monoesterification and Transesterification Reactions.
Figure 2 shows the synthesis of the monoester via the acid chloride copolyimide route.
Figure 3 is a proton NMR of an uncrosslinked polymer (pre-esterification).
Figure 4 is a proton NMR of the same polymer as Figure 3 that has been monoesterified with 1,4-butanediol.
Figure 5 is proton NMR of a polymer that has been monoesterified with ethylene glycol.
Figure 6 is a Single Fiber Test Module.
Figure 7 is a permeation testing system for membrane fiber modules.
Figure 8 shows the CO2 permeability at increasing pressures for a crosslinked material.
Figure 9 shows the CO2 permeability at increasing pressures for a uncrosslinked material.

Detailed Description of the Invention

[0017] The present invention relates to a highly durable hollow fiber membrane exhibiting both high permeability of
CO2 and high CO2/CH4 selectivity and being resistant to plasticization. Prior membranes have shown a significant decline
in selectivity over time. Not to be limited by theory, it is believed that the selectivity losses associated with exposure to
high levels of CO2 or other plasticizing agents are the result of plasticization. Carbon dioxide acts as a strong swelling
agent, sorbing into the polymer matrix and greatly increasing segmental motion. This increased motion drastically reduces
the difference in diffusion rates between fast and slow gas species. If this swelling and segmental motion could be limited,
the selectivity of the membrane can be maintained. In the present invention crosslinking has been shown to reduce or
eliminate CO2 plasticization in dense films. Proper selection of the method of crosslinking, the chemical structure of the
polymer and crosslinking agent, and proper degree of crosslinking are important to manufacture a hollow fiber membrane
that achieves and maintains the superior permeability and selectivity needed for a viable commercial membrane.
[0018] The polymeric fiber used is the polyimide defined above spun by any conventional method, e.g., spun from a
polymer solution through a spinneret. The polyimide is derived from a reaction of any suitable reactants. A feature of
the process of the present invention is that the polyimide chains have limited rotational ability. One such monomer that
provides a polyimide chain with limited rotational ability is:

This dianhydride is known as 6FDA or 4,4’-(hexafluoroisopropylidene) diphthalic anhydride, or (2,2-bis(3,4-dicarboxy-
phenyl)hexafluoropropane dianhydride.
[0019] In the process of the present invention a carboxylic acid functionality is intended to include the acid group itself
as well as acid derivatives such as esters and anhydrides as well as activated carboxylic acid derivatives such as acid
chlorides.
[0020] A preferred monomer for providing the carboxylic acid functionality in the present invention is diamino benzoic
acid:
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[0021] A particularly preferred monomer is 3,5 diaminobenzoic acid:

[0022] The diamino cyclic compounds without a carboxylic acid functionality can include aromatic compounds having
more than one aromatic ring where the amino groups are on the same or different aromatic ring. Preferred examples
include but are not limited to 4,4’ isopropylidene dianiline, 3,3’ hexafluoroisopropylidene dianiline, 4,4’ hexafluoroisopro-
pylidene dianiline, 4,4’ oxydianiline, 3,3’ oxydianiline and 4,4’ diaminodiphenyl. Examples of diamino aromatic compounds
useful in the present invention include diaminotoluene, diaminobenzotrifluoride, and di, tri, and tetramethyldiaminoben-
zene.
[0023] The polymer membranes of the present invention can be used for gas/gas separations, gas/liquid separations,
liquid/liquid separations, and liquid/solid separations.
As mentioned above one of the preferred crosslinkable sites comprise carboxylic acid or esters or activated carboxylic
acid derivatives. Crosslinking groups or agents that have been found to be useful in conjunction with the carboxylic acid
functional sites include: diols selected from the group consisting of ethylene glycol, propylene glycol (1,2 propanediol),
1,3 propanediol, 1,4 butanediol, 1,2 butanediol, benzenedimethanol, and 1,3 butanediol. Preferred crosslinking agents
include ethylene glycol, propylene glycol, 1,3 propanediol and benzenedimethanol. More preferred crosslinking agents
are ethylene glycol, propylene glycol and 1,3 propanediol. Still more preferred crosslinking agents are ethylene glycol,
and 1,3 propanediol. It has been found that having too long a crosslinking group can have an undesirable impact on the
permeability and/or selectivity of the polymer however too short a crosslinking group can also have a negative effect on
the finished hollow fiber membrane. The most preferred crosslinking agents for crosslinking carboxylic acid or ester sites
is 1,3 propanediol.
[0024] Crosslinking can occur by the condensation reaction of selected diols with the crosslinkable acid functionality.
In the process of the present invention it has been found that reaction of less reactive crosslinking agents can be facilitated
by activation of the carboxylic acid site on the polymer chain. One way to do this is by converting the acid group to the
corresponding acid chloride. This can be effectively done by the use of thionyl chloride. A method for this activation will
be discussed in more detail in the examples.
[0025] In a preferred embodiment of the process of the present invention crosslinking can be achieved in a stepwise
fashion by first monoesterification of the acid function with the selected diol or diols, followed by transesterification of
the monoester to the diester. (See Figure 1)
[0026] In a particularly preferred embodiment of the present invention the monoesterified polymer is spun into the
hollow fiber prior to transesterification to form the crosslinked hollow fiber membrane. There are significant advantages
to this process in particular the monoester polymer can be more easily spun without breaking or forming defects.
[0027] It has been found transesterification can be accomplished by heating of the monoesterified polymer. In a
particularly preferred embodiment of the present invention, where the hollow fiber is spun prior to the transesterification
to form the final crosslinked hollow fiber, care needs to be taken to avoid damage to the hollow fiber. Preferably heating
is at a temperature high enough to cause substantial crosslinking but not so high as to cause deformation of the hollow
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fiber. Most preferably the hollow fiber is not heated above about 200 degrees C.
[0028] Crosslinking can be facilitated by various means such as heating, UV treatment, microwaves, catalytic etc.
[0029] A particularly preferred diamino group that can be used to make a crosslinkable polyimide polymer is diami-
nobenzoic acid. The most preferred isomer of is 3,5 diaminobenzoic acid (DABA).

Polymer Selection

[0030] An appropriately selected polymer can be used which permits passage of the desired gases to be separated,
for example carbon dioxide and methane. Preferably, the polymer permits one or more of the desired gases to permeate
through the polymer at different diffusion rates than other components, such that one of the individual gases, for example
carbon dioxide, diffuses at a faster rate through the polymer. In a preferred embodiment, the rate at which carbon dioxide
passes through the polymer is at least 10 times faster than the rate at which methane passes through the polymer.
[0031] It is preferred that the membranes exhibit a carbon dioxide/methane selectivity of at least about 5, more pref-
erably at least about 10, still more preferably at least 20, and most preferably at least about 30. Preferably, the polymer
is a rigid, glassy polymer as opposed to a rubbery polymer or a flexible glassy polymer. Glassy polymers are differentiated
from rubbery polymers by the rate of segmental movement of polymer chains. Polymers in the glassy state do not have
the rapid molecular motion that permit rubbery polymers their liquid-like nature and their ability to adjust segmental
configurations rapidly over large distances (> 0.5 nm). Glassy polymers exist in a non-equilibrium state with entangled
molecular chains with immobile molecular backbones in frozen conformations. The glass transition temperature (Tg) is
the dividing point between the rubbery or glassy state. Above the Tg, the polymer exists in the rubbery state; below the
Tg, the polymer exists in the glassy state. Generally, glassy polymers provide a selective environment for gas diffusion
and are favored for gas separation applications. Rigid, glassy polymers describe polymers with rigid polymer chain
backbones that have limited intramolecular rotational mobility and are often characterized by having high glass transition
temperatures (Tg > 150°C).
[0032] In rigid, glassy polymers, the diffusive selectivity tends to dominate, and glassy membranes tend to be selective
in favor of small, low-boiling molecules. The preferred membranes are made from rigid, glassy polymer materials that
will pass carbon dioxide preferentially over methane and other light hydrocarbons. Such polymers are well known in the
art and are described, for example, in U.S. Pat. Nos. 4,230,463 to Monsanto and 3,567,632 to DuPont. Suitable membrane
materials include polyimides, polysulfones and cellulosic polymers among others.
[0033] Examples of suitable polymers useable as the porous support include substituted or unsubstituted polymers
and may be selected from polysulfones; poly(styrenes), including styrene-containing copolymers such as acrylonitriles-
tyrene copolymers, styrene-butadiene copolymers and styrene-vinylbenzylhalide copolymers; polycarbonates; cellulosic
polymers, such as cellulose acetate-butyrate, cellulose propionate, ethyl cellulose, methyl cellulose, nitrocellulose, etc.;
polyamides and polyimides, including aryl polyamides and aryl polyimides; polyethers; polyetherimides; polyetherke-
tones; polyethersulfones; poly(arylene oxides) such as poly(phenylene oxide) and poly(xylene oxide); poly(esteramide-
diisocyanate); polyurethanes; polyesters (including polyarylates), such as polyethylene terephthalate, poly(alkyl meth-
acrylates), poly(acrylates), poly(phenylene terephthalate), etc.; polypyrrolones; polysulfides; polymers from monomers
having alpha-olefinic unsaturation other than mentioned above such as poly (ethylene), poly(propylene), poly(butene-
1), poly(4-methyl pentene-1), polyvinyls, e.g., poly(vinyl chloride), poly(vinyl fluoride), poly(vinylidene chloride), poly
(vinylidene fluoride), poly(vinyl alcohol), poly(vinyl esters) such as poly(vinyl acetate) and poly(vinyl propionate), poly
(vinyl pyridines), poly(vinyl pyrrolidones), poly(vinyl ethers), poly(vinyl ketones), poly(vinyl aldehydes) such as poly(vinyl
formal) and poly(vinyl butyral), poly(vinyl amides), poly(vinyl amines), poly(vinyl urethanes), poly(vinyl ureas), poly(vinyl
phosphates), and poly(vinyl sulfates); polyallyls; poly(benzobenzimidazole); polyhydrazides; polyoxadiazoles; polytria-
zoles; poly (benzimidazole); polycarbodiimides; polyphosphazines; etc., and interpolymers, including block interpolymers
containing repeating units from the above such as terpolymers of acrylonitrile-vinyl bromide-sodium salt of para-sul-
fophenylmethallyl ethers; and grafts and blends containing any of the foregoing. Typical substituents providing substituted
polymers include halogens such as fluorine, chlorine and bromine; hydroxyl groups; lower alkyl groups; lower alkoxy
groups; monocyclic aryl; lower acyl groups and the like.
[0034] Polymers useable in the hollow fiber membrane of the present invention are polyimides. Preferred polymers
useable in the membrane material of present invention include polyimides made using analogs of 6FDA. Particularly
preferred polyimides useable in the present invention comprise polyimides made using 6FDA.
[0035] In a particularly preferred embodiment of the present invention the hollow fiber polymer membrane is a composite
material comprising a membrane layer comprising an effective skin layer as well as a porous support. The porous support
material can be the same or different polymer as the membrane. Ideally the porous support is an inexpensive porous
polymer. In a composite hollow fiber polymer membrane the porous support layer can be either the inside layer or the
outside layer. Most preferably the porous support layer is the inside layer in this embodiment and the "skin" layer is on
the outside of the hollow fiber. A composite membrane material is discussed in copending United States Patent appli-
cations serial numbers 09/834,857 and 09/834,808. A Patent that discusses composite membranes is USP 4,925,459.
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Molecular Weight of the Polymer

[0036] Another parameter that needs to be controlled in order to achieve the high permeability, high selectivity hollow
fiber membrane of the present invention is the molecular weight of the polymer material. Molecular weight of the polymer
material can be critical to forming a hollow fiber membrane that is not too brittle and has an effective skin layer. Molecular
weight of the polymer material can also be critical in achieving a spinnable dope solution. A feature of the present
invention is that the selection of polymer having a proper molecular weight (MW) can be important in the formation of a
hollow fiber membrane. It is preferable to have a MW above the entanglement molecular weight of the polymer. It has
been found that if the molecular weight of the polymer is too low the polymer is too brittle and a effective skin layer may
not form. If the molecular weight is too high processability can become difficult. In the present invention it is preferable
to have an average polymer molecular weight of between 20,000 and 200,000, more preferably between 30,000 and
160,000, still more preferably between 40,000 and 140,000, and most preferably between 60,000 and 120,000. Not to
be limited by theory, it is thought that the MW of the polymer should be above, ideally well above, the entanglement MW
of the polymer in order to achieve a material that has high strength and is not brittle. A paper that discusses the effect
of molecular weight on polymer properties such as entanglement is in Fundamental Principles of Polymeric Materials,
SPE Monograph Series 2nd ed., John Wiley & Sons, New York: (1982), page 259 written by Stephen L. Rosen; for
background and review.
[0037] It is also believed that the molecular weight of the polyimide chain can be degraded during the monoesterification
process. A sufficiently high molecular weight polymer should be used to allow for some loss of MW during the esterification
process yet still be within the desired range after completion. The molecular weights used in the present application are
Weight Average Molecular Weights and can be determined by GPC (Gel Permeation Chromatography).

Separation Systems Including the Membranes

[0038] The membranes may take any form known in the art, for example hollow fibers, tubular shapes, and other
membrane shapes. Some other membrane shapes include spiral wound, pleated, flat sheet, or polygonal tubes. Multiple
hollow fiber membrane tubes can be preferred for their relatively large fluid contact area. The contact area may be further
increased by adding additional tubes or tube contours. Contact may also be increased by altering the gaseous flow by
increasing fluid turbulence or swirling.
[0039] The preferred glassy materials that provide good gas selectivity, for example carbon dioxide/methane selectivity,
tend to have relatively low permeabilities. A preferred form for the membranes is, therefore, integrally skinned or composite
asymmetric hollow fibers, which can provide both a very thin selective skin layer and a high packing density, to facilitate
use of large membrane areas.
[0040] Hollow fibers can be employed in bundled arrays potted at either end to form tube sheets and fitted into a
pressure vessel thereby isolating the insides of the tubes from the outsides of the tubes. Devices of this type are known
in the art. Preferably, the direction of flow in a hollow fiber element will be counter-current rather than co-current or even
transverse.
[0041] Sheets can be used to fabricate a flat stack permeator that includes a multitude of membrane layers alternately
separated by feed-retentate spacers and permeate spacers. The layers can be glued along their edges to define separate
feed-retentate zones and permeate zones. Devices of this type are described in U.S. Pat. No. 5,104,532.
[0042] The membranes can be included in a separation system that includes an outer perforated shell surrounding
one or more inner tubes that contain the membranes. The shell and the inner tubes can be surrounded with packing to
isolate a contaminant collection zone.
[0043] In one mode of operation, a gaseous mixture enters the separation system via a containment collection zone
through the perforations in the outer perforated shell. The gaseous mixture passes upward through the inner tubes. As
the gaseous mixture passes through the inner tubes, one or more components of the mixture permeate out of the inner
tubes through the selective membrane and enter the containment collection zone.
[0044] The membranes can be included in a cartridge and used for permeating contaminants from a gaseous mixture.
The contaminants can permeate out through the membrane, while the desired components continue out the top of the
membrane. The membranes may be stacked within a perforated tube to form the inner tubes or may be interconnected
to form a self-supporting tube.
[0045] Each one of the stacked membrane elements may be designed to permeate one or more components of the
gaseous mixture. For example, one membrane may be designed for removing carbon dioxide, a second for removing
hydrogen sulfide, and a third for removing nitrogen. The membranes may be stacked in different arrangements to remove
various components from the gaseous mixture in different orders.
[0046] Different components may be removed into a single contaminant collection zone and disposed of together, or
they may be removed into different zones. The membranes may be arranged in series or parallel configurations or in
combinations thereof depending on the particular application.
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[0047] The membranes may be removable and replaceable by conventional retrieval technology such as wire line,
coil tubing, or pumping. In addition to replacement, the membrane elements may be cleaned in place by pumping gas,
liquid, detergent, or other material past the membrane to remove materials accumulated on the membrane surface.
[0048] A gas separation system including the membranes described herein may be of a variable length depending
on the particular application.
[0049] The gaseous mixture can flow through the membrane(s) following an inside-out flow path where the mixture
flows into the inside of the tube(s) of the membranes and the components which are removed permeate out through the
tube. Alternatively, the gaseous mixture can flow through the membrane following an outside-in flow path.
[0050] In order to prevent or reduce possibly damaging contact between liquid or particulate contaminates and the
membranes, the flowing gaseous mixture may be caused to rotate or swirl within an outer tube. This rotation may be
achieved in any known manner, for example using one or more spiral deflectors. A vent may also be provided for removing
and/or sampling components removed from the gaseous mixture.
[0051] The membranes are preferably durable, resistant to high temperatures, and resistant to exposure to liquids.
The materials may be coated, ideally with a polymer, to help prevent fouling and improve durability. Examples of suitable
polymers include those described in U.S. Patent Nos. 5,288,304 and 4,728,345. Barrier materials may also be used as
a pre-filter for removing particulates and other contaminants which may damage the membranes.

Methods of Forming Hollow Fibers

[0052] Hollow fibers can be formed, for example, by extruding a polymer solution through an annular capillary nozzle
with a core fluid used for the purpose of retaining the hollow fiber geometry. These fibers typically have a diameter similar
to a human hair and offer the advantage of very high surface area per unit volume. Industrial hollow fiber membrane
modules typically contain hundreds of thousands of individual hollow fibers. Specifically, to maximize productivity, the
hollow fibers typically include an ultrathin (< 2000 Angstroms) "skin" layer on a porous support. Gas separation is
accomplished through this selective "skin." This outer "skin" layer may be supported on the same polymer to form an
integrally skinned asymmetric hollow fiber membrane. The most advanced membranes have an asymmetric sheath with
the selective skin supported on an inexpensive porous core layer (different polymer) to form a composite hollow fiber
membrane. This type of device is described in U.S. Pat. No. 5,085,676.
[0053] Hollow fibers can be employed in bundled arrays potted at either end to form tube sheets and fitted into a
pressure vessel thereby isolating the insides of the tubes from the outsides of the tubes. Devices of this type are known
in the art. Preferably, the direction of flow in a hollow fiber element will be counter-current rather than co-current or even
transverse. Such counter-current flow can be achieved by wrapping the hollow fiber bundle in a spiral wrap of flow-
impeding material. This spiral wrap extends from a central mandrel at the center of the bundle and spirals outward to
the outer periphery of the bundle. The spiral wrap contains holes along the top and bottom ends whereby gas entering
the bundle for tube side flow at one end is partitioned by passage through the holes and forced to flow parallel to the
hollow fiber down the channel created by the spiral wrap. This flow direction is counter-current to the direction of flow
inside the hollow fiber. At the bottom of the channels the gas re-emerges from the hollow fiber bundle through the holes
at the opposite end of the spiral wrap and is directed out of the module.
[0054] A viscosity enhancing agent or viscosity enhancing salt may be useful for making a spinning solution (dope)
suitable for spinning. Viscosity enhancing salts can be most useful when the molecular weight of the polymer is near
the low end of the MW range discussed elsewhere in this application. One possible viscosity enhancing salt useable in
the present invention is lithium nitrate (LiNO3). The use of a viscosity enhancing salt is taught is Example 7 of the present
application. Use of viscosity enhancers and other spinning conditions are also taught in Polyaramide hollow fibers for
H2/CH4 separation II. Spinning and Properties by Ekiner and Vassilatos Journal of Membrane Science 186 (2001) 71-84.
[0055] The standard unit for measuring the permeability of gases through a supported gas separation membrane is
the Barrer, which is defined as follows: 

wherein the flux (flow rate) in units of cm3 /cm2 .X sec.; being volume per seconds of permeated gas at standard
temperature and pressure, cm is the thickness of the film, cm2 is the area of film, and cm. Hg is the pressure (or driving
force). [1 cm.Hg � 1333 Pa.]. The selectivity of a supported gas separation membrane in separating a two-component
fluid mixture is defined as the ratio of the rate of passage of the more readily passed component to the rate of passage
of the less readily passed component. Selectivity may be obtained directly by contacting a supported gas separation
membrane with a known mixture of gases and analyzing the permeate. Alternatively, a first approximation of the selectivity
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is obtained by calculating the ratio of the rates of passage of the two components determined separately on the same
gas separation membrane. Rates of passage may be expressed in Barrer units. As an example of selectivity, a O2/N2
=10 indicates that the subject membrane allows oxygen gas to pass through at a rate ten times that of nitrogen.
[0056] The productivity (permeance) of a gas separation membrane is measured in GPUs which is defined as follows: 

Purification Process

[0057] A mixture containing gases to be separated, for example carbon dioxide and methane, can be enriched by a
gas-phase process through the membrane, for example, in any of the above-configurations. The preferred conditions
for enriching the mixture involve using a temperature between about 25°C and 200°C and a pressure of between about
50 psia and 5000 psia (3.4-340 atm). These conditions can be varied using routine experimentation depending on the
feed streams. Other gas mixtures can be purified with the membrane in any of the above configurations. For example,
applications include enrichment of air by nitrogen or oxygen, nitrogen or hydrogen removal from methane streams, or
carbon monoxide from syngas streams. The membrane can also be used in hydrogen separation from refinery streams
and other process streams, for example from the dehydrogenation reaction effluent in the catalytic dehydrogenation of
paraffins. Generally, the membrane may be used in any separation process with gas mixtures involving, for example,
hydrogen, nitrogen, methane, carbon dioxide, carbon monoxide, helium, and oxygen.

Additional Purification

[0058] If additional purification is required, the product in the permeate stream can be passed through additional
membranes, and/or the product can be purified via distillation using techniques well known to those of skill in the art.
Typically, membrane systems may consist of many modules connected in various configurations (See, for example,
Prasad et al., J. Membrane Sci., 94, 225-248 (1994)) for background and review). Modules connected in series offer
many design possibilities to purify the feed, permeate, and residue streams to increase the separation purity of the
streams and to optimize the membrane system performance.
[0059] As discussed above the membrane to be commercially viable must have high permeability of at least one
component in combination with excellent selectivity. Preferably the crosslinked polyimide polymer hollow fiber membrane
of the present invention has a CO2 permeance of at least 15 GPU and a CO2/CH4 selectivity of greater than 15, preferably
the CO2 permeance is at least 20 GPU and the CO2/CH4 selectivity is greater than 20, still more preferably the CO2
permeance is greater than 25 and the CO2/CH4 selectivity is greater than 25, most preferably the CO2 permeance is
greater than 25 and the CO2/CH4 selectivity is greater than 30. The permeability and selectivity of the membrane is
measured at 35 degrees C and a pressure of 100 psia. (6.8 atm).

Methodology of Fiber Module Construction

[0060] For laboratory or commercial use, a suitable plurality of the fibers is bundled together to form a separation unit.
The number of fibers bundled together will depend on fiber diameters, lengths, and porosities and on desired throughput,
equipment costs, and other engineering considerations understood by those in the chemical engineering arts.
[0061] The fibers are held together by any conventional means. This assembly is then typically disposed in a pressure
shell such that one end of the fiber assembly extends to one end of the pressure shell and the opposite end of the fiber
assembly extends to the opposite end of the pressure shell. The fiber assembly is then fixably or removably affixed to
the pressure shell by any conventional method to form a pressure tight seal.
[0062] The unit is then operated, e.g., as a shell-tube heat exchanger, where the feed is passed to either the shell or
tube side at one end of the assembly and the product is removed from the other end. For maximizing high-pressure
performance, the high-pressure feed is typically fed to the shell side of the assembly. At least a portion of the CO2 in
the feed passes through the membrane to the tube side, i.e., inside the membranes. CO2 depleted feed is then removed
from the opposite end of the shell side of the assembly. Any conventional recycle scheme may be optionally used to
optimize a desired purity level.
[0063] In order to perform permeation tests, for example, a test module consisting of a single fiber is constructed, as
shown in Figure 6. Details of fabricating the module are given in the Illustrated Embodiments section below.
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Operating Conditions

[0064] The process is operated with a feed pressure of from about 20 psia (1.36 atm) to about 4000 psia (270 atm),
preferably at least about 50 psia (3.4 atm), and more preferably from about 200 psia to about 1000 psia (13.6-68 atm).
The feed temperature is its ambient temperature, e.g., its temperature as produced from the well.

Methodology of Single Fiber Module Construction

[0065] Reference is made to Figure 6. In order to perform permeation tests, a module 200 consisting of a single fiber
205 was constructed. The module 200 is fabricated from two stainless steel (316) Swagelok® 1/4-inch (6.3 mm) tees
210, stainless steel 1/4-inch tubing and nuts two brass NPT 1/4-inch (6.3 mm) female-tube adapters 215, two brass
NPT 1/4-inch (6.3 mm) male-tube adapters 220, and two brass Swagelok® 1/4-inch (6.3 mm) nuts. The hollow fiber
membrane 205 is threaded through the module housing, so that a length of carbon fiber extends on each end. The ends
of the module are then plugged with Stycast® 2651 epoxy 225 (from Emerson-Cuming Company) cured for overnight.
The ends of the membrane 205 are snapped off after the epoxy hardens.

Methodology of Membrane Testing System

[0066] Reference is made to Figures 6 and 7. The permeation testing for the fibers 205 was performed with single-
fiber test modules 200. Gas transport through the membranes was examined with a pressure-rise permeation testing
system 300. The system permitted high-pressure testing of mixed feed gas and sampling of gas streams with a gas
chromatograph. The module 200 was attached in a shell feed method of operation. Mixed feed gas 305 from a compressed
gas cylinder 310 was supplied on the shell-side of a single-fiber test module 200. The module 200 and ballast volumes
were placed in a circulating water bath 315 to control and maintain a constant temperature.
[0067] Vacuum was pulled on both the shell- and bore-side of the hollow fiber membrane 205 first for overnight before
testing. Permeate at the two ends from the bore-side of the fiber was pulled by vacuum through a downstream sample
volume. The permeation rate was measured from the pressure rise of a Baratron® pressure transducer 320 over time
after closing the valve to vacuum. The pressure rise was plotted on chart recorder. The compositions of all the streams
can be determined by a gas chromatograph. Individual gas fluxes were then calculated. The plumbing of the system
consisted of stainless steel (316) Swagelok® 1/4-inch (6.3 mm) and 1/8-inch (3.2 mm) fittings and tubing, Whitey® and
Nupro® valves with welded elements. The system is rated for over 1500 psia (102 atm) pressure.

Examples

[0068] The present invention will be better understood with reference to the following non-limiting examples. The
present examples are intended to help illustrate the process of the present invention and are not meant to limit the scope
of the application.

Example 1

Synthesis of Monoester via Activated Carboxylic Acid

[0069] The reactivity of the diols strongly depends on their structure. Due to the electron releasing effect of the methylene
groups the reactivity of diols increases with increasing chain length. For example, 1,4 butanediol > 1,3-propane diol >
ethylene glycol.
The monoesterification reaction was carried out as follows: the DABA-copolyimide is dissolved in THF (10 wt%) under
nitrogen atmosphere and 2 times of the stoichiometric amount of thionyl chloride is added. The reaction is heated to
reflux and the excess of thionyl chloride and THF is distilled out of the reaction solution. The residual copolyimide acid
chloride was stored under vacuum at low temperature (50°C) overnight. The acid chloride was dissolved in THF and
dropped slowly to an excess of glycol (70 times excess) dissolved in THF.

Example 2

Self Catalyzed Monoesterification Reaction

[0070] Some of the diols such as 1,4 butanediol have been found to form the monoester without the use of a catalyst.
For the self-catalyzed reaction, DABA-copolyimides are dissolved in dry NMP (15-17 wt%) and 70 times excess of diol
is added. The reaction mixture is stirred for 12 hours at 130°C under nitrogen purge. Precipitation, blending and filtration
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lead to fluffy particles of monoester which are dried at 70°C under vacuum.

Example 3

Acid Catalyzed Monoesterification Reaction

[0071] For the acid catalysed reaction, per 2 g of polymer 1 mg of p-toluene sulfonic acid was added. The procedure
for the reaction was the same as for the self-catalyzed reaction.

Example 4

Conversion of the Monoesterification Reaction

[0072] We have found that 1H-NMR is a useful method to show the conversion which can be reached in the monoes-
terification reaction. This should be explained on two examples. Fig. 3 shows the 1H NMR of 6FDA-DAM/DABA 3:2 non-
crosslinked in DMSO-D6. The presence of the DABA units can be proven by comparing the ratio of all aromatic protons
and aliphatic protons (3 methyl groups of DAM). After the self-catalyzed monoesterification reaction with 1,4-butanediol
and low temperature drying of the monoester (70°C under vacuum), again 1H NMR was performed. The spectrum is
shown in Fig. 4. For the monoester-NMR we can calculate the conversions of the reaction by the ratio of aromatic protons
and aliphatic protons of the methylene group next to the ester group. We can check the calculations also by the ratio of
DAM-methyl protons and the methylene group next to the ester group.
From the spectrum obtained after the monoesterification reaction it can be concluded that nearly complete conversions
can be obtained with 1,4-butanediol using the self-catalyzed reaction conditions.
[0073] As already mentioned we assume that the ethylene glycol is less nucleophilic than the butanediol. It has been
found that using ethylene glycol in a self-catalyzed monoesterification reaction, the conversions seems to be much lower.
The 1H-NMR of the 6FDA-DAM/DABA 2:1 ethylene glycol monoester is shown in Fig. 5
[0074] Table 1 summarizes the results for the conversions obtained with copolyimides having different DAM/DABA
compositions. Thereby different methods for synthesizing the monoester copolyimide were investigated. The conversion
of the reactions was independently calculated from the ratio of aromatic protons (without the aromatic DAM proton) and
the methylene protons next to the ester group as well as from the ratio of the aliphatic DAM methyl protons and the
methylene protons next to the ester. The following conclusions can be drawn:
[0075] The monoesterification reaction can be catalyzed by protons. Therefore it is obvious that with increasing DABA
content of the copolyimide structure higher conversion rates are obtained. The DAM/DABA 4:1 with butanediol shows
a conversion of less than 50% whereas for the DAM/DABA 3:2 a conversion of over 90% was obtained (self catalyzed).
Ethylene glycol generally has a lower nucleophilic character than butanediol, the conversion for a DAM/DABA 2:1
composition is rather low (less than 40%) although a high number of protons are present due to the high DABA content.
[0076] For DAM/DABA 4:1 monoesterification with ethylene glycol very low conversion was expected (at least less
than 40 %) in the self-catalyzed reaction due to the low DABA content. By adding p-Toluene sulfonic acid to the mo-
noesterification reaction conversions of more than 80% can be reached.
[0077] The acid chloride groups are highly reactive groups, therefore conversions are over 95% for the monoester
synthesis over the acid chloride route.

Table 1

Copolyimide Monoester Ratio: Aromatics (total)
/DAM-CH3 protons

Calculated Conversion 
based on Aromatics 
(without DAM/methylene 
protons (on ester)

Calculated Conversion 
based on DAM-CH3 
protons/methylene protons 
(on ester)

DAM/DABA 4:1
Butanediol Self-catalyzed

theoretical: 1.03
experimental: 1.08

22 23

DAM/DABA 2:1
Ethylene glycol Self-
catalyzed

theoretical: 1.28
experimental: 1.23 38 40

DAM/DABA 3:2
Butanediol Self-catalyzed

theoretical: 1.44
experimental: 1.50

94 98
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Example 5

Plasticization Resistance

[0078] In order to show CO2 plasticization resistance, pure CO2 permeation experiments have been performed with
the 6FDA-DAM/DABA 3:2 film crosslinked with 1,4 butanediol at 140°C. To determine the CO2 plasticization the CO2
permeability is measured at increasing CO2 pressure. The CO2 pressure was held at a given pressure for 24 hours then
the CO2 permeability was measured. The CO2 pressure was then held for an additional 24 hours and again measured.
A substantial increase in the CO2 permeability indicates plasticization. Results of plasticization test are shown in Figure
8. Figure 8 shows that the crosslinked material has surprising resistance to plasticization.

Comparative Example 6

Plasticization Resistance of Uncrosslinked Film

[0079] To contrast the plasticization resistance of a crosslinked membrane (of Example 5), an uncrosslinked film was
tested under similar conditions to Example 5. The results of this test are shown in Figure 9. Figure 9 shows a substantial
change in the CO2 permeability indicating plasticization.

Example 7

Spinning of Crosslinked Defect Free Asymmetric Hollow Fiber

[0080] A spinning solution (dope) containing polyimide, N-methyl-2-pyrilodinone (NMP), ethanol, and a viscosity en-
hancing salt (LiNO3) was mixed to form a homogenous solution. The polyimide used was made from the 6FDA dianhydride
(4, 4’-[Hexafluoroisopropylidene]diphthalic anhydride) and a 3:2 ratio of DAM (2,4,6-trimethyl-1,3-phenylene diamine)
to DABA (diamino benzoic acid) diamines. Over 98% of the DABA groups had been reacted with propane diol to form
the monoester form of the polymer. The dope was rolled in a sealed container for 5 days to ensure complete mixing.
The dope was then allowed to degas for 24 hours before being poured into an ISCO® syringe pump, where it was again
degassed for 24 hours.
[0081] The dope was extruded from an annular spinneret at 0.8 mL/min through an air gap into a quench bath filled
with deionized water and taken up on a rotating drum at between 14 and 16 m/min. A solution consisting of 90% NMP
with 10% water was used as the bore fluid. The fibers were kept wetted with DI water while on the take-up drum. The
fibers were cut from the drum with a razor to lengths of one meter and washed in DI water for 24 hours.
[0082] After washing in water, the fibers were washed in baths of ethanol (2 x 30 min) and hexane (2 x 30 min). The
hexane-wet fibers were allowed to air dry for 30 minutes and then dried under vacuum at 120°C for one hour.
[0083] The fibers were crosslinked by exposure to 150°C for 25 hours under vacuum. They were subsequently potted
into modules and tested for permeation properties.

Example 8

Testing of Crosslinked Hollow Fibers

[0084] Crosslinked fibers (see Example 7) were potted into modules, each 5 containing 5-10 fibers with an active
length of approximately 20 cm. Pure gases were fed on the shell side at 50 psig and the flux through the fibers was
measured with bubble flow meters. Atmospheric pressure was maintained on the downstream side and the overall
temperature was near 25°C. The flux measured with the bubble flow meters was converted to permeance and the results

(continued)

Copolyimide Monoester Ratio: Aromatics (total)
/DAM-CH3 protons

Calculated Conversion 
based on Aromatics 
(without DAM/methylene 
protons (on ester)

Calculated Conversion 
based on DAM-CH3 
protons/methylene protons 
(on ester)

DAM/DABA 3:2
Butanediol Over acid 
chloride

theoretical: 1.44
experimental: 1.49 97 98
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are shown in the table below.

High pressure nitrogen was used to test the crush pressure of the fibers. Using the same setup described above, nitrogen
wa.12s fed on the shell side, beginning at 50 psig (3.4 atm guage). The pressure was increased every 30 minutes in 50
psig (3.4 atm guage) increments and the permeance was measured. A drastic change in permeance after increasing
the pressure is indicative of fiber collapse. The fibers maintained their structural integrity up to 900 psig (61.2 atm guage)
of pure nitrogen.
[0085] Plasticization resistance of the fibers was tested using a similar procedure to that used in crush testing. In this
case, the test gas was CO2, pressure was increased every 60 minutes, and permeance measurements were taken every
30 minutes (after 30 and 60 minutes of exposure to a given pressure). Plasticization was indicated by a sharp increase
in the slope of the permeance vs. pressure curve. For the crosslinked fibers, this occurred at about 250 psig (17 atm
guage) of pure CO2, as compared to less than 50 psig (3.4 atm guage) for uncrosslinked fibers of the same material.

Claims

1. A hollow fiber polymer membrane, comprising
a polyimide polymer made from the monomers A + B + C;
where A is a dianhydride of the formula;

where X1 and X2 are the same or different halogenated al kyl group, phenyl or halogen;
where R1, R2, R3, R4, R5, and R6 are H, alkyl, or halogen;
where B is a diamino cyclic compound without a carboxylic acid functionality;
where C is a diamino cyclic compound with a carboxylic acid functionality; and
wherein the ratio of B to C is between 1:4 and 4:1, and wherein said hollow fiber polymer membrane material further
comprises at least some covalent ester crosslinks.

2. The hollow fiber polymer membrane of claim 1 where X1 and X2 are CF3.

3. The hollow fiber polymer membrane of claim 1 where R1, R2, R3, R4, R5, and R6 are H.

4. The hollow fiber polymer membrane of claim 1 wherein the dianhydride is 6FDA.

N2 permeance (GPU) 1.7

O2 permeance (GPU) 6.5

He permeance (GPU) 52

CH4 permeance (GPU) 1.1

CO2 permeance (GPU) 23

O2/N2 selectivity 3.8

He/N2 selectivity 31

CO2/CH4 selectivity 21
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5. The hollow fiber polymer membrane of claim 1 wherein C is DABA.

6. The hollow fiber polymer membrane of claim 1 wherein B is a diamino aromatic compound.

7. The hollow fiber polymer membrane of claim 1 wherein B is a methyl substituted diamino benzene.

8. The hollow fiber polymer membrane of claim 1 wherein the ratio of B to C is 3:2.

9. The hollow fiber polymer membrane of claim 1 wherein said ester crosslinks are made using a diol selected from
the group consisting of ethylene glycol, propylene glycol, 1,3 propanediol, 1,4 butanediol, 1,2 butanediol, benzen-
edimethanol, and 1,3 butanediol.

10. The hollow fiber polymer membrane material of claim 9 wherein the hollow fiber membrane monoester is subjected
to transesterification conditions to form a crosslinked hollow fiber polymer membrane.

11. The hollow fiber polymer membrane material of claim 1 wherein the ratio of B to C is between 4:1 and 3:2.

12. The hollow fiber polymer membrane of claim 1 wherein the polyimide polymer has an average molecular weight of
between 20,000 and 200,000.

13. The hollow fiber polymer membrane material of claim 1 wherein the membrane material has an average molecular
weight greater than the entanglement MW of the polymer.

14. The hollow fiber polymer membrane material of claim 1 wherein the membrane material has an average molecular
weight of between 40,000 and 140,000.

15. A method of making a crosslinked hollow fiber membrane, comprising:

preparing a polyimide polymer comprising a predetermined quantity of crosslinkable sites;
treating the polyimide polymer with a diol selected from the group consisting of ethylene glycol, propylene glycol,
1,3 propanediol, 1,4 butanediol, 1,2 butanediol, and 1,3 butanediol, at esterification conditions, to form a mo-
noesterified polymer;
forming a monoesterified hollow fiber from the monoesterified polymer; and
subjecting the monoesterified hollow fiber to transesterification conditions to form a covalently crosslinked hollow
fiber membrane;

wherein the polyimide polymer is made from the monomers A + B + C; where A is a dianhydride of the formula;

where X1 and X2 are the same or different halogenated alkyl group, phenyl or halogen;
where R1, R2, R3, R4, R5, and R6 are H, alkyl, or halogen;
where B is a diamino cyclic compound without a carboxylic acid functionality;
where C is a diamino cyclic compound with a carboxylic acid functionality; and
wherein the ratio of B to C is between 1:4 and 4:1.

16. The method of making a crosslinked hollow fiber membrane of claim 15 wherein the polyimide polymer is treated
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with a diol in the presence of a esterification catalyst.

17. A method of making a crosslinked hollow fiber membrane, comprising:

preparing a polyimide polymer comprising a predetermined quantity of crosslinkable sites;
forming a hollow fiber from said polyimide polymer;
treating the hollow fiber with a diol selected from the group consisting of ethylene glycol, propylene glycol, 1,3
propanediol, 1,4 butanediol, 1,2 butanediol, and 1,3 butanediol, at esterification conditions, to form a monoes-
terified hollow fiber; and
subjecting the monoesterified hollow fiber to transesterification conditions to form a crosslinked hollow fiber
membrane;

wherein the polyimide polymer is made from the monomers A + B + C; where A is a dianhydride of the formula;

where X1 and X2 are the same or different halogenated alkyl group, phenyl or halogen;
where R1, R2, R3, R4, R5, and R6 are H, alkyl, or halogen;
where B is a diamino cyclic compound without a carboxylic acid functionality;
where C is a diamino cyclic compound with a carboxylic acid functionality; and
wherein the ratio of B to C is between 1:4 and 4:1.

18. Use of a hollow fiber polymer membrane of any one of claims 1 to 14 for a gas/gas separation, a gas/liquid separation,
a liquid/liquid separation, or a liquid/solid separation.

19. The use of claim 18, wherein CO2 is separated from CH4.

20. The use of claim 18, wherein CO2 is removed from natural gas comprising CO2, CH4, and other gases.

Patentansprüche

1. Hohlfaserpolymermembran, umfassend
ein Polyimidpolymer, hergestellt aus den Monomeren A + B + C;
wobei A ein Dianhydrid der Formel
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ist;
wobei X1 und X2 die gleichen oder unterschiedliche halogenierte Alkylgruppen, Phenyl oder Halogen sind;
wobei R1, R2, R3, R4, R5 und R6 H, Alkyl oder Halogen sind;
wobei B eine diaminocyclische Verbindung ohne Carboxylsäurefunktion ist;
wobei C eine diaminocyclische Verbindung mit Carboxylsäurefunktion ist; und
wobei das Verhältnis von B zu C zwischen 1:4 und 4:1 ist, und wobei das Hohlfaserpolymermembranmaterial zudem
mindestens einige kovalente Ester-Vernetzungen umfasst.

2. Hohlfaserpolymermembran gemäß Anspruch 1, wobei X1 und X2 CF3 sind.

3. Hohlfaserpolymermembran gemäß Anspruch 1, wobei R1, R2, R3, R4, R5 und R6 H sind.

4. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Dianhydrid 6FDA ist.

5. Hohlfaserpolymermembran gemäß Anspruch 1, wobei C DABA ist.

6. Hohlfaserpolymermembran gemäß Anspruch 1, wobei B eine diaminoaromatische Verbindung ist.

7. Hohlfaserpolymermembran gemäß Anspruch 1, wobei B ein Methylsubstituiertes Diaminobenzol ist.

8. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Verhältnis von B zu C 3:2 ist.

9. Hohlfaserpolymermembran gemäß Anspruch 1, wobei die Ester-Vernetzungen hergestellt werden mit einem Diol,
ausgewählt aus der Gruppe Ethylenglycol, Propylenglycol, 1,3-Propandiol, 1,4-Butandiol, 1,2-Butandiol, Benzoldi-
methanol und 1,3-Butandiol.

10. Hohlfaserpolymermembran gemäß Anspruch 9, wobei das Hohlfasermembran-Monoester Transesterifizierungsbe-
dinungen ausgesetzt wird, um eine vernetzte Hohlfaserpolymermembran zu bilden.

11. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Verhältnis von B zu C zwischen 4:1 und 3:2 ist.

12. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Polyimidpolymer ein durchschnittliches Molekulargewicht
zwischen 20.000 und 200.000 hat.

13. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Membranmaterial ein durchschnittliches Molekularge-
wicht größer als das Verknüpfungs-Molekulargewicht des Polymers hat.

14. Hohlfaserpolymermembran gemäß Anspruch 1, wobei das Membranmaterial ein durchschnittliches Molekularge-
wicht zwischen 40.000 und 140.000 hat.

15. Herstellungsverfahren für eine vernetzte Hohlfasermembran, umfassend
Herstellen eines Polyimidpolymers, umfassend eine vorbestimmte Menge vernetzbarer Positionen;
Behandeln des Polyimidpolymers mit einem Diol, ausgewählt aus der Gruppe Ethylenglycol, Propylenglycol, 1,3-
Propandiol, 1,4-Butandiol, 1,2-Butandiol und 1,3-Butandiol, unter Esterifizierungsbedingungen, um ein monoeste-
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rifiziertes Polymer zu bilden;
Bilden einer monoesterifizierten Hohlfaser aus dem monoesterifizierten Polymer; und
Aussetzen der monoesterifizierten Hohlfaser Transesterifizierungsbedingungen, um eine kovalent vernetzte Hohl-
fasernmembran; wobei sa Polyimidpolymer hergestellt wird aus den Monomeren A + B + C;
wobei A ein Dianhydrid der Formel

ist;
wobei X1 und X2 die gleichen oder unterschiedliche halogenierte Alkylgruppen, Phenyl oder Halogen sind;
wobei R1, R2, R3, R4, R5 und R6 H, Alkyl oder Halogen sind;
wobei B eine diaminocyclische Verbindung ohne Carboxylsäurefunktion ist;
wobei C eine diaminocyclische Verbindung mit Carboxylsäurefunktion ist; und
wobei das Verhältnis von B zu C zwischen 1:4 und 4:1 ist.

16. Herstellungsverfahren für eine vernetzte Hohlfasermembran gemäß Anspruch 1 5 , wobei das Polyimidpolymer in
Anwesenheit eines Esterifizierungskatalysators mit einem Diol behandelt wird.

17. Herstellungsverfahren für eine vernetzte Hohlfasermembran, umfassend
Herstellen eines Polyimidpolymers, umfassend eine vorbestimmte Menge vernetzbarer Positionen;
Bilden einer Hohlfaser aus dem Polyimidpolymer;
Behandeln der Hohlfaser mit einem Diol, ausgewählt aus der Gruppe Ethylenglycol, Propylenglycol, 1,3-Propandiol,
1,4-Butandiol, 1,2-Butandiol und 1,3-Butandiol, unter Esterifizierungsbedingungen, um eine monoesterifiziertes
Hohlfaser zu bilden; und
Aussetzen der monoesterifizierten Hohlfaser Transesterifizierungsbedingungen, um eine kovalent vernetzte Hohl-
fasernmembran; wobei sa Polyimidpolymer hergestellt wird aus den Monomeren A + B + C;
wobei A ein Dianhydrid der Formel

ist;
wobei X1 und X2 die gleichen oder unterschiedliche halogenierte Alkylgruppen, Phenyl oder Halogen sind;
wobei R1, R2, R3, R4, R5 und R6 H, Alkyl oder Halogen sind;
wobei B eine diaminocyclische Verbindung ohne Carboxylsäurefunktion ist;
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wobei C eine diaminocyclische Verbindung mit Carboxylsäurefunktion ist; und
wobei das Verhältnis von B zu C zwischen 1:4 und 4:1 ist.

18. Verwendung einer Hohlfaserpolymermembran aus irgendeinem der Ansprüche 1 bis 14 in einer Gas-Gas-Trennung,
einer Gas-Flüssigkeit-Trennung, einer Flüssigkeit-Flüssigkeit-Trennung oder einer Flüssigkeit-Feststoff-Trennung.

19. Verwendung gemäß Anspruch 18, wobei CO2 von CH4 getrennt wird.

20. Verwendung gemäß Anspruch 18, wobei CO2 aus Erdgas, umfassend CO2, CH4 und weitere Gase, ausgetrennt wird.

Revendications

1. Membrane polymère à fibres creuses, comprenant
un polymère du type polyimide préparé à partir des monomères A + B + C ;
où A représente un dianhydride de formule :

dans laquelle X1 et X2 représentent des groupes, identiques ou différents, alkyle halogéné, phényle ou halogéno ;
dans laquelle R1, R2, R3, R4, R5 et R6 représentent H, des groupes alkyle ou halogéno ;
où B représente un composé à fonction diamino cyclique sans fonctionnalité acide carboxylique ;
où C représente un composé à fonction diamino cyclique avec une fonctionnalité acide carboxylique ; et
où le rapport de B à C va de 1:4 à 4:1, ladite matière de membrane polymère à fibres creuses comprenant en outre
au moins certaines réticulations ester covalentes.

2. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle X1 et X2 représentent des groupes CF3.

3. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle R1, R2, R3, R4, R5 et R6 représentent H.

4. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle le dianhydride consiste en 6FDA.

5. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle C représente DABA.

6. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle B représente un composé diamino
aromatique.

7. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle B représente un diaminobenzène à
substituant méthyle.

8. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle le rapport de B à C est égal à 3:2.

9. Membrane polymère à fibres creuses suivant la revendication 1, dans laquelle lesdites réticulations ester sont
produites en utilisant un diol choisi dans le groupe consistant en l’éthylèneglycol, le propylèneglycol, le 1,3-propa-
nediol, le 1, 4-butanediol, le 1,2-butanediol, le benzènediméthanol et le 1,3-butanediol.

10. Matière de membrane polymère à fibres creuses suivant la revendication 9, dans laquelle le monoester de membrane
à fibres creuses est soumis à des conditions de transestérification pour former une membrane polymère à fibres
creuses réticulée.
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11. Matière de membrane polymère à fibres creuses suivant la revendication 1, dans laquelle le rapport de B à C va
de 4:1 à 3:2.

12. Matière de membrane polymère à fibres creuses suivant la revendication 1, dans laquelle le polymère du type
polyimide a un poids moléculaire moyen de 20 000 à 200 000.

13. Matière de membrane polymère à fibres creuses suivant la revendication 1, ladite matière de membrane ayant un
poids moléculaire moyen supérieur au poids moléculaire (PM) d’enchevêtrement du polymère.

14. Matière de membrane polymère à fibres creuses suivant la revendication 1, ladite matière de membrane ayant un
poids moléculaire moyen de 40 000 à 140 000.

15. Procédé pour la préparation d’une membrane à fibres creuses réticulée, comprenant les étapes consistant à :

préparer un polymère du type polyimide comprenant une quantité prédéterminée de sites réticulables ;
traiter le polymère du type polyimide avec un diol choisi dans le groupe consistant en l’éthylèneglycol, le pro-
pylèneglycol, le 1,3-propanediol, le 1,4-butanediol, le 1,2-butanediol et le 1,3-butanediol, dans des conditions
d’estérification, pour former un polymère mono-estérifié ;
former une fibre creuse mono-estérifiée à partir du polymère mono-estérifié ; et
soumettre la fibre creuse mono-estérifiée à des conditions de transestérification pour former une membrane à
fibres creuses réticulée par covalence ;
dans lequel le polymère du type polyimide est préparé à partir des monomères A + B + C ;
où A représente un dianhydride de formule :

dans laquelle X1 et X2 représentent des groupes, identiques ou différents, alkyle halogéné, phényle ou halogéno ;
dans laquelle R1, R2, R3, R4, R5 et R6 représentent H, des groupes alkyle ou halogéno ;
où B représente un composé à fonction diamino cyclique sans fonctionnalité acide carboxylique ;
où C représente un composé à fonction diamino cyclique avec une fonctionnalité acide carboxylique ; et
où le rapport de B à C va de 1:4 à 4:1.

16. Procédé pour la préparation d’une membrane à fibres creuses réticulée suivant la revendication 15, dans lequel le
polymère du type polyimide est traité avec un diol en présence d’un catalyseur d’estérification.

17. Procédé pour la préparation d’une membrane à fibres creuses réticulée, comprenant les étapes consistant à :

préparer un polymère du type polyimide comprenant une quantité prédéterminée de sites réticulables ;
former une fibre creuse à partir dudit polymère du type polyimide ;
traiter la fibre creuse avec un diol choisi dans le groupe consistant en l’éthylèneglycol, le propylèneglycol, le
1,3-propanediol, le 1,4-butanediol, le 1,2-butanediol et le 1,3-butanediol, dans des conditions d’estérification,
pour former une fibre creuse mono-estérifiée ; et
soumettre la fibre creuse mono-estérifiée à des conditions de transestérification pour former une membrane à
fibres creuses réticulée ;
dans lequel le polymère du type polyimide est préparé à partir des monomères A + B + C ;
où A représente un dianhydride de formule :
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dans laquelle X1 et X2 représentent des groupes, identiques ou différents, alkyle halogéné, phényle ou halogéno ;
dans laquelle R1, R2, R3, R4, R5 et R6 représentent H, des groupes alkyle ou halogéno ;
où B représente un composé à fonction diamino cyclique sans fonctionnalité acide carboxylique ;
où C représente un composé à fonction diamino cyclique avec une fonctionnalité acide carboxylique ; et
où le rapport de B à C va de 1:4 à 4:1.

18. Utilisation d’une membrane polymère à fibres creuses de l’une quelconque des revendications 1 à 14 pour une
séparation gaz/gaz, une séparation gaz/liquide, une séparation liquide/liquide ou une séparation liquide/solide.

19. Utilisation suivant la revendication 18, dans laquelle du CO2 est séparé du CH4.

20. Utilisation suivant la revendication 18, dans laquelle le CO2 est éliminé d’un gaz naturel comprenant du CO2, du
CH4 et d’autres gaz.
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