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Description 

This  invention  relates  to  a  process  for  the  re- 
moval  of  hydrogen  sulfide  from  gases  by  passing 
the  gases  in  the  presence  of  oxygen  and  steam 
over  a  catalytic  absorption  mass  which  contains 
inert  porous  support  materials  as  support  and  cata- 
lytically  active  metal  sulfides  and/or  metal  oxides 
for  the  selective  oxidation  of  hydrogen  sulfide  to 
elemental  sulfur,  the  sulfur  formed  being  simulta- 
neously  deposited  on  the  absorption  mass,  and 
regenerating  the  charged  catalytic  absorption 
mass. 

The  removal  of  hydrogen  sulfide  from  industrial 
gases,  for  example  coal  gas,  has  long  been  a 
problem.  Before  1940,  hydrogen  sulfide  was  re- 
moved  from  coal  gas  by  reaction  with  moist  iron 
oxide  at  temperatures  below  about  100°C.  When 
the  uptake  of  sulfur  had  reduced  the  reactivity  of 
the  oxide,  the  absorption  mass  was  regenerated  by 
treatment  with  air.  Through  the  reaction  with  oxy- 
gen,  the  iron  sulfide  formed  was  slowly  converted 
into  iron  oxide  and  elemental  sulfur. 

In  order  to  obtain  a  relatively  high  uptake  of 
sulfur,  a  little  oxygen  was  added  to  the  coal  gas. 
The  iron  oxide  then  acted  as  a  catalyst  which 
produced  a  reaction  between  the  hydrogen  sulfide 
and  sulfur  at  low  temperatures.  The  elemental  sul- 
fur  formed  remained  in  the  iron  oxide  and  reduced 
the  catalytic  activity.  Because  it  was  difficult  to 
extract  the  sulfur  deposited  from  the  catalyst  mass, 
the  deactivated  catalyst  was  generally  discarded. 
The  frequent  renewal  of  the  catalyst  was  of  course 
a  technical  disadvantage. 

On  account  of  these  disadvantages,  the  re- 
moval  of  hydrogen  sulfide  was  carried  out  continu- 
ously  by  absorption  in  liquid  phase.  Hydrogen  sul- 
fide  is  absorbed  in  organic  liquids,  such  as  metha- 
nol  or  alkanolamines.  Although  this  process  has 
advantages  over  the  process  using  iron  oxide,  it 
also  has  certain  disadvantages. 

A  low-temperature  desulfurization  process  is 
described  in  EP-A-0.098.444.  In  this  process,  a 
fluid  absorption  mass  based  on  iron  hydroxides 
contained  in  absorption  towers  is  passed  in  coun- 
tercurrent  to  the  gas  containing  the  hydrogen  sul- 
fide.  However,  the  charged  absorption  mass  loses 
it  catalytic  activity  because  the  sulfur  is  deposited 
on  the  surface  and  the  catalytic  absorption  mass 
cannot  be  regenerated  in  this  process. 

A  similar  low-temperature  gas  desulfurization 
process  is  described  in  The  Chemical  Engineer, 
November  1984,  page  30.  This  process  is  used  to 
remove  hydrogen  sulfide  from  natural  gas  from 
North  Sea  oil  sources.  In  this  process,  hydrogen 
sulfide  is  removed  by  reaction  with  granular  zinc 
oxide  in  fixed-bed  reactors.  However,  the  disadvan- 
tage  of  this  process  lies  in  the  fact  that  the  absorb- 

ing  material  cannot  be  regenerated  and  the  fixed- 
bed  reactors  have  a  limited  life  before  they  have  to 
be  renewed. 

In  addition  to  dry  processes  for  the  removal  of 
5  hydrogen  sulfide,  various  processes  have  been  de- 

veloped  for  the  wet-chemical  oxidative  removal  of 
hydrogen  sulfide.  In  the  Linde  Sulfolin  process, 
which  is  described  in  Wissenschaft  und  Technik, 
Vol.  8,  page  371,  1986,  hydrogen  sulfide  is  re- 

io  moved  from  the  gas  to  be  purified  by  absorption  in 
an  aqueous  soda  solution  and  is  oxidized  to  sulfur 
by  means  of  sodium  vanadate. 

In  the  LO-CAT  process,  which  is  described  in 
Chemical  Engineering,  page  62,  1985,  the  hydro- 

75  gen  sulfide  passed  into  an  alkaline  aqueous  solu- 
tion  of  Fe3+  ions  is  directly  oxidized  to  elemental 
sulfur.  However,  this  wet-chemical  process  is  at- 
tended  by  the  disadvantages  that  the  absorption 
solutions  have  only  a  very  limited  uptake  capacity 

20  and  have  to  be  discarded  after  the  process.  Further 
disadvantages  of  this  process  include  the  expen- 
sive  plant  required,  the  high  investment  costs  and 
the  complicated  operation  of  the  plants. 

An  improved  process  for  the  removal  of  hy- 
25  drogen  sulfide  is  described  in  Hydrocarbon  Pro- 

cessing,  1986,  page  37.  In  this  process,  reaction 
vessels  containing  zinc  oxide  are  used  to  absorb 
hydrogen  sulfide  and  are  regenerated  by  heating  in 
an  oxygen-containing  air  stream.  Although  regen- 

30  eration  of  the  absorption  mass  containing  zinc  ox- 
ide  enables  it  to  be  reused,  the  sulfur  dioxide 
formed  in  the  process  presents  further  disposal 
problems.  Another  disadvantage  of  this  process  is 
that,  after  several  absorption  cycles,  the  absorbable 

35  surface  is  reduced  to  10%  of  the  original  surface. 
DE-A-21  44  567  describes  the  desulfurization 

of  hydrocarbons  with  a  desulfurization  mass  con- 
sisting  of  a  porous  support  having  a  large  specific 
surface  to  which  divalent  copper  oxide  is  applied. 

40  This  mass  is  produced  by  impregnation  of  the 
porous  support  material  with  an  aqueous  copper 
salt  solution  and  drying.  The  mass  obtained,  even 
after  calcination,  contains  the  copper  oxide  in 
coarse  granules,  as  is  also  the  case  with  the  other 

45  known  reaction  masses  described  above.  Accord- 
ingly,  desulfurization  with  this  mass  can  only  be 
carried  out  at  relatively  low  temperatures  because 
the  mass  sinters  at  relatively  high  temperatures. 
Regeneration  is  complicated  and  involves  several 

50  process  steps.  The  quantity  of  sulfur  absorbed 
decreases  greatly  with  increasing  number  of  regen- 
eration  cycles  (cf.  Example  5  of  DE-A-21  44  567). 

DE-A-25  30  674  describes  a  method  for  desul- 
furizing  gases  containing  hydrogen  sulfide  in  low 

55  concentrations,  which  comprises  (e)  circulating  said 
gases,  mixed  with  oxygen,  over  a  catalyst  which 
comprises  a  supporting  medium  having  a  large 
specific  surface  and  a  large  pore  volume,  and  an 
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active  part  comprising  one  or  more  transition  metal 
oxides  and/or  salts,  at  a  temperature  from  80  °  C  to 
200  °C  so  that  elemental  sulphur  is  deposited  in 
the  catalyst,  and  (ee)  keeping  the  sulphur  loaded 
catalyst  with  an  oxygen-free  gas  at  a  temperature 
from  200  °C  to  500  °C,  so  that  the  sulphur  is 
vapourised  and  the  catalyst  regenerated.  However, 
when  using  this  process  the  conversion  of  H2S  into 
sulfur  is  not  sufficient. 

US-A-4,478,800  (corresponding  to  EP-A-0  071 
983)  describes  a  process  for  the  removal  of  hy- 
drogen  sulfide,  carbonyl  sulfide  and/or  carbon  di- 
sulfide  from  gases  which  comprises  the  steps  of: 

a)  passing  the  gas  containing  hydrogen  sulfide, 
carbonyl  sulfide  or  carbon  disulfide  at  a  tem- 
perature  of  5  to  800  °C  over  an  absorption 
mass,  including  metal  oxides,  which  react  with 
the  sulfur  compound,  metal-sulfur  compounds 
being  obtained  and  these  metal  oxides  being 
present  on  an  inert,  refractory  support  material 
having  a  specific  surface  of  more  than  10  m2 
per  g, 
b)  charging  the  support  material  with  the  metal 
oxide  in  a  quantity  of  at  least  5%  by  weight, 
expressed  as  metal  of  the  active  component  and 
based  on  the  weight  of  the  support  material, 
c)  at  least  20%  of  the  metal  oxides  on  the 
support  material  being  present  in  finely  divided 
form  with  a  particle  size  of  less  than  40  nm  and 
d)  regenerating  the  support  material  charged 
with  metal-sulfur  compounds  by  oxidation  of 
these  metal-sulfur  compounds  by  passing  over 
gases,  including  oxidizing  agents. 
This  process  gives  excellent  results.  However, 

the  quantity  of  sulfur  with  which  the  absorption 
mass  can  be  charged  is  relatively  low  compared 
with  the  results  of  the  present  invention.  Although, 
according  to  US-A-4,478,800,  the  removal  of  hy- 
drogen  sulfide  and  other  sulfur  compounds  can  be 
carried  out  at  a  temperature  of  5  to  800  °C,  tem- 
peratures  above  300  °  C  only  are  used  in  the  Exam- 
ples.  In  addition,  the  gases  are  preferably  reducing 
gases,  reducing  gases  being  used  in  all  the  Exam- 
ples. 

A  key  feature  of  US-A-4,478,800  is  that  the 
regeneration  of  the  charged  absorption  mass  is 
carried  out  by  oxidation.  Surprisingly,  it  was  possi- 
ble  by  regeneration  of  the  absorbents  in  accor- 
dance  with  US-A-4,478,800  directly  to  obtain  ele- 
mental  sulfur  providing  certain,  active  finely  divided 
metal  oxides,  such  as  iron  oxide,  are  used  in  the 
absorption  mass. 

Since  there  is  a  growing  demand  for  improved 
processes  for  the  removal  of  hydrogen  sulfide  from 
gases,  it  is  an  object  of  the  present  invention  to 
provide  a  process  which  can  be  carried  out  at  low 
temperatures  and  even  at  room  temperature,  hy- 
drogen  sulfide  being  removed  substantially  quan- 

titatively  from  the  gases,  the  same  mass  being 
capable  of  repeated  regeneration  and  reuse  for  the 
removal  of  H2S  and  elemental  sulfur  being  directly 
obtained  with  no  formation  of  sulfur  oxides. 

5  Surprisingly,  these  problems  can  be  solved  by 
the  process  according  to  the  present  invention. 

Accordingly,  the  present  invention  relates  to  a 
process  for  the  removal  of  hydrogen  sulfide  from 
gases  containing  at  least  0,5  %  by  volume  of  water 

io  by  selectively  oxidizing  hydrogen  sulfide  to  sulphur 
in  the  presence  of  oxygen  and  of  a  catalytic  ab- 
sorption  mass  containing  inert  porous  support  ma- 
terials  as  support  and  catalytically  active  metal 
sulfides  and/or  metal  oxides  in  a  quantity  of  active 

is  metal  sulfides  and/or  metal  oxides  of  at  least  1  % 
by  weight,  expressed  as  metal  and  based  on  the 
weight  of  the  support  material,  at  least  20%  by 
weight  of  the  sulfides  and/or  oxides  being  present 
on  the  support  material  in  finely  divided  form  with  a 

20  particle  size  of  less  than  40  nm,  which  has  a 
temperature  during  the  selective  oxidation  and  ab- 
sorption  step  being  below  80  °C  by  passing  the 
gases  in  the  presence  of  oxygen  over  the  absorp- 
tion  mass,  wherein  the  present  metal  oxides  are 

25  converted  into  metal  sulfides  during  the  first  cycle 
and  the  hydrogen  sulfide  is  selective  oxidized  and 
deposited  thereon;  the  charged  catalytic  absorption 
mass  is  regenerated  in  the  absence  of  oxygen  or 
other  oxydizing  agents  by  passing  an  inert  gas 

30  stream  over  the  absorption  mass  and  thereafter 
raising  the  temperature  for  evaporating  the  sulfur 
deposited  thereon,  rehydrating  the  catalytic  absorp- 
tion  mass  after  regeneration  with  an  inert  gas 
stream  preferably  containing  at  least  0,5%  by  vol- 

35  ume  water  at  a  temperature  below  80  °C,  and  re- 
peating  this  removal,  regeneration  and  rehydration 
cycle  at  least  twice. 

The  abbreviation  "nm"  used  in  this  specifica- 
tion  stands  of  course  for  nanometers. 

40  According  to  the  invention,  numerous  com- 
pounds  may  be  used  as  inert,  refractory  or  heat- 
stable  support  materials  providing  they  have  a 
large  specific  surface.  Such  support  materials  pref- 
erably  have  a  large  pore  volume  so  that  a  large 

45  quantity  of  solid  sulfur  can  be  deposited  on  the 
mass.  It  is  possible  to  use  products  known  from  the 
prior  art,  such  as  aluminium  oxide,  silicon  dioxide, 
silicon  dioxide/aluminium  oxide,  silicon  diox- 
ide/magnesium  oxide,  zirconium  dioxide,  silicon 

50  dioxide/zirconium  dioxide,  titanium  dioxide,  silicon 
dioxide/zirconium  dioxide/titanium  dioxide,  cystal- 
line  or  amorphous  aluminium  silicate  molecular 
sieves,  metal  phosphates  and  active  carbon. 

In  the  process  according  to  the  invention,  the 
55  catalytic  absorption  mass  contains  metal  sulfides 

and/or  metal  oxides  as  active  constituents.  As  will 
be  explained  in  detail  hereinafter  in  the  Production 
Examples,  the  metal  sulfides  may  be  prepared  first 

3 
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by  production  of  the  catalytic  absorption  masses 
containing  the  corresponding  metal  oxides  or  hy- 
drated  oxides  on  the  support  materials  by  the 
known  processes  described,  as  mentioned  above, 
in  US-A-4,478,800.  Suitable  metal  oxides  which 
may  be  deposited  on  the  support  material  can  be 
determined  on  the  basis  of  known  thermodynamic 
data.  To  this  end,  reference  is  made  to  P.R.  West- 
moreland  and  D.P.  Harrison,  Environmental  Sci- 
ence  and  Technology,  10  (7)  (1976),  pages  659  - 
661  .  Examples  of  suitable  oxides  are  the  oxides  of 
chromium,  cobalt,  copper,  iron,  manganese,  vana- 
dium  and  molybdenum.  When  a  catalytic  absorp- 
tion  mass  such  as  this  is  treated  with  a  gas  con- 
taining  oxygen  and  hydrogen  sulfide  at  tempera- 
tures  below  the  melting  point  of  sulfur,  the  metal 
oxides  or  hydrated  oxides  are  converted  to  a  large 
extent  into  the  metal  sulfides.  When  such  a  mass  is 
introduced  into  the  reactor  in  which  the  removal  of 
hydrogen  sulfide  is  to  be  carried  out  by  the  pro- 
cess  according  to  the  invention,  the  metal  oxides  or 
hydrated  oxides  are  converted  into  the  metal  sul- 
fides  as  defined  above. 

Two  reactions  can  take  place  during  the  ab- 
sorption  process,  namely: 

H2S  +  1/2  02  -  S  +  H20  (1) 

2  FeOOH  +  3H2S  -  Fe2S3  +  4H20  (2) 

The  first  reaction  is  the  selective  oxidation  reaction 
to  elemental  sulfur  while  the  second  reaction  is  the 
reaction  with  iron  oxide. 

This  fact  enables  the  process  according  to  the 
invention  to  be  started  with  an  absorption  mass 
containing  inert  porous  support  materials  as  sup- 
port  and  metal  oxides  or  hydrated  oxides  instead  of 
the  catalytically  active  metal  sulfides,  so  that  when 
such  a  mass  is  used  for  the  first  time  in  the  reactor 
for  the  process  according  to  the  invention,  the 
metal  oxides  or  hydrated  oxides  are  converted  into 
the  catalytically  active  metal  sulfides  at  the  outset. 
A  small  quantity  of  H2S  can  escape  at  this  stage 
and  is  present  in  the  exit  gas.  Thereafter  the  re- 
moval  of  hydrogen  sulfide  from  the  gases  can  be 
carried  out  as  defined  above.  Through  a  process 
such  as  this,  the  active  catalytic  absorption  masses 
containing  the  metal  sulfides  as  active  material  as 
defined  above  can  be  prepared  in  situ  from  the 
oxides  or  hydrated  oxides  at  the  beginning  of  the 
hydrogen  sulfide  removal  stage. 

The  sulfidizing  reaction  of  the  metal  oxide  can 
lead  to  complete  substitution  of  the  oxygen  atoms 
attached  to  the  metal  atoms  by  sulfur  atoms.  How- 
ever,  complete  substitution  is  not  necessary  be- 
cause  even  corresponding  partial  substitution  gives 
an  absorption  mass  of  high  catalytic  activity.  During 
this  first  sulfidizing  step  and  in  the  further  course  of 

the  removal  of  hydrogen  sulfide,  the  gas  introduced 
must  contain  water  vapor 

Catalytic  absorption  masses  containing  the 
metal  sulfides  as  active  constituents  must  of  course 

5  be  prepared  separately  therefrom  and  introduced 
into  the  reactor  for  the  removal  of  hydrogen  sulfide. 

The  selective  oxidation  of  H2S  to  sulfur  by  the 
process  according  to  the  invention  takes  place 
even  at  very  low  temperatures.  As  shown  above, 

io  the  selective  oxidation  and  absorption  must  be 
carried  out  below  the  melting  point  of  elemental 
sulfur,  so  that  the  active  metal  sulfides  and  the 
pores  of  the  support  material  are  not  blocked  by 
liquid  sulfur.  Liquid  sulfur  very  quickly  blocks  the 

is  pores  of  the  absorption  mass  and,  under  such 
conditions,  only  a  very  small  quantity  of  sulfur 
could  be  deposited  thereon  before  regeneration 
was  necessary. 

The  temperature  of  the  absorption  mass  is 
20  preferably  below  80  °C,  more  preferably  below 

70  °  C  to  avoid  the  danger  of  such  deactivation  and 
to  prevent  elemental  sulfur  being  removed  with  the 
exit  gas  and  having  to  be  removed  therefrom.  This 
makes  the  industrial  process  easier.  It  is  usually 

25  sufficient  to  carry  out  the  process  without  external 
heating,  the  temperature  of  the  absorption  mass 
being  below  50  °C.  Because  the  reaction  is  ex- 
othermic,  the  temperature  of  the  absorption  mass 
depends  on  the  entry  temperature  and  the  con- 

30  centration  of  hydrogen  sulfide  in  the  gas.  Each 
additional  percent  of  hydrogen  sulfide  will  produce 
an  increase  in  temperature  of  up  to  about  50  °C. 
To  keep  the  temperature  of  the  catalytic  absorption 
mass  below  the  melting  point  of  the  elemental 

35  sulfur,  cooling  may  be  necessary.  However,  since 
the  gas  contains  a  small  quantity  of  water  vapor, 
the  temperature  should  be  above  the  freezing  point 
of  water.  In  one  particular  embodiment  of  the  pro- 
cess,  the  selective  oxidation  of  the  hydrogen  sul- 

40  fide  by  oxygen  is  carried  out  with  an  atomic  ratio  of 
oxygen  to  sulfur  which  exceeds  a  value  of  1,  the 
hydrogen  sulfide  or  the  sulfur  formed  not  being 
oxidized  to  sulfur  dioxide. 

If  the  atomic  ratio  of  oxygen  to  sulfur  of  the 
45  hydrogen  sulfide  to  be  oxidized  is  below  1  ,  a  small 

quantity  of  hydrogen  sulfide  can  escape  and  can 
be  present  in  the  exit  gas.  To  avoid  this  and  on 
account  of  possible  variations  in  the  supply  of  H2S 
and  oxygen,  it  is  preferred  that  the  atomic  ratio  of 

50  oxygen  to  sulfur  rise  above  1.1  or  even  1.2.  The 
upper  limit  to  the  excess  of  oxygen  is  not  crucially 
important  to  the  process  according  to  the  invention, 
although  to  save  energy  the  excess  should  be  as 
small  as  possible  because  a  large  excess  is  of  no 

55  advantage.  The  oxygen  may  advantageously  be 
added  by  feeding  air  into  the  gas  from  which  the 
hydrogen  sulfide  is  to  be  selectively  removed  by 
oxidation. 

4 



7 EP  0  324  091  B1 8 

Although  it  is  pointed  out  in  US-A-4,478,800,  in 
connection  with  a  particular  embodiment,  that  care 
must  be  taken  to  ensure  that  the  quantity  of  oxy- 
gen  or  oxidizing  agent  is  not  larger  than  necessary 
for  formation  of  the  sulfur  from  the  metal  oxides  of 
the  absorption  mass,  there  is  surprisingly  no  dan- 
ger  in  using  relatively  large  quantities  of  oxygen  in 
the  process  according  to  the  invention.  The  reason 
for  this  lies  presumably  in  the  fact  that  the  tem- 
perature  during  the  selective  oxidation  reaction  of 
H2S  to  sulfur  is  below  the  melting  point  of  elemen- 
tal  sulfur,  so  that  the  secondary  reactions 

H2S  +  1V2  02  -  S02  +  H20  (3) 

S  +  02  -  S02  (4) 

or  the  oxidation  to  sulfur  trioxide  do  not  take  place 
under  the  reaction  conditions  according  to  the  in- 
vention. 

It  is  surprising  that  the  highly  active  catalytic 
absorption  mass  used  in  the  process  according  to 
the  invention  in  no  case  catalyzes  oxidation  of  the 
sulfur  to  sulfur  dioxide  during  the  process  providing 
the  process  is  carried  out  as  described  herein. 

According  to  the  invention,  the  gas  should  con- 
tain  at  least  0.5%  by  volume  water.  The  upper  limit 
is  not  particularly  crucial,  although  the  quantity  of 
water  vapor  should  not  be  above  the  saturation 
limit  of  the  gas  with  water  vapor  at  each  point  of 
the  absorption  vessel  and  is  preferably  below  the 
saturation  limit  on  account  of  the  capillary  con- 
densation.  According  to  the  invention,  the  gas  can 
be  fed  into  the  absorption  vessel  at  very  low  tem- 
peratures,  preferably  at  ambient  temperature,  for 
example  a  couple  of  degrees  above  0  °  C  in  winter. 
The  temperature  of  the  gas  in  the  reactor  rises 
during  the  absorption  process  because  the  oxida- 
tion  reaction  between  H2S  and  oxygen  is  highly 
exothermic.  When  the  heat  of  reaction  is  intense  on 
account  of  a  high  H2S  content  in  the  gas  intro- 
duced,  the  absorption  mass  has  to  be  cooled  so 
that  the  temperature  of  the  absorption  mass  does 
not  rise  beyond  120°C.  If  the  entry  temperature  of 
the  gas  introduced  is  relatively  high,  the  quantity  of 
water  may  be  larger.  It  is  preferred  -  providing  the 
entry  temperature  is  high  enough  -  that  the  gas 
contains  at  least  2%  by  volume  water.  However, 
the  water  content  should  be  as  low  as  possible, 
preferably  below  10%  by  volume,  not  only  to  rule 
out  the  condensation  of  water  in  the  vessel,  but 
also  to  satisfy  economic  requirements  in  regard  to 
the  gas  property. 

If  the  gas  from  which  hydrogen  sulfide  is  to  be 
removed  does  not  contain  any  water  vapor,  it  is 
nevertheless  possible  at  the  outset  effectively  to 
remove  hydrogen  sulfide.  However,  a  serious,  sud- 
den  breakthrough  of  hydrogen  sulfide  occurs  after 

a  relatively  short  time  (in  some  cases  about  30  to 
40  minutes).  If  thereafter  water  is  added  to  the  feed 
gas  in  the  quantities  defined  above,  the  proportion 
of  hydrogen  sulfide  in  the  exit  gas  falls  after  a 

5  certain  time  until  hydrogen  sulfide  ultimately  breaks 
through  after  the  absorption  mass  has  been  com- 
pletely  charged.  However,  if  water  is  present  in  the 
feed  gas  in  accordance  with  the  invention,  the 
removal  of  hydrogen  sulfide  may  be  carried  out 

io  over  a  longer  period  and  the  catalytic  absorption 
mass  may  be  charged  with  large  quantities  of 
sulfur. 

It  is  very  surprising  that  the  presence  of  water 
vapor  in  the  gas  has  such  a  favorable  effect  on  the 

is  process  according  to  the  invention.  Presumably  the 
water  vapor  continuously  rehydrates  the  catalytic 
absorption  mass  and  thus  protects  it  against  deac- 
tivation. 

The  catalytic  absorption  mass  used  in  the  pro- 
20  cess  according  to  the  invention  may  be  produced 

by  the  method  used  in  US-A-  4,478,800.  As  al- 
ready  mentioned,  however,  metal  sulfides  are  the 
active  material  which  can  be  formed  before  the 
actual  step  of  removal  of  the  hydrogen  sulfide. 

25  There  is  no  need  to  charge  the  support  material 
with  such  active  metal  sulfides  (or  initially  metal 
oxides)  in  a  quantity  of  at  least  5%  by  weight, 
expressed  as  metal  of  the  active  component  and 
based  on  the  weight  of  the  support  material.  The 

30  lower  limit  should  be  at  least  1  %  by  weight,  prefer- 
ably  at  least  5%  by  weight  and  more  preferably  at 
least  10%  by  weight.  It  is  essential  that  the  support 
material  should  have  a  large  pore  volume  and 
surface  and  should  act  like  a  sponge  for  the  sulfur 

35  which  is  to  be  deposited  on  the  catalytic  absorption 
mass  during  the  removal  reaction.  The  upper  limit 
to  the  quantity  of  active  metal  is  preferably  at  30% 
by  weight  and  more  preferably  20%  by  weight. 
Since,  in  contrast  to  the  process  according  to  US- 

40  A-4,478,800,  the  catalytic  absorption  mass  does 
not  act  by  chemical  bonding  of  the  hydrogen  sul- 
fide,  but  by  the  physical  deposition  of  elemental 
sulfur  which  has  been  formed,  a  high  content  of 
active  material  is  not  necessary. 

45  The  most  preferred  active  metal  is  iron,  partly 
because  it  is  very  inexpensive  and  shows  high 
activity  in  the  process  according  to  the  invention. 
However,  examples  of  other  suitable  metals  are 
chromium,  cobalt,  molybdenum,  copper,  manga- 

50  nese  and  vanadium  and,  more  particularly,  mixed 
metal  sulfides  of  iron  with  one  or  more  such  met- 
als. 

The  catalytic  absorption  masses  used  in  the 
process  according  to  the  invention  have  the  par- 

55  ticular  advantage  over  the  known,  commonly  used 
industrial  processes  for  the  physical  and  chemical 
absorption  of  hydrogen  sulfide  in  solvents  that  they 
can  remove  hydrogen  sulfide  from  gases  to  very 

5 
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small  residual  concentrations,  these  gases  contain- 
ing  varying  quantities  of  hydrogen  sulfide.  In  addi- 
tion,  the  process  according  to  the  invention  is  eco- 
nomical  in  terms  of  operating  and  investment 
costs,  particularly  for  gases  containing  small  quan- 
tities  of  hydrogen  sulfide. 

In  the  regeneration  of  the  charged  absorption 
mass,  the  elemental  sulfur  is  merely  evaporated 
and  directly  obtained  in  one  step  whereas,  in  the 
prior  art,  hydrogen  sulfide  has  to  be  driven  out 
from  the  liquid  absorbent  and  has  to  be  additionally 
processed  into  sulfur  by  another  known  process. 
Absorption  with  liquid  absorbents  requires  both 
elaborate  and  expensive  plant;  absorption  towers 
15  to  25  m  in  height  are  required.  In  addition,  an 
elaborate  and  expensive  plant  has  to  be  construct- 
ed  and  operated  for  the  recovery  of  sulfur  from  the 
hydrogen  sulfide.  By  contrast,  a  relatively  small 
absorption  reactor  is  sufficient  for  the  process  ac- 
cording  to  the  invention. 

It  is  preferred  that  at  least  50%  by  weight  of 
the  metal  sulfides  are  present  on  the  support  ma- 
terial  with  the  above-defined  particle  size  of  less 
than  40  nm  and  more  preferably  less  than  20  nm. 

The  above-mentioned  quantity  is  present  in 
particular  in  a  particle  size  below  15  nm  and,  more 
preferably,  below  10  nm  because,  in  this  case, 
catalytic  activity  is  very  high.  The  lower  limit  to  the 
particle  size  is  not  particularly  important,  being  at 
around  1  nm  and  preferably  at  3  nm.  The  process 
according  to  the  invention  may  also  be  used  with 
advantage  inter  alia  for  the  removal  of  sulfur  com- 
pounds  from  natural  gases.  In  this  case,  removal  is 
carried  out  until  the  catalytic  absorption  mass  is 
charged  with  solid  elemental  sulfur.  By  "charged" 
is  meant  that  at  least  some  elemental  sulfur  has 
been  formed.  As  can  be  seen  from  the  Examples, 
the  breakthrough  of  hydrogen  sulfide  occurs  rather 
early  when  a  catalytic  absorption  mass  is  used  for 
the  first  time  in  an  absorption  step,  the  so-called 
pre-sulfidizing  step,  whereas  in  a  second  cycle  of 
further  absorption  and  regeneration  cycles  break- 
through  occurs  very  much  later.  For  economic  rea- 
sons,  the  charging  with  elemental  sulfur  should  of 
course  be  as  high  as  possible  to  increase  the 
absorption  time.  Generally  speaking,  the  mass 
should  be  charged  with  such  a  quantity  of  elemen- 
tal  sulfur  that  the  total  quantity  of  absorbed  hy- 
drogen  sulfide,  expressed  as  the  molar  ratio  of 
hydrogen  sulfide  to  metal,  is  more  than  1  and 
preferably  more  than  2.  In  further  cycles,  it  is 
possible  to  charge  the  mass  until  the  molar  ratio  of 
sulfur  to  metal  is  above  10  or  higher,  as  can  be 
seen  from  the  Examples. 

After  the  selective  oxidation  and  simultaneous 
absorption,  the  catalytic  absorption  mass  is 
charged  with  an  acceptable  and  adequate  quantity 
(from  the  commercial  and  technological  standpoint) 

of  solid  elemental  sulfur  and  is  regenerated  by 
evaporation  of  the  sulfur  deposited  thereon.  It  is  a 
key  feature  of  the  present  invention  that  this  evap- 
oration  of  sulfur  is  carried  out  in  the  absence  of 

5  oxygen  or  other  oxidizing  agents  which,  under  the 
regeneration  conditions,  would  lead  to  the  forma- 
tion  of  sulfur  oxides,  particularly  SO2  or  SO3.  The 
evaporation  temperature  is  so  high  that  the  sulfur 
evaporates  and  is  carried  away  by  a  gas  stream. 

10  Very  high  temperatures  should  be  avoided  because 
they  have  no  commercial  value.  For  practical  rea- 
sons,  the  minimum  evaporation  temperature  should 
be  so  high  that  the  gas  stream  has  a  temperature 
of  at  least  240  0  C,  preferably  of  at  least  275  0  C  and 

15  more  preferably  of  at  least  300  °C.  As  mentioned 
above,  the  upper  limit  is  imposed  by  commercial 
considerations;  in  general,  the  temperature  should 
not  be  above  350  °C.  Generally  speaking,  the  tem- 
perature  of  the  gas  stream  by  which  the  sulfur 

20  evaporated  is  carried  away  should  be  high  enough 
for  the  sulfur  to  be  evaporated  and  rapidly  carried 
away.  On  the  other  hand,  if  the  temperature  of  the 
gas  stream  is  too  low,  polymeric  forms  of  elemen- 
tal  sulfur  can  be  formed,  as  known  to  the  expert.  In 

25  addition,  at  extremely  high  temperatures,  there  is  a 
danger  of  sulfates  being  undesirably  formed  by 
reaction  with  water. 

If  the  process  temperature  during  regeneration 
is  higher  than  150°C,  as  defined  above,  and  if  the 

30  vapor  pressure  of  the  sulfur  is  high  enough  for  the 
Claus  equilibrium  to  be  kinetically  established,  hy- 
drogen  sulfide  is  in  danger  of  being  formed  again 
by  the  reaction  of  sulfur  with  steam  in  accordance 
with  the  following  equation: 

35 
3S  +  2H20  ±?  2H2S  +  S02 

For  this  reason,  the  partial  pressure  of  water  during 
regeneration  should  be  very  low.  For  this  reason, 

40  one  preferred  embodiment  of  the  invention  is  char- 
acterized  in  that,  during  the  regeneration  step  d), 
an  inert  gas  stream  is  first  passed  over  the  absorp- 
tion  mass  at  temperatures  below  the  melting  point 
of  elemental  sulfur  to  remove  the  water,  after  which 

45  the  temperature  is  increased  to  temperatures  at 
which  the  sulfur  evaporates.  This  embodiment  is 
particularly  recommendable  because  the  catalytic 
absorption  mass  can  contain  considerable  quan- 
tities  of  water  during  the  absorption  process.  The 

50  drying  step  is  continued  until  the  exit  gas  stream  is 
substantially  free  from  water.  After  the  entire  quan- 
tity  or  substantially  the  entire  quantity  of  elemental 
sulfur  with  which  the  catalytic  absorption  mass  is 
charged  has  been  evaporated  off,  the  catalytic  ab- 

55  sorption  mass  is  rehydrated  with  an  inert  gas 
stream  preferably  containing  at  least  0.5%  by  vol- 
ume  water.  Rehydration  should  be  carried  out  be- 
cause  the  water  content  of  the  absorption  mass  has 

6 
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decreased  on  account  of  the  elevated  tempertures 
during  evaporation  of  the  sulfur  and,  after  rehydra- 
tion,  the  absorption  mass  shows  considerably  high- 
er  activity  for  the  selective  oxidation  of  H2S  to 
sulfur. 

If  catalysts  which  are  not  Claus-active  are  used 
in  the  process  according  to  the  invention,  water 
vapor  may  also  be  present  in  the  gas  during  the 
regeneration  step.  After  evaporation  of  the  sulfur, 
the  absorption  mass  has  to  be  rehydrated  again. 
The  rehydration  is  preferably  carried  out  in  an  inert 
gas,  such  as  nitrogen  or  carbon  dioxide  or  hy- 
drocarbons.  An  inert  gas  such  as  this  may  also  be 
used  during  evaporation  of  the  sulfur.  The  gas 
stream  for  rehydration  preferably  contains  at  least 
0.5%  by  volume  and  more  preferably  at  least  2% 
by  volume  of  water.  The  upper  limit  is  fundamental 
as  in  the  above-described  removal  of  hydrogen 
sulfide,  the  gas  stream  preferably  containing  at 
most  20%  by  volume  water. 

The  temperatures  prevailing  during  rehydration 
are  substantially  the  same  as  those  prevailing  dur- 
ing  the  removal  of  hydrogen  sulfide.  The  tempera- 
ture  of  the  absorption  mass  is  preferably  below 
80  °C  during  the  treatment  with  the  inert  gas 
stream  containing  the  water  vapor. 

One  particular  advantage  of  the  present  inven- 
tion  is  that  the  removal  and  regeneration  cycle  can 
be  repeated  many  times,  for  example  more  than  50 
times.  After  several  removal  and  regeneration  cy- 
cles,  the  catalytic  absorption  mass  may  become 
less  active  and  should  be  replaced  by  a  new  mass. 

The  process  according  to  the  invention  is  pref- 
erably  used  for  gases  containing  small  quantities  of 
hydrogen  sulfide.  The  hydrogen  sulfide  is  removed 
almost  completely  to  the  breakthrough  point.  Hy- 
drogen  sulfide  concentrations  of  less  1  ppm  in  the 
exit  gas  can  be  achieved  very  easily.  The  ppm 
values  mentioned  in  the  following  Examples  are 
based  on  the  volume  of  the  gases. 

EXAMPLE  1 

A  cylindrical  reactor  1.5  cm  in  diameter  was 
filled  with  10.2  ml  of  a  catalytic  absorption  mass 
produced  in  accordance  with  Production  Example  1 
of  US-A-4,478,800.  This  mass  contained  0.5  g 
aqueous  iron  oxide.  A  gas  mixture  containing  2000 
ppm  H2S,  2000  ppm  oxygen,  2%  water  and,  for  the 
rest,  nitrogen,  was  passed  over  the  mass  at  room 
temperature  at  a  spatial  velocity  of  5000  hour-1 
(850  ml/minute).  The  H2S  content  of  the  gas  is- 
suing  from  the  reactor  was  lower  than  1  ppm.  After 
2.5  hours,  the  concentration  of  H2S  in  the  exit  gas 
of  the  reactor  began  to  increase  slowly,  reaching 
approximately  70  ppm  after  3.5  hours.  At  the  be- 
ginning  of  the  desulfurization  process,  the  oxygen 
concentration  of  the  exit  gas  was  approximately 

1000  ppm.  During  the  process,  the  concentration  of 
oxygen  in  the  exit  gas  increased  slowly  to  around 
1400  ppm. 

The  consumption  of  oxygen  during  the  desul- 
5  furization  process  shows  that  part  of  the  H2S  is 

directly  converted  into  elemental  sulfur.  When  the 
concentration  of  H2S  in  the  exit  gas  had  risen  to 
approximately  200  ppm,  the  absorption  process 
was  terminated.  The  quantity  of  H2S  absorbed, 

io  expressed  as  the  molar  ratio  of  H2S  to  iron,  was 
2.8,  corresponding  to  a  charge  of  approximately 
10%  by  weight  elemental  sulfur  on  the  catalytic 
absorption  mass. 

After  the  breakthrough  of  H2S,  the  absorbent  is 
is  regenerated  by  removal  of  the  elemental  sulfur 

from  the  surface  of  the  absorber.  The  regeneration 
process  comprises  the  following  steps: 

1.  drying  of  the  absorbent  at  100°C  with  nitro- 
gen, 

20  2.  evaporating  the  elemental  sulfur  at  300  °C 
with  nitrogen, 
3.  rehydrating  the  absorbent  at  50  °C  in  a 
stream  of  nitrogen  gas  containing  2%  water. 

During  the  regeneration  step,  the  elemental 
25  sulfur  which  had  been  deposited  on  the  surface 

was  obtained  as  elemental  sulfur.  No  S02  was 
found.  This  test  is  an  example  of  the  pre-sulfidizing 
step. 

30  EXAMPLE  2 

The  absorption  mass  of  Example  1  was  used 
for  a  second  desulfurization  cycle.  The  reaction 
conditions  were  the  same  as  described  in  Example 

35  1.  No  H2S  was  detected  in  the  reactor  exit  gas  for 
20  hours.  During  the  selective  oxidiation  and  the 
absorption  cycle,  the  oxygen  concentration  in  the 
gas  was  around  1000  ppm,  indicating  that  50%  of 
the  oxygen  had  been  used  for  the  conversion  of 

40  H2S  into  elemental  sulfur.  During  the  cycle,  100% 
of  the  H2S  was  converted  into  elemental  sulfur, 
corresponding  to  the  direct  oxidation  reaction.  After 
20  hours,  H2S  was  detected  in  the  reactor  exit  gas. 
For  a  breakthrough  of  200  ppm  H2S,  the  molar 

45  ratio  of  H2S  to  iron  was  19.5,  corresponding  to  a 
charge  of  approximately  70%  by  weight  sulfur. 

The  regeneration  step  was  carried  out  in  the 
same  way  as  described  in  Example  1  .  No  S02  was 
detected  in  the  exit  gas  of  the  reactor  during  re- 

50  generation.  The  entire  quantity  of  sulfur  deposited 
on  the  surface  of  the  absorbent  was  recovered  as 
elemental  sulfur. 

EXAMPLE  3 
55 

This  experiment  describes  the  desulfurization 
of  a  catalytic  absorption  mass  produced  in  accor- 
dance  with  Production  Example  2  of  US-A- 

7 
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4,478,800.  The  quantity  of  catalytic  absorption 
mass  and  the  desulfurization  conditions  were  the 
same  as  in  Example  1.  After  about  2  hours,  H2S 
was  detected  in  the  exit  gas  of  the  reactor.  The 
concentration  profile  of  oxygen  during  desulfuriza- 
tion  was  comparable  with  that  of  Example  1.  The 
sulfur  charge  during  desulfurization  amounted  to 
approximately  8%  by  weight,  corresponding  to  a 
molar  ratio  of  H2S  to  Fe  of  2.23.  Regeneration  of 
the  catalytic  absorption  mass  was  carried  out  in  the 
same  way  as  described  in  the  previous  Examples. 
No  S02  was  detected  in  the  exit  gas  of  the  reactor 
during  regeneration.  This  is  another  example  of  the 
presulfidizing  step. 

EXAMPLE  4 

This  Example  describes  the  second  desul- 
furization  cycle  of  the  absorbent  which  was  de- 
scribed  in  Example  3.  The  experiment  was  carried 
out  in  the  same  way  as  described  in  Example  2. 
After  15  hours,  H2S  was  detected  in  the  exit  gas  of 
the  reactor.  At  this  time,  the  concentration  of  the 
oxygen  in  the  exit  gas  of  the  reactor  began  to 
increase  slowly.  The  increase  in  the  oxygen  con- 
centration  coincided  with  the  increase  in  the  H2S 
concentration.  After  the  breakthrough  of  200  ppm 
H2S,  the  molar  ratio  of  H2S  to  Fe  was  21,  cor- 
responding  to  a  charge  of  75%  by  weight  elemen- 
tal  sulfur  on  the  catalytic  absorption  mass.  Regen- 
eration  was  carried  out  in  the  same  way  as  de- 
scribed  in  the  previous  Examples.  No  S02  was 
detected  in  the  exit  gas  during  regeneration. 

EXAMPLE  5 

This  Example  describes  the  fourth  desulfuriza- 
tion  cycle  of  the  absorbent  described  in  Examples 
3  and  4.  The  quantity  of  the  absorbent  amounted  to 
10.2  ml  (5  g).  The  reaction  gas  consisted  of  2000 
ppm  H2S,  2000  ppm  oxygen,  2%  water  and,  for  the 
rest,  nitrogen.  The  spatial  velocity  during  the  selec- 
tive  oxidation  and  absorption  was  2500  hour-1  (gas 
flow  425  ml/minute).  Over  a  period  of  60  hours,  no 
H2S  was  detected  in  the  exit  gas  of  the  reactor  and 
50%  of  the  oxygen  in  the  feed  gas  was  consumed, 
indicating  that  the  total  quantity  of  H2S  had  been 
converted  into  elemental  sulfur  in  accordance  with 
the  above-mentioned  reaction.  After  60  hours,  the 
concentration  of  H2S  increased  rapidly.  For  an  H2S 
breakthrough  of  200  ppm,  the  molar  ratio  of  H2S  to 
Fe  was  22.3,  corresponding  to  a  sulfur  charge  of 
more  than  80%.  Regeneration  was  carried  out  in 
the  same  way  as  in  the  preceding  Examples.  No 
S02  was  detected  during  regeneration. 

Claims 

1.  A  process  for  the  removal  of  hydrogen  sulfide 
from  gases  containing  at  least  0,5  %  by  vol- 

5  ume  of  water  by  selectively  oxidizing  hydrogen 
sulfide  to  sulfur  in  the  presence  of  oxygen  and 
of  a  catalytic  absorption  mass  containing  inert 
porous  support  materials  as  support  and  cata- 
lytically  active  metal  sulfides  and/or  metal  ox- 

io  ides  in  a  quantity  of  active  metal  sulfides 
and/or  metal  oxides  of  at  least  1  %  by  weight, 
expressed  as  metal  and  based  on  the  weight 
of  the  support  material,  at  least  20%  by  weight 
of  the  sulfides  and/or  oxides  being  present  on 

is  the  support  material  in  finely  divided  form  with 
a  particle  size  of  less  than  40  nm,  which  has  a 
temperature  during  the  selective  oxidation  and 
absorption  step  being  below  80  °  C  by  passing 
the  gases  in  the  presence  of  oxygen  over  the 

20  absorption  mass,  wherein  the  present  metal 
oxides  are  converted  into  metal  sulfides  during 
the  first  cycle  and  the  hydrogen  sulfide  is 
selectively  oxidized  to  sulfur,  which  is  depos- 
ited  on  the  absorption  mass;  the  charged  cata- 

25  lytic  absorption  mass  is  regenerated  in  the 
absence  of  oxygen  or  other  oxydizing  agents 
by  passing  an  inert  gas  stream  over  the  ab- 
sorption  mass  and  thereafter  raising  the  tem- 
perature  for  evaporating  the  sulfur  deposited 

30  thereon,  rehydrating  the  catalytic  absorption 
mass  after  regeneration  with  an  inert  gas 
stream  preferably  containing  at  least  0,5%  by 
volume  water  at  a  temperature  below  80  °C, 
and  repeating  this  removal,  regeneration  and 

35  rehydration  cycle  at  least  twice. 

2.  The  process  as  claimed  in  claim  1,  character- 
ized  in  that  the  metal  sulfides  and/or  metal 
oxides  are  selected  from  the  group  comprising 

40  iron  and  chromium  sulfides. 

3.  The  process  as  claimed  in  claim  1  or  2,  char- 
acterized  in  that  the  atomic  ratio  of  oxygen  to 
sulfur  in  the  feed  gas  exceeds  1  .0. 

45 
4.  The  process  as  claimed  in  any  of  claim  1  to  3, 

characterized  in  that,  during  the  selective  oxi- 
dation  and  absorption  step  the  temperature  of 
the  absorption  mass  is  below  50  °  C. 

50 
5.  The  process  as  claimed  in  any  of  claims  1  to 

4,  characterized  in  that,  the  gas  contains  at 
least  2  %  by  volume  of  H20. 

55  6.  The  process  as  claimed  in  any  of  claims  1  to 
5,  characterized  in  that,  the  quantity  of  active 
metal  sulfides  being  present  on  the  inert  po- 
rous  support  is  at  least  5  %  by  weight. 

8 



15 EP  0  324  091  B1 16 

7.  The  process  as  claimed  in  any  of  claims  1  to 
6,  characterized  in  that,  the  quantity  of  active 
metal  sulfides  being  present  on  the  support 
material  in  finely  divided  form  is  below  30  % 
by  weight. 

8.  The  process  as  claimed  in  any  of  claims  1  to 
7,  characterized  in  that  in  the  regeneration  step 
the  gas  stream  is  passed  over  the  absorption 
mass  at  temperatures  below  80  °C  to  remove 
H20  and  thereafter  the  temperature  is  in- 
creased  to  temperatures  at  which  the  sulfur 
evaporates. 

9.  The  process  as  claimed  in  claim  8,  character- 
ized  in  that  the  sulfur  is  evaporated  at  tem- 
peratures  above  240  °  C. 

10.  The  process  as  claimed  in  claim  9,  character- 
ized  in  that  the  sulfur  is  evaporated  at  tem- 
peratures  above  300  °  C. 

11.  The  process  as  claimed  in  any  of  claims  1  to 
10,  characterized  in  that  the  sulfur  is  evap- 
orated  at  temperatues  below  350  °  C. 

12.  The  process  as  claimed  in  claim  1  ,  character- 
ized  in  that  in  the  rehydration  step  the  gas 
stream  contains  at  least  2  %  by  volume  H20. 

13.  The  process  as  claimed  in  claim  1  character- 
ized  in  that,  in  the  rehydration  step  the  gas 
stream  contains  at  most  20  %  by  volume  of 
H20. 

Patentanspruche 

1.  Verfahren  zur  Entfernung  von  Schwefelwasser- 
stoff  aus  Gasen,  die  mindestens  0,5  Vol.-% 
Wasser  enthalten,  durch  selektive  Oxidation 
von  Schwefelwasserstoff  zu  Schwefel  in  Ge- 
genwart  von  Sauerstoff  und  einer  katalytischen 
Absorptionsmasse,  die  inerte  porose  Trager- 
materialien  als  Trager  und  katalytisch  aktive 
Metallsulfide  und/oder  Metalloxide  in  einer 
Menge  der  aktiven  Metallsulfide  und/oder  Me- 
talloxide  von  mindestens  1  Gew.-%,  ausge- 
druckt  als  Metall  und  bezogen  auf  das  Gewicht 
des  Tragermaterials,  enthalt,  wobei  minde- 
stens  20  Gew.-%  der  Sulfide  und/oder  Oxide 
auf  dem  Tragermaterial  in  feinteiliger  Form 
vorliegen  mit  einer  TeilchengroBe  von  weniger 
als  40  nm,  die  eine  Temperatur  wahrend  der 
selektiven  Oxidations-  und  Absorptionsstufe 
hat,  die  unter  80  °C  liegt,  durch  Uberleiten  der 
Gase  in  Gegenwart  von  Sauerstoff  uber  die 
Absorptionsmasse,  wobei  die  vorhandenen 
Metalloxide  wahrend  des  ersten  Zyklus  in  Me- 

tallsulfide  umgewandelt  werden  und  der 
Schwefelwasserstoff  selektiv  zu  Schwefel  oxi- 
diert  wird,  der  auf  der  Absorptionsmasse  abge- 
schieden  wird;  durch  Regenerierung  der  bela- 

5  denen  katalytischen  Absorptionsmasse  in  Ab- 
wesenheit  von  Sauerstoff  oder  anderer  Oxida- 
tionsmittel  durch  Uberleiten  eines  Inertgasstro- 
mes  uber  die  Absorptionsmasse  und  anschlie- 
Bende  Erhohung  der  Temperatur  zum  Ver- 

io  dampfen  des  darauf  abgeschiedenen  Schwe- 
fels,  durch  Rehydratisieren  der  katalytischen 
Absorptionsmasse  nach  der  Regenerierung  mit 
einem  Inertgasstrom,  der  vorzugsweise  minde- 
stens  0,5  Vol.-%  Wasser  enthalt,  bei  einer 

is  Temperatur  unter  80  °C  und  mindestens  zwei- 
malige  Wiederholung  dieses  Entfernungs-,  Re- 
generierungs-  und  Rehydratisierungszyklus. 

2.  Verfahren  nach  Anspruch  1,  dadurch  gekenn- 
20  zeichnet,  dal3  die  Metallsulfide  und/oder  Metall- 

oxide  ausgewahlt  werden  aus  der  Gruppe,  die 
Eisen-  und  Chromsulfide  umfaBt. 

3.  Verfahren  nach  Anspruch  1  oder  2,  dadurch 
25  gekennzeichnet,  dal3  das  Atomverhaltnis  von 

Sauerstoff  zu  Schwefel  in  dem  Beschickungs- 
gas  1  ,0  ubersteigt. 

4.  Verfahren  nach  einem  der  Anspruche  1  bis  3, 
30  dadurch  gekennzeichnet,  dal3  wahrend  der  se- 

lektiven  Oxidations-  und  Absorptionsstufe  die 
Temperatur  der  Absorptionsmasse  unter  50  °  C 
liegt. 

35  5.  Verfahren  nach  einem  der  Anspruche  1  bis  4, 
dadurch  gekennzeichnet,  dal3  das  Gas  minde- 
stens  2  Vol.-%  H20  enthalt. 

6.  Verfahren  nach  einem  der  Anspruche  1  bis  5, 
40  dadurch  gekennzeichnet,  dal3  die  Menge  der 

aktiven  Metallsulfide,  die  auf  dem  inerten  poro- 
sen  Trager  vorhanden  sind,  mindestens  5 
Gew.-%  betragt. 

45  7.  Verfahren  nach  einem  der  Anspruche  1  bis  6, 
dadurch  gekennzeichnet,  dal3  die  Menge  der 
aktiven  Metallsulfide,  die  in  feinteiliger  Form 
auf  dem  Tragermaterial  vorliegen,  unter  30 
Gew.-%  liegt. 

50 
8.  Verfahren  nach  einem  der  Anspruche  1  bis  7, 

dadurch  gekennzeichnet,  dal3  in  der  Regene- 
rierungsstufe  der  Gasstrom  bei  Temperaturen 
unter  80  °C  uber  die  Absorptionsmasse  gelei- 

55  tet  wird,  urn  H20  zu  entfernen,  und  dal3  da- 
nach  die  Temperatur  erhoht  wird  auf  Tempera- 
turen,  bei  denen  der  Schwefel  verdampft. 

9 
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9.  Verfahren  nach  Anspruch  8,  dadurch  gekenn- 
zeichnet,  dal3  der  Schwefel  bei  Temperaturen 
uber  240  °  C  verdampft  wird. 

10.  Verfahren  nach  Anspruch  9,  dadurch  gekenn- 
zeichnet,  dal3  der  Schwefel  bei  Temperaturen 
uber  300  °  C  verdampft  wird. 

11.  Verfahren  nach  einem  der  Anspruche  1  bis  10, 
dadurch  gekennzeichnet,  dal3  der  Schwefel  bei 
Temperaturen  unter  350  °C  verdampft  wird. 

12.  Verfahren  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dal3  in  der  Rehydratisierungsstufe  der 
Gasstrom  mindestens  2  Vol.-%  H20  enthalt. 

13.  Verfahren  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dal3  in  der  Rehydratisierungsstufe  der 
Gasstrom  hochstens  20  Vol.-%  H20  enthalt. 

Revendicatlons 

1.  Procede  pour  I'elimination  de  sulfure  d'hydro- 
gene  de  gaz  contenant  au  moins  0,5%  en 
volume  d'eau.en  oxydant  selectivement  du  sul- 
fure  d'hydrogene  en  soufre  en  presence  d'oxy- 
gene  et  d'une  masse  d'absorption  catalytique 
contenant  des  materiaux  supports  poreux  iner- 
tes  comme  support  et  des  sulfures  metalliques 
et/ou  des  oxydes  metalliques  catalytiquement 
actifs  en  une  quantite  de  sulfures  metalliques 
et/ou  d'oxydes  metalliques  actifs  d'au  moins 
1%  en  poids,  exprime  en  metal  et  base  sur  le 
poids  du  materiau  support,  au  moins  20%  en 
poids  des  sulfures  et/ou  des  oxydes  etant  pre- 
sents  dans  le  materiau  support  sous  une  forme 
finement  divisee  avec  une  taille  de  particules 
de  moins  de  40  nm,  qui  possede  une  tempera- 
ture  pendant  la  phase  d'oxydation  selective  et 
d'absorption  qui  soit  de  moins  de  80  °C  en 
faisant  passer  les  gaz  en  presence  d'oxygene 
sur  la  masse  d'absorption,  dans  laquelle  les 
oxydes  metalliques  presents  sont  transformed 
en  sulfures  metalliques  durant  le  premier  cycle 
et  le  sulfure  d'hydrogene  est  oxyde  selective- 
ment  en  soufre  qui  est  depose  sur  la  masse 
d'absorption;  la  masse  d'absorption  catalytique 
chargee  est  regeneree  en  I'absence  d'oxygene 
ou  d'autres  agents  oxydants  en  faisant  passer 
un  courant  de  gaz  inerte  sur  la  masse  d'ab- 
sorption  et  apres  cela  en  elevant  la  temperatu- 
re  pour  evaporer  le  soufre  depose  sur  celle-ci, 
en  rehydratant  la  masse  d'absorption  catalyti- 
que  apres  regeneration  avec  un  courant  de 
gaz  inerte  contenant  de  preference  au  moins 
0,5%  en  volume  d'eau  a  une  temperature  infe- 
rieure  a  80  °  C,  et  en  repetant  ce  cycle  d'elimi- 
nation,  de  regeneration  et  de  rehydratation  au 

moins  deux  fois. 

2.  Procede  tel  que  revendique  dans  la  revendica- 
tion  1,  caracterise  en  ce  que  les  sulfures  me- 

5  talliques  et/ou  les  oxydes  metalliques  sont 
choisis  dans  le  groupe  comprenant  les  sulfures 
de  fer  et  de  chrome. 

3.  Procede  tel  que  revendique  dans  la  revendica- 
io  tion  1  ou  2,  caracterise  en  ce  que  le  ratio 

atomique  de  I'oxygene  au  soufre  dans  le  gaz 
d'alimentation  depasse  1  ,0. 

4.  Procede  tel  que  revendique  dans  I'une  quel- 
15  conque  des  revendications  1  a  3,  caracterise 

en  ce  que  durant  I'etape  d'oxydation  selective 
et  d'absorption,  la  temperature  de  la  masse 
d'absorption  est  inferieure  a  50  °  C. 

20  5.  Procede  tel  que  revendique  dans  I'une  quel- 
conque  des  revendications  1  a  4,  caracterise 
en  ce  que  le  gaz  contient  au  moins  2%  en 
volume  de  H20. 

25  6.  Procede  tel  que  revendique  dans  I'une  quel- 
conque  des  revendications  1  a  5,  caracterise 
en  ce  que  la  quantite  de  sulfures  metalliques 
actifs  se  trouvant  presents  sur  le  support  po- 
reux  inerte  est  d'au  moins  5%  en  poids. 

30 
7.  Procede  tel  que  revendique  dans  I'une  quel- 

conque  des  revendications  1  a  6,  caracterise 
en  ce  que  la  quantite  de  sulfures  metalliques 
actifs  se  trouvant  presents  sur  le  materiau  sup- 

35  port  sous  une  forme  finement  divisee  est  infe- 
rieure  a  30%  en  poids. 

8.  Procede  tel  que  revendique  dans  I'une  quel- 
conque  des  revendications  1  a  7,  caracterise 

40  en  ce  que,  dans  I'etape  de  regeneration,  on 
fait  passer  le  courant  de  gaz  sur  la  masse 
d'absorption  a  des  temperatures  inferieures  a 
80  °C  pour  eliminer  H20  et  apres  cela  la  tem- 
perature  est  augmentee  jusqu'a  des  tempera- 

45  tures  auxquelles  le  soufre  s'evapore. 

9.  Procede  tel  que  revendique  dans  la  revendica- 
tion  8,  caracterise  en  ce  que  le  soufre  est 
evapore  a  des  temperatures  superieures  a 

50  240  •  C. 

10.  Procede  tel  que  revendique  dans  la  revendica- 
tion  9,  caracterise  en  ce  que  le  soufre  est 
evapore  a  des  temperatures  superieures  a 

55  300  °  C. 

11.  Procede  tel  que  revendique  dans  I'une  quel- 
conque  des  revendications  1  a  10,  caracterise 

10 
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en  ce  que  le  soufre  est  evapore  a  des  tempe- 
ratures  inferieures  a  350  °  C. 

12.  Procede  tel  que  revendique  dans  la  revendica- 
tion  1,  caracterise  en  ce  que,  dans  I'etape  de  5 
rehydratation,  le  courant  de  gaz  contient  au 
moins  2%  en  volume  de  H20. 

13.  Procede  tel  que  revendique  dans  la  revendica- 
tion  1,  caracterise  en  ce  que,  dans  I'etape  de  10 
rehydratation,  le  courant  de  gaz  contient  au 
plus  20%  en  volume  de  H20. 
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