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(54) METHOD FOR COLLECTING HARD OLEFIN

(57) The present invention relates to a method for
recovering light olefins, which can achieve an increase
in propylene production and a reduction in the basic unit
of a process by feeding steam into five serially connected
dehydrogenation reactors, and can diversify the product
of a propane dehydrogenation reaction process from a
propylene single product into propylene and ethylene by
separately collecting ethane and ethylene, i.e., by-prod-
ucts of the propylene production process, and converting
the ethane into ethylene, thereby improving the economic
efficiency of the process and selectivity.
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Description

Technical Field

[0001] The present invention relates to a method for
recovering light olefins, and more particularly to a method
for recovering light olefins, which can increase production
and reduce the basic unit in the process of producing
propylene by propane dehydrogenation and also enables
two types of products to be obtained from the propane
dehydrogenation reaction process by separately collect-
ing ethane and ethylene, i.e., by-products of the propyl-
ene production process, and converting the ethane into
ethylene, thereby improving the economic efficiency of
the process.

Background Art

[0002] In the petrochemical industry, continuous cata-
lytic conversion is carried out. A moving catalyst dehy-
drogenation process for hydrocarbons is an important
process in the production of light hydrocarbon compo-
nents, and is an important process in the production of
ethylene and propylene. In the moving catalyst dehydro-
genation process, the catalyst is continuously circulated
between a reactor and a regenerator.
[0003] A route for the production of propylene can be
obtained by dehydrogenation of propane through a cat-
alytic dehydrogenation reaction. The dehydrogenation
catalyst generally includes a noble metal catalyst on an
acidic support, such as an alumina, silica alumina, or
zeolite support. However, the dehydrogenation reaction
is a strong endothermic reaction and requires a high tem-
perature for the reaction to proceed at a satisfactory rate.
At the same time, the dehydrogenation reaction needs
to be controlled to limit the propane of the degradation
to form methane and ethylene, and the ethylene can be
hydrogenated by the hydrogen released through the de-
hydrogenation of propane. In addition, the dehydrogen-
ation process deactivates the catalyst by coking the cat-
alyst. Accordingly, the catalyst needs to be regenerated
on a regular basis after a relatively short time of operation,
or residence, in the dehydrogenation reactor.
[0004] In connection with this, FIG. 1 shows an Oleflex
process which is a typical conventional process of sep-
arating and recovering propylene from a propane dehy-
drogenation product. In the Oleflex process as shown in
FIG. 1, a propane-containing feed gas stream is preheat-
ed to 600 to 700°C and dehydrogenated in a moving-bed
dehydrogenation reactor, thereby obtaining a product
gas stream containing propane, propylene and hydrogen
as main components.
[0005] Meanwhile, the moving-bed reactor is advanta-
geous in that a catalyst can be moved and a continuous
catalyst regeneration system can be constructed. As one
example of this moving-bed reactor, U.S. Patent No.
6,472,577 discloses a continuous catalyst regeneration
system including a catalyst bed. However, such a con-

ventional fluidized bed dehydrogenation reactor has lim-
itations in that the residence time of the catalyst is short
and the conversion rate is low. Since the conversion rate
for the dehydrogenation reaction is closely related to the
basic unit and economic efficiency of the process, it is
urgently required to develop a dehydrogenation reactor
capable of improving the conversion rate in order to in-
crease the efficiency of the continuous catalytic reaction-
regeneration system.
[0006] Meanwhile, ethylene is produced as a by-prod-
uct in a propane dehydrogenation reaction, and ethylene
which is used in a conventional propane dehydrogena-
tion process is used mainly as a fuel for heating furnaces.
However, the demand for ethylene in the chemical raw
material market recently has increased, and the use of
expensive ethylene only as a fuel for heating furnaces is
significantly disadvantageous in economic terms. There-
fore, it will be advantageous to develop a process that
enables ethylene, i.e., a by-product of the propane de-
hydrogenation process, to be recovered as expensive
ethylene.

Disclosure

Technical Problem

[0007] The present invention has been conceived to
overcome the above-described problems, and an object
of the present invention is to provide a method for recov-
ering light olefins, which can increase the total amount
of heat supply by supplying reaction heat separately to
each of multiple hydrogenation reactor stages and can
be operated in a state in which the molar ratio of hydrogen
to propane in a feed is 0.4 or less, thereby reducing the
basic unit of the process due to a reduction in the hydro-
gen partial pressure and increasing production due to an
increase in yield.
[0008] Another object of the present invention is to pro-
vide a method for recovering light olefins, which enables
two types of products (propylene and ethylene) to be ob-
tained from a propane dehydrogenation reaction process
by collecting ethane and ethylene discharged out of the
system during the propane dehydrogenation process
and converting the ethane into ethylene to produce ex-
pensive ethylene, and can adjust the production rate de-
pending on the market situation so that the production
equipment can be operated most efficiently.

Technical Solution

[0009] One aspect of the present invention for achiev-
ing the above-described object is directed to a method
for recovering light olefins, including: subjecting a pro-
pane-containing feedstock to a dehydrogenation reac-
tion in five serially connected dehydrogenation reactors,
wherein the dehydrogenation reaction is performed by
feeding the propane-containing feedstock and hydrogen,
preheated by two parallel-connected reaction material
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heaters, into each of the dehydrogenation reactors, and
feeding steam separately into each of the dehydrogen-
ation reactors; cooling and compressing a process
stream discharged from the last dehydrogenation reac-
tor; quenching the process stream by passage through
an ethylene/propylene freezer so that the hydrogen/pro-
pane ratio is 0.4 or less; transferring the quenched proc-
ess stream into a de-ethanizer in which ethane and eth-
ylene from the process stream; separating a process
stream containing propane and propylene, separated
from the de-ethanizer, by a propane/propylene splitter,
thereby obtaining a propylene product; transferring a
process stream rich in ethane and ethylene, separated
from the de-ethanizer, into a demethanizer in which
methane is separated in advance from the process
stream; transferring the process stream, from which the
methane has been separated, into an acetylene convert-
er ion which acetylene in the process stream is converted
into ethane and ethylene; separating the process stream,
transferred from the acetylene converter, into ethane and
ethylene by passage through an ethane/ethylene splitter,
thereby obtaining an ethylene product; and converting
the ethane, separated from the ethane/ethylene splitter,
into ethylene by an additional reaction in an ethane re-
actor, thereby obtaining an ethylene product.

Advantageous Effects

[0010] According to the method of the present inven-
tion, an increase in propylene production and a reduction
in the basic unit of the process can be achieved by feeding
steam into dehydrogenation reactors. In addition, a re-
duction in the basic unit of the process and an increase
in the total amount of heat supplied can be achieved by
supplying reaction heat separately to each of five reactor
stages, thereby increasing propylene production.
[0011] Furthermore, according to the present inven-
tion, an ethylene/propylene freezer is included in a cool-
ing box, whereby it is possible to adjust the molar ratio
of hydrogen to propane in the feed fed into the reactor
to 0.4 or less, thereby increasing the theoretical yield of
the propane dehydrogenation reaction due to a reduction
in the hydrogen partial pressure and increasing propyl-
ene production due to an increase in the yield of the de-
hydrogenation reactors.
[0012] Moreover, according to the present invention,
expensive ethylene can be produced instead of using
ethane and ethylene, which are by-products of the pro-
pane dehydrogenation process, as inexpensive fuels,
whereby two types of products (propylene and ethylene)
can be obtained from the propane dehydrogenation re-
action process, and thus the production rate of an ad-
vantageous product can be increased depending on the
market situation, thereby maximizing the economic effi-
ciency of the process.

Description of Drawings

[0013]

FIG. 1 is a process flow diagram showing a process
of producing propylene by propane dehydrogenation
according to a conventional art; and
FIG. 2 is a process flow diagram schematically show-
ing a process of producing propylene and ethylene
together through a propane dehydrogenation proc-
ess according to one embodiment of the present in-
vention.

Best Mode

[0014] The present invention will be described in great-
er detail below with reference to the accompanying draw-
ings.
[0015] Although general terms widely used currently
are selected as the terms used herein as much as pos-
sible, some terms are randomly selected by the applicant
in specific cases. In this case, the meanings of the terms
should be determined based on the meanings that are
described and used in the detailed description of the
present invention, rather than simply based on the names
of the terms. Furthermore, the present invention is not
limited to the described embodiments, and may be em-
bodied in other forms. Throughout the specification, the
same reference symbols designate the same compo-
nents.
[0016] Although the accompanying drawings describe
a particular shape of the dehydrogenation reactor of the
present invention, this dehydrogenation reactor may
have various shapes suitable for particular environments
that are performed in particular applications. The broad
application of the present invention is not limited to the
specific embodiments that will be described below. Fur-
thermore, the numbers in the drawings represent a sim-
ple schematic diagram of the multi-stage dehydrogena-
tion reactor of the present invention, and only the major
components are shown in the drawings. In addition, heat
exchangers, internal heaters, moving pipes for catalyst
transfer, pumps, and other similar components are omit-
ted in the drawings. Using these components to modify
the described dehydrogenation reactor is known to those
skilled in the art and does not depart from the scope and
spirit of the appended claims.
[0017] It should be understood that various ranges
and/or numerical limitations include iterative ranges of
like magnitude falling within the expressly stated ranges
or limitations.
[0018] The term "process stream" used in the present
application refers to a reaction product produced through
a dehydrogenation reaction. Specifically, it refers to a
gas, a liquid, a gas or a liquid containing dispersed solids,
or a mixture thereof, which may contain hydrogen, pro-
pane, propylene, ethane, ethylene, methane, butane,
butylene, butadiene, nitrogen, oxygen, carbon monox-
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ide, or carbon dioxide.
[0019] The term "reactor" used in the present applica-
tion refers to a reaction apparatus in which a reaction
gas comes into contact with a catalyst on a catalyst bed.
[0020] The term "overhead stream" used in the present
application refers to a net overhead stream recovered
from a particular zone after recycle of any portion to the
zone for recycle or any other reason.
[0021] The term "bottom stream" used in the present
application refers to a net bottom stream from a particular
zone, obtained after recycle of any portion for purposes
of reheating and/or reboiling and/or after any phase sep-
aration.
[0022] The term "light olefins" used in the present ap-
plication refers to ethylene, propylene, and a mixture
thereof.
[0023] The term "de-ethanizer" in the present applica-
tion refers to a column that separates a C1-C2 gas stream
containing methane, ethane, ethylene or the like as an
overhead stream, separates a C3-C4 gas stream con-
taining propane and propylene as a bottom stream, and
sends the C3-C4 gas stream to a propane/propylene
splitter.
[0024] The "propane/propylene splitter" refers to a col-
umn designed to separate propylene from a mixture con-
taining hydrocarbons having 3 or more carbon atoms.
[0025] The term "depropanizer" refers to a column de-
signed to separate a hydrocarbon having 4 or more car-
bon atoms from a mixture containing hydrocarbons hav-
ing 3 or more carbon atoms.
[0026] The term "C4+ hydrocarbon" in the present in-
vention mainly refers to a hydrocarbon having 4 or more
carbon atoms.
[0027] The term "C5+ hydrocarbon" in the present in-
vention mainly refers to a hydrocarbon having 5 or more
carbon atoms.
[0028] The term "conversion rate" in the present appli-
cation refers to the ratio of a propane-containing hydro-
carbon to a fed hydrocarbon, which is converted in single
pass of the reaction gas through the dehydrogenation
reactor.
[0029] The term "selectivity" in the present application
refers to the moles of propylene which are obtained per
mole of propane converted, and is expressed as molar
percentage.
[0030] FIG. 2 is a process flow diagram showing a
method and apparatus for recovering light olefins accord-
ing to one embodiment of the present invention.
[0031] Referring to FIG. 2, in the present invention, a
propane-containing feedstock is subjected to a dehydro-
genation reaction in five serially connected dehydrogen-
ation reactors R1 to R5, in which the dehydrogenation
reaction is performed by feeding the propane-containing
feedstock and hydrogen, preheated by two parallel-con-
nected reaction material heaters, into each of the dehy-
drogenation reactors, and feeding steam separately into
each of the dehydrogenation reactors. A process stream
discharged from the last dehydrogenation reactor is

cooled and compressed, and then quenched by passage
through an ethylene/propylene freezer so that the hydro-
gen/propane ratio is 0.4 or less. The quenched process
stream is transferred into a de-ethanizer in which ethane
and ethylene are separated from the process stream. A
process stream containing propane and propylene, sep-
arated from the de-ethanizer, is separated by a pro-
pane/propylene splitter, thereby obtaining a propylene
product. Meanwhile, a process stream rich in ethane and
ethylene, separated from the de-ethanizer, is transferred
into a demethanizer in which methane is separated in
advance from the process stream. The methane-sepa-
rated process stream is transferred into an acetylene
converter in which acetylene in the process stream is
converted into ethane and ethylene. A process stream
transferred from the acetylene converter is separated into
ethane and ethylene by passage through an ethane/eth-
ylene splitter, thereby obtaining an ethylene product. The
ethane separated from the ethane/ethylene splitter is
converted into ethylene by an additional reaction in an
ethane reactor, thereby obtaining an ethylene product.
[0032] Processes of producing propylene and ethylene
through the dehydrogenation process of the present in-
vention will be described below in greater detail.
[0033] The method of the present invention includes
the step of feeding a propane-containing feedstock, hy-
drogen and steam into dehydrogenation reactors, fol-
lowed by dehydrogenation. The dehydrogenation reac-
tion step is performed in five serially connected dehydro-
genation reactors, and each of the dehydrogenation re-
actors includes two parallel-connected heaters config-
ured to heat the feedstock that is fed into each of the
reactors. The steam is fed separately into each of the
five reactors.
[0034] The feed gas stream containing propane is fed
into five or more dehydrogenation reactors 101, 102, 103,
104 and 105 in which it is subjected to catalytic dehydro-
genation. In this process step, propylene is produced by
partially dehydrogenating the propane over a dehydro-
genation-active catalyst in the dehydrogenation reactors.
Additionally, hydrogen and small amounts of methane,
ethane, ethene and C4+ hydrocarbons (n-butane, isob-
utane, butene) are produced.
[0035] In the present invention, the dehydrogenation
reaction is performed sequentially in five serially connect-
ed reactors, and a process of dehydrogenating propane
into propylene is performed by the dehydrogenation re-
action in each of the dehydrogenation reactors. The gas
stream subjected to the first dehydrogenation reaction is
introduced sequentially into the second, third, fourth and
fifth dehydrogenation reactors 102, 103, 104 and 105
sequentially connected to the first reactor 101, and is
subjected again to the dehydrogenation reaction. That
is, in the multi-stage dehydrogenation, a reaction product
is introduced into one reactor and subjected to dehydro-
genation, and then the reaction product is introduced into
the next-stage reactor and subjected to the dehydrogen-
ation process repeatedly depending on the number of
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the reactors.
[0036] The dehydrogenation reactors 101, 102, 103,
104 and 105 that are used in the present invention may
be any types of reactors known in the art. For example,
the dehydrogenation reactors may be tubular reactors,
stirred-tank reactors, or fluidized-bed reactors. As anoth-
er example, the reactors may also be fixed-bed reactors,
tubular fixed-bed reactors, or plate-type reactors.
[0037] Referring to FIG. 2, the dehydrogenation reac-
tors in the light olefin recovery apparatus of the present
invention include a first reactor 101, a second reactor
102, a third reactor 103, a fourth reactor 104, and a fifth
reactor 105. A reactant stream that is a hydrocarbon gas
feed is indicated by the solid arrow. The first reactor 101
is fed with either a feed gas stream containing a hydro-
carbon (e.g., propane) to be dehydrogenated, or hydro-
gen, or steam, in which the gas stream that is fed into
the first reactor 101 is fed after heating by two parallel-
connected reaction material heaters 11 and 12. The feed
gas stream is fed directly into the first reactor 101 and
subjected to a dehydrogenation reaction in the first reac-
tor, and a first product stream is recovered. Thereafter,
the first product stream, steam, and a catalyst used for
the reaction in the first reactor 101 are fed into the second
reactor 112 having two parallel-connected reaction ma-
terial heaters 21 and 22 and subjected to a dehydrogen-
ation reaction in the second reactor 102, and a second
product stream is recovered from the second reactor 102.
[0038] Thereafter, the second product stream, steam,
and the catalyst stream used for the reaction in the sec-
ond reactor 102 are fed into the third reactor 103 having
two parallel-connected reaction material heaters 31 and
32 and subjected to a dehydrogenation reaction in the
third reactor 103, and a third product stream is recovered
from the third reactor 103. The third product stream,
steam, and the catalyst stream used for the reaction in
the third reactor 103 are fed into the fourth reactor 104
having two parallel-connected reaction material heaters
41 and 42 and subjected to a dehydrogenation reaction
in the fourth reactor 104. The fourth product stream,
steam, and the catalyst stream used for the reaction in
the fourth reactor 104 are fed into the fifth reactor 105
having two parallel-connected reaction material heaters
51 and 52 and subjected to a dehydrogenation reaction
in the fifth reactor 115, and a fifth product stream is re-
covered from the fifth reactor 105 into a product splitter
111. The "process stream" generated in each of the re-
actors refers to a reaction product produced through the
dehydrogenation process. Specifically, the process
stream refers to a gas, a liquid, or a gas or a liquid con-
taining dispersed solids, or a mixture thereof, which may
contain hydrogen, propane, propylene, ethane, ethylene,
methane, butane, butylene, butadiene, nitrogen, oxygen,
steam, carbon monoxide, or carbon dioxide.
[0039] Since the dehydrogenation reaction is repeated
in the five serially connected dehydrogenation reactors
as described above, the reaction heat supplied to each
reactor may decrease and the load of the reaction ma-

terial heaters may decrease, thereby increasing reaction
selectivity and thus resulting in a reduction in the basic
unit of the process. In addition, since all the dehydrogen-
ation reactors are adiabatic reactors, it is possible to per-
form an additional reaction by the amount of heat sup-
plied from the reaction material heaters disposed in front
of one additional reactor, thereby increasing propylene
production.
[0040] In the present invention, since two parallel-con-
nected reaction materials configured to supply reaction
heat are disposed in front of each reactor stage, the load
of the reaction material heaters is reduced by half, the
temperature uniformity is maintained, and the operating
temperature is down-regulated, thereby reducing the ba-
sic unit of the process.
[0041] In the present invention, steam is fed separately
into each of the reactors 101, 102, 103, 104 and 105 in
order to prevent the coking of the catalyst. In the method
of the present invention, steam is introduced during the
dehydrogenation reaction and reacted with hydrocar-
bons, so that the steam removes coke formed on the
catalyst by decomposing the coke into carbon monoxide
and hydrogen. Since coke is removed by steam as de-
scribed above, it is possible to prevent the performance
of catalyst active sites from being reduced due to coke
formation, thereby improving the long-term performance
of the catalyst. In addition, propane may selectively bind
to active sites formed on the catalyst surface by by-prod-
ucts, such as ethane, ethylene and methane, thereby
increasing the production rate of the main reaction in
which propane produces propylene and hydrogen and
thus increasing propylene production and reaction selec-
tivity.
[0042] After the completion of the dehydrogenation re-
action, the product gas stream produced in the fifth re-
actor 105 is cooled and compressed, and then quenched
by passage through a cooling box so that the hydro-
gen/alkane hydrocarbon ratio in front of the first reactor
1101 may be down-regulated using an ethylene/propyl-
ene freezer.
[0043] The reaction product discharged from the fifth
reactor 105 is heat-exchanged through a heat exchanger
111, and then transferred into a suction drum 112 and
separated by boiling point, and a "C5+ hydrocarbon" is
separated as a bottom stream.
[0044] The overhead stream (gas-phase product) from
the suction drum 112 is liquefied through a pressurization
and cooling process in a main compressor 113, and then
passes sequentially through a hydrogen chloride remov-
al unit 114 and a hydrogen sulfide removal unit 115.
Thereafter, the overhead stream is additionally subjected
to a cooling and compression process by passage
through a cooling box, i.e., a freezing system, and, at the
same time, hydrogen containing carbon monoxide is sent
to a carbon monoxide removal unit 118, and a hydrocar-
bon gas stream containing propane and propylene is
transferred into a de-ethanizer 117.
[0045] Downstream of the main compressor 113 are
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disposed a hydrogen chloride removal unit 114 config-
ured to remove hydrogen chloride (HCl) generated in the
dehydrogenation reaction and catalyst regeneration
process, and a hydrogen sulfide removal unit 115 con-
figured to remove a sulfide contaminant discharged from
the compressor. This hydrogen chloride removal unit 104
and hydrogen sulfide removal unit 105 may remove con-
taminants by an adsorbing agent or an adsorbent.
[0046] The product obtained from the reactor after the
dehydrogenation reaction contains a C4 mixture contain-
ing propylene, as well as carbon monoxide, unreacted
propane, nitrogen, oxygen, steam, and carbon dioxide.
In particular, in the method of the present invention,
steam is introduced into the feedstock in order remove
coke, and hence coke formed on the catalyst in the re-
actor reacts with steam (H2O) to produce carbon mon-
oxide and hydrogen (H2). These by-products should be
separated and discharged out of the system so as not to
be continuously accumulated in the process. According-
ly, in the present invention, a carbon monoxide removal
unit 108 configured to remove carbon monoxide is dis-
posed next to the cooling box 116, and a gas stream from
which the carbon monoxide has been removed is sent
to a hydrogen purification unit 119.
[0047] The carbon monoxide removal unit 108 may in-
clude hopcalite, which is a mixed oxide of copper-man-
ganese which is highly active for the reaction between
carbon monoxide and oxygen. In the presence of the
hopcalite, highly toxic hydrogen monoxide reacts with
oxygen to form carbon monoxide. In addition, carbon
monoxide may be removed by adsorption with an ad-
sorbent composition including a copper oxide, a zinc ox-
ide, and an aluminum oxide.
[0048] The process stream obtained from the dehydro-
genation reactor may further be subjected to a post-treat-
ment process in order to obtain a highly pure product. In
the cooling box 116, a high-temperature hydrocarbon
stream supplied from the hydrogen sulfide removal unit
115 is subjected to a cooling and compression process
and separated into carbon monoxide-containing hydro-
gen and a hydrocarbon stream, which are then trans-
ferred into a carbon monoxide removal unit 118 and a
de-ethanizer 117, respectively.
[0049] The ethylene/propylene freezer 106 that may
be used in the cooling box 116 may use a propylene-
based or ethylene-based solvent as a refrigerant, or if
necessary, may perform the same function using other
refrigerant. For example, the refrigerant may be one or
a mixture of two or more selected from the group con-
sisting of methane, ethylene and propylene. It is to be
understood that the propylene-based solvent means pro-
pylene or a compound containing propylene, and the eth-
ylene-based solvent means ethylene or a compound con-
taining ethylene.
[0050] The molar ratio of hydrogen to a hydrocarbon
(propane) in the starting gas mixture that is used in the
dehydrogenation process according to the present inven-
tion is 0.4 or less. In the present invention, in order to

perform the reaction process such that the molar ratio of
hydrogen to propane in the feed composition may be
down-regulated to a range of 0.4 or less to 0 as described
above, the ethylene/propylene freezer 106 is used in the
cooling box to meet an energy balance corresponding to
the reduction in the hydrogen proportion. Due to this fea-
ture, the ratio of hydrogen to propane may be down-reg-
ulated, whereby the reaction yield may be increased by
about 5% to 10% compared to a conventional process,
and the reaction selectivity may also be increased by up
to 2-5%.
[0051] Prior to the process of the de-ethanizer 101,
components, such as hydrogen and carbon monoxide,
which have the lowest boiling point among the overall
process, are separated from the cooling box 116, pres-
surized, and then recovered as hydrogen from the hy-
drogen purification unit 118. Meanwhile, a propylene-
containing process stream that passed through the cool-
ing box 116 and the de-ethanizer 117 is separated into
propane and a C4 mixture in the propane/propylene split-
ter 120, and the propylene is purified and recovered.
[0052] In a propane pretreatment unit 1, impurities,
such as water, metal impurities, and carbon monoxide,
are removed from the propane feed, and a propane gas
stream containing a very small amount of a C4 mixture
is transferred into a depropanizer 10. In the depropanizer
122, butane, butylene, butadiene, and the like, which
cause coke formation by a polymerization reaction on
the catalyst located inside the reactor, are removed be-
fore the component contained in the reaction gas is fed
into the first dehydrogenation reactor 101. A high-purity
propane stream supplied to the depropanizer 10 is mixed
with hydrogen supplied from a hydrogen purification unit
119, and then it is heated by low-temperature heat ex-
change in the cooling box 116, and transferred to a heat
exchanger 111 in which it is heated by heat exchange.
The heated stream is further heated by the reaction ma-
terial heaters 11 and 12 and is introduced again into the
first reactor 101.
[0053] The process stream, from which impurities have
been removed in the hydrogen chloride removal unit 114
and the hydrogen sulfide removal unit 115, is further liq-
uefied by compression in the cooling box 116. The cool-
ing box 116 may include a heat removal unit (not shown)
configured to additional heat, which is generated during
compression, so that the process stream may be oper-
ated in the subsequent de-ethanizer 117. The heat re-
moval unit may also remove heat by heat exchange with
either the hydrogen gas recycled from the hydrogen chlo-
ride removal unit 114 and the hydrogen sulfide removal
unit 115 in the process, or a low-temperature gas such
as the liquefied propane separated from the depropaniz-
er 10, or a liquid reactant. The liquefied process stream
is separated in the de-ethanizer 17, and methane, ethane
and ethylene, which are by-products, are introduced into
the demethanizer 210, and the remaining process
stream, from which the by-products have been removed,
are introduced into a propane/propylene splitter 120. In
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the propane/propylene splitter 120, propylene is sepa-
rated as an overhead stream, and a C3-C4 gas stream
containing propane is separated as a bottom stream and
sent to the depropanizer 10. Unreacted propane, butane
and butylene in the process stream introduced into the
propane/propylene splitter 120 are separated by a col-
umn, and a pure propylene product is obtained.
[0054] The separated unreacted propane is supplied
to the front end of the first dehydrogenation reactor 101
through a propane recycle pipeline, which is an inert re-
cycle line, and is recycled as a feed propane gas. At this
time, it is also possible to perform a process of capturing
a hydrogen gas separately from the process stream,
which passed through the hydrogen chloride removal unit
114 and the hydrogen sulfide removal unit 115, and in-
creasing the purity of the hydrogen gas in a pressure
swing adsorption (PSA) unit (not shown). The hydrogen
gas having increased purity is sold commercially or sent
to the first dehydrogenation reactor 101 and recycled as
a reactant gas. The unreacted propane separated from
the propane/propylene splitter 120 is transferred to the
front end of the depropanizer 10 through a propane re-
cycle pipeline and recycled as a feed propane gas.
[0055] The method of the present invention may pro-
duce propylene and hydrogen through the propane de-
hydrogenation reaction, and at the same time, may also
produce expensive ethylene using ethane and ethylene,
which are by-products. In the present invention, a proc-
ess of recovering ethylene during the propane dehydro-
genation process may include passing a process stream
containing methane, ethane and ethylene, which are by-
products generated in the de-ethanizer 117, through the
demethanizer 210 to separate the methane first, trans-
ferring the process stream, from which the methane has
been separated, into the acetylene converter 220 to con-
vert acetylene in the process stream to ethane and eth-
ylene, passing the process stream, separated from the
acetylene converter 220, through an ethane/ethylene
splitter 230 to separate ethane from ethylene, converting
the separated ethane to ethylene by an additional reac-
tion in an ethane reactor 240, cooling the process stream,
which passed through the ethane reactor 240, by pas-
sage through a quenching tower 250, compressing the
cooled process stream by a compressor 260, neutralizing
the compressed process stream by passage through a
scrubber 270, and then injecting the neutralized process
stream between the main compressor of the existing de-
hydrogenation process and the hydrogen chloride re-
moval unit 114 so that the dehydrogenation process is
continuously performed.
[0056] After the neutralizing step, the step of removing
impurities, such as water, hydrogen chloride and hydro-
gen sulfide, by dehydration in a dryer unit 280, may fur-
ther be included. That is, in the method of the present
invention, the process of recovering ethylene is config-
ured such that ethylene produced in the ethane reactor
240 after passage through the de-ethanizer, the demeth-
anizer 120 and the ethane/ethylene splitter 240 is sepa-

rated again. When ethane collected by passage through
the ethane/ethylene splitter 230 is additionally reacted in
the ethane reactor 240, the ethane separated after the
propane dehydrogenation reaction may be converted in-
to ethylene, thereby producing additional ethylene.
[0057] The process of recovering ethylene during the
propane dehydrogenation process will be described be-
low in greater detail.
[0058] First, the process stream that passed through
the de-ethanizer 117 contains methane, ethane and eth-
ylene as reaction by-products. Such reaction by-products
are passed through the demethanizer 210, and the meth-
ane is separated in advance by the column. The process
conditions are a temperature of -129°C to 52°C and a
pressure of 5 kgf/cm2 to 50 kgf/cm2. The separated meth-
ane gas has, for example, a temperature of 40°C and a
pressure of 3.2 kgf/cm2. The methane separated by the
demethanizer 210 may be used as a heating fuel.
[0059] The process stream, from which the methane
has been separated, is brought into contact with hydro-
gen in the acetylene converter 220 in which acetylene in
the process stream is converted into ethane and ethyl-
ene, thereby forming a process stream which is lean or
substantially free of acetylene. The process stream that
is lean of acetylene is immediately passed through the
ethane/ethylene splitter 230 in which it is separated into
an ethane overhead stream and an ethylene bottom
stream. The process conditions are a temperature of
-60°C to 40°C and a pressure of 10 kgf/cm2 to 80 kgf/cm2.
For example, the separated ethylene gas has a temper-
ature of 25°C and a pressure of 40 kgf/cm2.
[0060] The ethane separated from the ethane/ethylene
splitter 230 is additionally reacted in the ethane reactor
240, so that the ethane is converted into ethylene. The
reaction of converting ethane to ethylene in the ethane
reactor 240 does not particularly require a catalyst. Al-
ternatively, a catalyst may also be used to convert the
ethane to ethylene. The catalyst that is used in this case
is not particularly limited, and may be, for example, a
platinum catalyst. The process conditions of the ethane
reactor 240 are a reaction temperature of 650°C to 950°C
and a pressure of 0.1 kgf/cm2 to 10 kgf/cm2. In one em-
bodiment, the ethane gas that is introduced in the ethane
reactor 240 may have a temperature of -30°C and a pres-
sure of 1.2 kgf/cm2. In addition, immediately in front of
the ethane reactor 240, a heater unit (not shown) config-
ured to supply heat necessary for the reaction occurring
in the ethane reactor 2409 may be disposed. Further-
more, in front of the ethane reactor 240, an additional
feed gas line configured to supply propane may be dis-
posed to control the ratio of ethylene production to pro-
pylene production.
[0061] The process stream whose temperature has
been increased by the reaction of converting ethane to
ethylene in the ethane reactor 240 is cooled in the
quenching tower 250. The reaction product obtained from
the ethane reactor 240 may be in the form of high-tem-
perature gas, and thus needs to be cooled before being
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fed again into the main dehydrogenation process appa-
ratus. A cooling method that is used in the cooling step
is not particularly limited. For example, a cooling method
of brining a cooling solvent into direct contact with the
reaction product may be used, or a cooling method of
brining a cooling solvent into indirect contact with the
reaction product may also be used.
[0062] Thereafter, the cooled process stream is com-
pressed in a compressor 260 and passed through a
scrubber 270 in which the catalyst and additional gases
are neutralized. The compressor 260 reduces the pres-
sure difference from the pressure at a supply position so
that the reactant stream produced in the ethane reactor
240 may be smoothly supplied to the rear end of the main
compressor 113 via the scrubber 270 and the dryer unit
280. In addition, the reactant stream that passed through
the compressor 260 is neutralized by caustic wash treat-
ment in the scrubber 270 in order to remove Cl2 gas pro-
duced by a Cl-containing catalyst during process recy-
cling.
[0063] Thereafter, the neutralized process stream is
passed through the dryer unit 280 in which impurities,
such as water, hydrogen chloride and hydrogen sulfide,
are removed from the process stream. The process con-
ditions are a temperature of - 40°C to 100°C and a pres-
sure of 0.01 kgf/cm2 to 60 kgf/cm2. After the neutralizing
step or the drying step, the process stream is injected
between the main compressor 113 and the hydrogen
chloride removal unit 114 in the existing dehydrogenation
process. The process stream that is supplied to the rear
end of the main compressor 113 may contain propane,
propylene, ethane, ethylene, methane and hydrogen
gases, and in one embodiment, the process stream may
have a temperature of 30°C and a pressure of 0.1
kgf/cm2.
[0064] According to the present invention, the ethane
reactor 240 is disposed in the rear of the ethane/ethylene
splitter 230, and thus the concentration of ethylene that
is introduced into the de-ethanizer 117 during recycling
production increases. Accordingly, the ethylene pro-
duced may be separated in advance, so that catalyst
coking in the ethane reactor 240 may be prevented and
ethylene may be prevented from being lost by ethylene
side reactions. In addition, since ethylene that passed
through the ethane/ethylene splitter 230 and ethylene
produced in the ethane reactor 240 are separated again,
ethane which is a by-product of the propane dehydro-
genation process may be mostly converted into ethylene
without being used as an inexpensive fuel, so that ex-
pensive ethylene may be produced, thereby improving
the economic efficiency of the process. As a result, the
product of the propane dehydrogenation may be diver-
sified from a propylene single product into propylene and
ethylene, so that the operating conditions of the propyl-
ene dehydrogenation reactors and the operating condi-
tions of the de-ethanizer may be adjusted depending on
the market situation.
[0065] While the present invention has been described

in detail in connection with the preferred embodiments
of the present invention, it will be apparent that the
present invention is not limited to the above-described
embodiments and those skilled in the art will appreciate
that many modifications may be made without departing
from the scope of the technical spirit of the present in-
vention. Therefore, the true scope of the present inven-
tion should be defined based on the appended claims
and the equivalents thereof. For example, although the
propane dehydrogenation reaction for producing propyl-
ene has been mainly described in detail above, the dis-
closure of the present application may be applied to de-
hydrogenation reactions that convert alkanes containing
2 or more carbon atoms, for example, ethane, n-butane,
isobutene and pentane, to the corresponding olefins, as
understood by those skilled in the art through the disclo-
sure of the present application.

Claims

1. A method for recovering light olefins, the method
comprising: subjecting a propane-containing feed-
stock to a dehydrogenation reaction in five serially
connected dehydrogenation reactors, wherein the
dehydrogenation reaction is performed by feeding
the propane-containing feedstock and hydrogen,
preheated by two parallel-connected reaction mate-
rial heaters, into each of the dehydrogenation reac-
tors, and feeding steam separately into each of the
dehydrogenation reactors; cooling and compressing
a process stream discharged from the last dehydro-
genation reactor; quenching the process stream by
passage through an ethylene/propylene freezer so
that a hydrogen/propane ratio is 0.4 or less; trans-
ferring the quenched process stream into a de-eth-
anizer in which ethane and ethylene are separated
from the process stream; separating a process
stream containing propane and propylene, separat-
ed from the de-ethanizer, by a propane/propylene
splitter, thereby obtaining a propylene product;
transferring a process stream rich in ethane and eth-
ylene, separated from the de-ethanizer, into a
demethanizer in which methane is separated in ad-
vance from the process stream; transferring the
process stream, from which the methane has been
separated, into an acetylene converter in which acet-
ylene in the process stream is converted into ethane
and ethylene; separating the process stream, trans-
ferred from the acetylene converter, into ethane and
ethylene by passage through an ethane/ethylene
splitter, thereby obtaining an ethylene product; and
converting the ethane, separated from the
ethane/ethylene splitter, into ethylene by an addi-
tional reaction in an ethane reactor, thereby obtain-
ing an ethylene product.

2. The method of claim 1, further comprising cooling
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the process stream, which has passed through the
ethane reactor, by passage through a quenching
tower, compressing the cooled process stream by a
compressor, neutralizing the compressed process
stream by passage through a scrubber, and recy-
cling the neutralized process stream to the dehydro-
genation process by introducing the neutralized
process stream into a rear end of a main compressor
in the propane dehydrogenation process.

3. The method of claim 1, further comprising, after cool-
ing and compressing the process stream discharged
from the last dehydrogenation reactor and before
passing the process stream through the ethyl-
ene/propylene freezer, removing hydrogen chloride
and hydrogen sulfide (H2S) from the process stream.

4. The method of claim 1, further comprising, after
quenching the process stream by passage through
the ethylene/propylene freezer, adsorbing and re-
moving carbon monoxide (CO) from a process
stream coming out from a cooling box, and then
transferring the process stream to a hydrogen puri-
fication step.

5. The method of claim 1, further comprising pretreating
the propane feed, and then transferring the pretreat-
ed propane feed into a depropanizer in which at least
a portion of C4+ hydrocarbons is separated as a bot-
tom stream and a first purified propylene-containing
product containing C3 or lighter hydrocarbons and
hydrogen is separated as an overhead stream.

6. The method of claim 2, further comprising drying the
process stream, neutralized by neutralizing the com-
pressed process stream, in a dryer unit to remove
impurities.

7. The method of claim 6, further comprising capturing
a hydrogen gas separately from the process stream
that has passed through the dryer unit, increasing a
purity of the hydrogen gas in a pressure swing ad-
sorption (PSA) unit, and then recovering the hydro-
gen gas.

8. The method of claim 1, further comprising transfer-
ring unreacted propane, separated from the pro-
pane/propylene splitter, to a front end of the dehy-
drogenation reactor through a propane recycle pipe-
line, and recycling the transferred unreacted pro-
pane as a feed propane gas.

9. The method of claim 1, wherein the methane in sep-
arating the methane in advance in the demethanizer
has a temperature of -20°C to 80°C and a pressure
of 0.4 kgf/cm2 to 8 kgf/cm2.

10. The method of claim 1, wherein a heat unit is dis-

posed in front of the ethane reactor to supply heat
necessary for the reaction in the ethane reactor.

11. The method of claim 1, wherein process conditions
of the ethane reactor are a reaction temperature of
650°C to 950°C and a pressure of 0.1 kgf/cm2 to 10
kgf/cm2.

12. The method of claim 1, wherein a separate feed gas
line is disposed in front of the ethane reactor, and
the method further comprises controlling a ratio of
ethylene production to propylene production by sup-
plying propane through the feed gas line.
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