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adi poni 11| eyl dieprleddh 201 8166 AU nLiaR M enediamyd 400 bar in the

presence of cata ased on iron as catalytically
active conponent and ammoni a as sol vent to obtain a mxture
conpri si ng RRgFEHCErile, 15 6- ami nocapronitrile, hexanethyl enedi ani ne
and high b%ilers until the sumtotal of the 6-am nocapronitrile
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i ndi vi dualPy or together, and returning 6-am nocapronitrile,
adi ponitril eapr hgddogesating adipphete:ﬁelau:@rgmeboego 220°C and from 100
to 400 bar in the presence of catalysts based on elemental
iron as catalytically active component and ammonia as solvent
to obtain a mixture comprising adiponitrile,
15 6-aminocapronitrile, hexamethylenediamine and high boilers
until the sum total of the 6-aminocapronitrile concentration
and the adiponitrile concentration is within the range from 1
to 50% by weight, based on the ammonia-free hydrogenation
mixture,
20
b) removing ammonia from the hydrogenation effluent,

c) removing hexamethylenediamine from the remaining mixture,

25 d) separating 6-aminocapronitrile and adiponitrile from high
boilers individually or together, and

e) returning 6-aminocapronitrile, adiponitrile or mixtures
thereof into step a).
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