
0044 135 Process for production of oxidation-resistant hydrocarbon oil
composition, and oxidation-resistant composition made thereby The present
invention relates to a process for the production of an oxidation-resistant
hydrocarbon oil composition and to an oxidation-resistant comosition
directly obtained thereby. It is a common requirement that hydrocarbon oil
compositions should be stable, particularly to oxidation, and more
particularly if their intended use extends over a relatively long period of
time before 5 they are discarded. If such intended use includes exposure to
conditions which tend to promote the formation of undesirable by-products
due to oxidation, there would clearly be advantages in employing for such
use a hydrocarbon oil composition which has a high resistance to oxidation.
It is known that the stability of hydrocarbon oils, particularly with
regard to oxidation, is improved by catalyzed hydrogen-refining under
conditions which are sufficiently severe to remove those sulfur 10 and
oxygen moieties which tend to promote oxidative degradation of the
hydrocarbon oils, but not so severe that other desirable characteristics
are impaired. Catalyzed hydrogen-refining is well-known under the name
"hydrofining" and will be herein referred to from time-to-time, as
hydrofining for brevity. Hydrofining is usually effected under such
conditions that the sulfur content of the hydrofined hydrocarbon oil is
reduced to a value in the range of from 0.1 to 0.3 wt.% which heretofore
has been accepted as providing optimum oxidation stability. The process of
the invention is based on the discovery that greater oxidation stability
can be realised than hitherto by subjecting a hydrocarbon oil basestock to
hydrofining under more severe 20 conditions than previously practiced, and
blending with the thus severely hydrofined basestock a hydrocarbon fraction
which is relatively rich in aromatic compounds and sulfur and which has
been subjected to very mild and selective hydrofining conditions. According
to the present invention, there is provided a process for producing a
hydrocarbon oil composition of high resistance to oxidation comprising the
steps of: 25 (a) subjecting a hydrocarbon oil basestock boiling in the lube
oil temperature range to a catalytic hydrogen-refining treatment at a
temperature in the range of from 300 to 3600C and at a partial pressure of
hydrogen in the range of from 20 to 50 bars to produce a refined basestock
having a sulfur content not exceeding 0.10 wt.%; 30 (b) subjecting a
hydrocarbon fraction boiling in the lube oil temperature range and having
an aniline point not exceeding [err]C and a sulfur content of at least 2.0
wt% to a catalytic hydrogen-refining treatment at a temperature in the
range of from 220 to 3000C and a partial pressure of hydrogen in the range
of from 20 to 50 bars to produce a refined fraction having a sulfur content
of at least 1.0 wt.%; and 35 (c) forming a blend comprising 85 to 99.9 wt.%
of the said refined basestock and 15 to 0.1 wt.% of said refined fraction.
Preferably, the hydrogen partial pressure in step (a) is in the range of
from 30 to 40 bars, and the catalytic hydrogen-refining treatment of step
(a) may be performed at a LHSV in the range of from 0.3 40 to [err],
preferably in the range of from 0.5 to 1.0 h-'. Step (a) is preferably so
effected as to produce a refined basestock having a sulfur content not
exceeding 0.05 wt.%. Preferably, the hydrocarbon oil basestock has a
specific gravity at 1 50C not exceeding 0.900, and preferably an aniline
point of at least [err] 45     The hydrocarbon oil basestock may be a
raffinate obtained by solvent extraction of aromatics from a lube
feedstock. The hydrogen partial pressure in step (b) is preferably in the
range of from 30 to 40 bars, and preferably the temperature in step (b) is
in the range of from [err] The hydrocarbon fraction may have an aniline
point not exceeding 350C before the catalytic 50 hydrogen-refining step.
The refined fraction produced by step (b) preferably has a sulfur content
of at least 2.0 wt.%. Preferably, the hydrocarbon fraction has a sulfur
content of at least 3.5 wt.% before step (b) is effected. Step (b) is
preferably performed at a LHSV (h') in the range of from 0.3 to 2.0 h-',
more 55 preferably in the range of from [err] The catalyst employed in step
(a) and step (b) may comprise a Group VI metal component and a non-noble
Group VIII metal component. Suitable catalysts comprise supported Co and
Mo; Ni and Mo; 



and Ni and W. For most situations, the preferred catalyst is supported Ni
and Mo. Excellent products are obtained when the hydrofuran fraction is an
aromatics-rich hydrocarbon 60 fraction obtained by thermal cracking (e.g.
steam cracking) or catalytic cracking of a heavy hydrocarbon feedstock. The
stable hydrocarbon oil compositions obtained by the process of the
invention are particularly, 2    0 044 135 but by no means exclusively,
suitable for use as dielectric oils (e.g. in transformers) and as turbine
oils, inter alia. The invention will now be further described with
reference to some non-limitative examples thereof. Example 1 (for
comparison) A distillate lube fraction basestock L derived from a
naphthenic crude oil was subjected to a solvent extraction operation to
reduce its content of aromatic compounds, sulfur and nitrogen, all of which
tend to reduce the stability of the fraction when exposed to
oxygen-containing gas (e.g. air) in 10 transformers and turbines. The
distillate lube basestock and the raffinate basestock A obtained therefrom
after solvent extraction had the following characteristics. Lube basestock
L      Raffinate basestock A 15 Refractive index [err]              1.484
1.462 Specific gravity [err]           0.897                   0.864 Sulfur
(wt.%)                       1.35                    0.57 Basic nitrogen
(ppm)                140                     54 20        Aromatic carbon,
[err]        -                       9.8 The raffinate basestock was
hydrofined under conditions which are more severe than those commonly used
to improve stability and other properties. The main features of the
hydrofining step were as shown in Table 1: 25 TABLE I Catalyst
Supported Ni and Mo (catalyst X) LHSV [err]
0.7 [err]pressure (bars)                              35 30
[err]ratio (vol/vol.)                         100 Temperature [err]
320 The hydrofined basestock B had the following main characteristics: 35
Aromatic carbon, % (by IR)                      9.6 Sulfur wt.%
0.05 The hydrofined basestock B was found to  have very poor oxidation
stability in a severe oxidation test, viz: 40 Baader test characteristic
Hydrofined B     VDE* Specification maximum Saponification No. (mg.KOH/g)
9.6                           .0.6 Sludge (wt.%)
0.42                    0.05 45     Tan Aat [err]
80                      1 8 VDE=Verbindung Deutsche Elektrotechnische, DIN
0370 Example 2 50     An aromatic hydrocarbon fraction C is obtained during
a fluidized catalytic cracking operation. The fraction C is subjected to a
mild hydrofining treatment at a relatively low temperature which produces a
hydrofinate C'. The hydrofining conditions and the main characteristics of
C and C' are given in Table II. TABLE II 55                 Characteristics
C             C' Refractive index at [err]                   1.587
1.572 Specific gravity at [err]                  1.007         0.989
Aniline point, [err]                          33            32 



50           Viscosity at 400C (cS)                      15.6          13.3
Sulfur, wt.%                               3.5           2.4 Nitrogen (ppm)
810           740 65 3    0044 135 TABLE II (contd.) _ Hydrofining
conditions Catalyst                             Supported Ni-Mo 5
LHSV [err]                                0.7 H2 Pressure (bars)
30 [err]/Oil ratio (vol./vol.)                  100 Temperature [err]
240 10     The hydrofinate C' was added at a number of different
proportions to the hydrofinate B of Example 1 and the resulting
compositions were examined for oxidation stability using the Baader test.
The results appear in Table Ill: TABLE III 15
Composition (wt.%) B              100          98             96
94           92 C'            0             2              4             6
8 Sulfur        0.05          0.10           0.14          0.18
0.23 20 VDE Specs. Baader test                        (maximum)
Saponification No. 9.6     5.2      3.1      .1.3      0.25         0.6 25
Sludge, wt.%      0.42     0.23     0.15      0.06     0.02         0.05
Tan A at 90C (%)  80       22       13        5.5      3            18 It
is apparent from Table III that the addition of hydrofinate C' to
hydrofinate B produced a composition of high oxidation stability which,
within the limits shown in Table Ill, increased with an 30 increased
concentration of hydrofinate C'. Example 3 An aromatic hydrocarbon fraction
D is obtained by distillation of a steam cracker tar. The fraction D is
subjected to a mild hydrofining treatment at a relatively low temperature,
and a hydrofinate D' is 35 recovered. The principal characteristics of D
and D' are given in Table IV, and the hydrofining conditions are the same
as in Table Ill. TABLE IV Characteristics                        D
D' .40 Refractive index at [err]                : 1.631        1.615
Specific gravity at [err]                 1.060        1.051 Aniline point
[err]                        14           9 Viscosity at [err]
8.7           7.4 45            Sulfur, wt.%
5.0           4.0 Nitrogen (ppm)                            820
750 The hydrofinate D' was added at a number of different proportions to
the hydrofinate B of Example 1 and the resulting compositions were tested
for oxidation stability by the Baader test. The 50 results are given in
Table V. TABLE V Composition, wt.% 55        B            100           98
96            94            92 D'           0             2             4
6             8 Sulfur       0.05          0.12          0.21          0.28
0.37 60
VDE Spec. Baader test                        (maximum) Saponification No.
9.6       4.2       1.06     0.15     0.10         0.6 



Sludge (wt.%)        0.42      0.20     0.07      0.01     0.01
0.05 65    Tan A at 90C %)       80       35        6.7      1.5       1.6
18 4    0 044 135 These results are similar to, but somewhat better than,
the excellent results apparent from the data in Example 2. Example 4 5
The raffinate basestock A of Example 1 was hydrofined under the same severe
conditions of Table I except that a more efficient catalyst of supported
Ni-Mo (catalyst Y) was employed. The resulting hydrofinate E had the
following main characteristics: Aromatic carbon, % (by IR)              9.4
10                      Sulfur, wt.%                             0.03 The
hydrofinates C' (Example 2) and D' (Example 3) were separately added to
hydrofinate E in different proportions to form different hydrocarbon
compositions whose oxidation stability was again evaluated by the Baader
test. The results are given in Tables VI and VII. 15 TABLE VI Composition,
wt.% E             100          98            96            94
92 20        C'            0             2             4             6
8 Sulfur       0.03          0.08          0.12          0.17          0.22
VDE Spec. Baader test                       (maximum) 25 Saponification No.
8.8      4.8      0.17      0.12     0.06         0.6 Sludge, wt.%
0.44     0.12     0.01     0.01      0.01         0.05 Tan A at 90C (%)
80       21       5.8       1.8      1.7          18 30
TABLE VII Composition, wt.% E             100          98            96
94            92 [err]           0             2             4
6             8 35        Sulfur        0.03         0.10          0.18
0.27          0.35 VDE Spec. Baader test                       (maximum) 40
Sap. No. (mg.KOH/g)    8.8     3.7       0.8      0.05     0.10         0.6
Sludge, wt.%          0.44     0.11     0.06     0.01      0.02
0.05 Tan Aat [err] %        80       18       3.8      0.9       1.4
18 45     The impressive results of Tables VI and VII once again
demonstrate the ability of the process of the invention to produce mineral
oil compositions of outstanding high quality. Example 5 (comparative) The
raffinate basestock A of Example 1 was hydrofined alone and with various
proportions of the 50 aromatic hydrocarbon fraction C in one hydrofining
stage employing catalyst X (Table I) over a range of hydrofining
temperatures (and hence severities) in the range of from [er] so as to
derive hydrofinate products having sulfur contents of 0.12 to 0.38 wt.%.
The hydrofinate products were evaluated for stability by the Baader Test,
and the best result obtained was: Saponification-No.                0.5 mg
KOH/g Sludge                            0.02 wt.% Tan A at [err]
17% 60     This best result is only just within the maximum values of the
VDE specification and is markedly inferior to compositions obtained by the
process of the invention. Example 6 A paraffinic distillate I is hydrofined
under severe conditions employing the Ni-Mo catalyst X, the 65 conditions
comprising: 5  



0044 135 LHSV                               [err]                    ) H2
pressure              .         35 bars [err]/Oil vol. ratio
100 Temperature                        [err] 5 The resulting hydrofinate J
had an aromatic carbon content (by infra-red) of 25% and a sulfur content
of 0.05 wt.%. The hydrofinate J alone was evaluated for oxidation stability
and also in a blend of 94 wt.% J+6 wt.% C'. The evaluation was by the
Baader test, and the results were as follows: 10 100%J
94%J+6%C' Saponification No. (mg. KOH/g)            3.1
0.17 Sludge (wt.%)                             0.02                   0.01
Tan A at [err]                         13                     2.5 15
The foregoing data again demonstrate the benefits realised by the
application of the process of the invention. Claims 20     1. A process for
producing a hydrocarbon oil composition of high resistance to oxidation
comprising the steps of: (a) subjecting a hydrocarbon oil basestock boiling
in the lube oil temperature range to a catalytic hydrogen-refining
treatment at a temperature in the range of from [err] and at a partial 25
pressure of hydrogen in the range of from 20 to 50 bars to produce a
refined basestock having a sulfur content not exceeding 0.10 wt.%; (b)
subjecting a hydrocarbon fraction boiling in the lube oil temperature range
and having an aniline point not exceeding [err] and a sulfur content of at
least 2.0 wt.% to a catalytic hydrogen-refining treatment at a temperature
in the range of from  [err] and a partial pressure of hydrogen 30    in the
range of from 20 to 50 bars to produce a refined fraction having a sulfur
content of at least 1.0 wt.%; and (c} forming a blend comprising 85 to 99.9
wt.% of the said refined basestock and 15 to 0.1 wt.% of said refined
fraction. 35     2. A process according to claim 1 in which the hydrogen
partial pressure in step (a) is in the range of from 30 to 40 bars. 3. A
process according to claim 1 or claim 2 in which step (a) is so effected as
to produce a refined basestock having a sulfur content not exceeding 0.05
wt.%. 4. A process according to any one of claims 1 to 3 in which the
hydrocarbon oil basestock has a 40 specific gravity of [err not exceeding
0.900. 5. A process according to any one of claims 1 to 4 in which the
hydrocarbon oil basestock has an aniline point exceeding [err]
- - 6. A process according to any one of claims 1 to 5 in which the
hydrocarbon oil basestock is a raffinate obtained by solvent extraction of
aromatics from a lube feedstock. 45     7. A process according to any one
of claims 1 to 6 in which the hydrogen partial pressure in step (b) is in
the range of from 30 to 40 bars. 8. A process according to any one of
claims 1 to 7 in which the temperature in step (b) is in the range of from
[err] 9. A process according to any one of claims 1 to 8 in which the
hydrocarbon fraction has an 50 aniline point not exceeding [err] before the
catalytic hydrogen-refining step. 10. A process according to any one of
claims 1 to 9 in which the refined fraction produced by step (b) has a
sulfur content of at least 2.0 wt.%. 11. A process according to any one of
claims 1 to 10 in which the hydrocarbon fraction has a sulfur content of at
least 3.5 wt.% before step (b) is effected. 55     12. A process according
to any one of claims 1 to 11 in which the hydrocarbon fraction is an
aromatics-rich hydrocarbon fraction obtained by thermal or catalytic
cracking of a heavy hydrocarbon feedstock. Patentanspruche 60 



1. Verfahen zur Herstellung einer Kohlenwasserstoffblzusammensetzung mit
hoher Oxidations- bestandigkeit. dadurch gekennzeichnet daB a) ein im
Schmierbltemperaturbereich siedendes Ausgangskohlenwasserstoffol einer
katalytischen 65     Wasserstoff-Raffinationsbehandlung bei einer
Temperatur im Bereich von 300 bis 360'C und 6    0044 135 LHSV
[err]                (16 H2 pressure              .         35 bars
[err]/Oil vol. ratio                  100 Temperature
3500C 5 The resulting hydrofinate J had an aromatic carbon content (by
infra-red) of 25% and a sulfur content of 0.05 wt.%. The hydrofinate J
alone was evaluated for oxidation stability and also in a blend of 94 wt.%
J+6 wt.% C'. The evaluation was by the Baader test, and the results were as
follows: 10                                                 100%J
94%J+6%C' Saponification No. (mg. KOH/g)            3.1
0.17 Sludge (wt.%)                             0.02                   0.01
Tan A at [err]                          13                     2.5 15
The foregoing data again demonstrate the benefits realised by the
application of the process of the invention. Claims 20     1. A process for
producing a hydrocarbon oil composition of high resistance to oxidation
comprising the steps of: (a) subjecting a hydrocarbon oil basestock boiling
in the lube oil temperature range to a catalytic hydrogen-refining
treatment at a temperature in the range of from 300 to 3600C and at a
partial 25     pressure of hydrogen in the range of from 20 to 50 bars to
produce a refined basestock having a sulfur content not exceeding 0.10
wt.%; (b) subjecting a hydrocarbon fraction boiling in the lube oil
temperature. range and having an aniline point not exceeding [err] and a
sulfur content of at least 2.0 wt.% to a catalytic hydrogen-refining
treatment at a temperature in the range of from [err] and a partial
pressure of hydrogen 30    in the range of from 20 to 50 bars to produce a
refined fraction having a sulfur content of at least 1.0 wt.%; and (c)
forming a blend comprising 85 to 99.9 wt.% of the said refined basestock
and 15 to 0.1 wt.% of said refined fraction. 35     2. A process according
to claim 1 in which the hydrogen partial pressure in step (a) is in the
range of from 30 to 40 bars. 3. A process according to claim 1 or claim 2
in which step (a) is so effected as to produce a refined basestock having a
sulfur content not exceeding 0.05 wt.%. 4. A process according to any one
of claims 1 to 3 in which the hydrocarbon oil basestock has a 40 specific
gravity of [err] not exceeding 0.900. 5. A process according to any one of
claims 1 to 4 in which the hydrocarbon oil basestock has an aniline point
exceeding [err] 6. A process according to any one of claims 1 to 5 in which
the hydrocarbon oil basestock is a raffinate obtained by solvent extraction
of aromatics from a lube feedstock. 45     7. A process according to any
one of claims I to 6 in which the hydrogen partial pressure in step (b) is
in the range of from 30 to 40 bars. 8. A process according to any one of
claims 1 to 7 in which the temperature in step (b) is in the range of from
240 to 2800C. 9. A process according to any one of claims 1 to 8 in which
the hydrocarbon fraction has an 50 aniline point not exceeding [err] before
the catalytic hydrogen-refining step. 10. A process according to any one of
claims 1 to 9 in which the refined fraction produced by step (b) has a
sulfur content of at least 2.0 wt.%. 1 1. A process according to any one of
claims 1 to 10 in which the hydrocarbon fraction has a sulfur content of at
least 3.5 wt.% before step (b) is effected. 



55     12. A process according to any one of claims 1 to 11 in which the
hydrocarbon fraction is an aromatics-rich hydrocarbon fraction obtained by
thermal or catalytic cracking of a heavy hydrocarbon feedstock.
Patentanspruche 60 1. Verfahen zur Herstellung einer
Kohlenwasserstoffblzusammensetzung mit hoher Oxidations- bestandigkeit,
dadurch gekennzeichnet daB a) ein im Schmierotemperaturbereich siedendes
Ausgangskohlenwasserstoffol einer katalytischen 65
Wasserstoff-Raffinationsbehandlung bei einer Temperatur im Bereich von 300
bis 3601C und 6    0044 135 einem Wasserstoffpartialdruck im Bereich von 20
bis 50 bar unterworfen wird, um ein raffiniertes Produkt mit einem
Schwefelgehalt von nicht mehr als 0,10 Gew.% herzustellen. b) eine im
Schmieroltemperaturbereich siedende Kohlenwasserstofflraktion mit einem
Anilinpunkt von nicht rrmehr als 600C und einem Schwefelgehalt von
mindestens 2,0 Gew.% einer katalytischen 5
Wasserstoff-Raffinationsbehandlung bei einer Temperafur itn Bereich von 220
bis 3000C und einem Wasserstoffpartialdruck im Bereich von 20 bis 50 bar
unterworfen wird, um eine raffinierte Fraktion mit einem Schwefelgehalt von
mindestens 1,0 Gew.% herzustellen, und c) eine Mischung aus 85 bis 99,9
Gew.% des raffinierten Ausgangs6ls und 15 bis 0,1 Gew.% der raffinierten
Fraktion hergestellt wird. 70 2. Verfahren nach Anspruch 1, dadurch
gekennzeichnet, daB der Wasserstoffpartialdruck in Stufe a) im Bereich von
30 bis 40 bar liegt. 3. Verfahren nach Anspruch 1 oder 2, dadurch
gekennzeichnet, daB Stufe a) so durchgefuhrt wird, daB ein raffiniertes
Ausgangs6l mit einem Schwefelgehalt von nicht mehr als 0,05 Gew.%
hergestelilt 5 wird. 4. Verfahren nach einem der Anspruche 1 bis 3. dadurch
gekennzeichnet, dal das Ausgangs- kohlenwasserstoffol ein spezifisches
Gewicht bei 1 5C von nicht mehr als 0,900 besitzt. 5. Verfahren nach einem
der AnsprOche 1 bis 4, dadurch gekennzeichnet, dal das Ausgangs-
kohlenwasserstoff6l einen Anilinpunkt von Ober 600C besitzt. 20     6.
Verfahren nach einem der Anspruche 1 bis 5, dadurch gekennzeichnet, daB das
Ausgangs- kohlenwasserstoffol ein Raffinat ist, das durch
Losungsmittelextraktion von Aromaten aus einem Schmier6leinsatzprodukt
erhalten worden ist.. 7. Verfahren nach einem der Anspruche 1 bis 6,
dadurch gekennzeichnet, dam der Wasserstoff- partialdruck in Stufe b) im
Bereich von 30 bis 40 bar liegt. 25     S. Verfahren nach einem der
Ansprilche 1 bis 7, dadurch gekennzeichnet, dal die Temperatur in Stufe b)
im Bereich von 240 bis 2800C liegt. 9. Verfahren nach einem der Anspruche 1
bis 8, dadurch gekennzeichnet, dam die Kohlenwasser- stofffraktion vor der
katalytischen Wasserstoff-Raffinationsbehandlung einen Anilinpunkt von
nicht mehr als 35C besitzt. 30     10. Verfahren nach einem der Anspruche 1
bis 9, dadurch gekennzeichnet, daB die in Stufe b) hergestellte raffinierte
Fraktion einen Schwefelgehalt von mindestens 2 Gew.% besitzt. 11. Verfahren
nach einem der Anspr~che 1 bis 10. dadurch gekennzeichnet, daB die Kohlen-
wasserstofffraktion vor Durchfuhrung der Stufe b) einen Schwefelgehalt von
mindestens 3,5 Gew.% besitzt. 35     12. Verfahren nach einem der AnsprOche
1 bis 11, dadurch gekennzeichnet, dam die Kohlen- wasserstofffraktion eine
aromatenreiche Kohlenwasserstofffraktion ist, die durch thermisches oder
katalytisches Cracken eines schweren Kohlenwasserstoffeinsatzproduktes
erhalten worden ist. Revendications 40 1. Proced6 de fabrication d'une
composition d'huile hydrocarbon6e poss6dant une resistance elev6e A
i'oxydation caract6ris6 en ce qu'il comprend les etapes: a) d'exposition
d'une huile de base hydrocarbon6e bouillant dans l'intervalle de
temperatures des huiles 45    lubrifiantes, a un traitement de raffinage
catalytique par I'hydrogene a une temperature s'6chelonnant de 300 A 3600C
et sous une pression partielle d'hydrogene comprise entre 20 et 



50 bars (2000 A 5000 KPa) pour obtenir un produit de base raffin6 possedant
une teneur en soufre n'excedant pas 0,10% en poids; b) d-exposition d'une
fraction hydrocarbonee bouillant dans l'intervalle de temperatures des
huiles 50    lubrifiantes et possedant un point d'aniline n'exc6dant pas
60C et une teneur en soufre d-au moins 2% en poids A un traitement de
raffinage catalytique par I'hydrogene a une ternperature s'6chelonnant
entre 220 a 300C et sous une pression partielle d'hydrogene comprise entre
20 et 50 bars pour produire une fraction raffin6e ayant une teneur en
soufre d'au moins 1% en poids et cl de formation d-un melange compose de 85
a 99,9% en poids dudit produit de base raffin6 et de 15 a 0,1% en poids de
ladite fraction raffinee. 2. Proc6de selon la revendication 1, caracteris6
en ce que la pression partielle d'hydrogene dans l etape (a) se situe entre
30 et 40 bars. 3. Proced6 selon la revendication 1 ou 2, caracteris6 en ce
qu'on realise l'etape (a) de maniere A 60 obtenir un produit de base
raffine ayant une teneur en soufre n-exc6dant pas 0,05% en poids. 4.
Proced6 selon l'une quelconque des revendications 1 a 3. caract6ris6 en ce
que I'huile de base hydrocarbonee a une densite A 1 5C n'excedant pas
0,900. 5. Procede selon lIune quelconque des revendications 1 a 4,
caracteris6 en ce que I'huile de base hydrocarbonee a un point d'aniline
n'excedant pas 60C. 65     6. Procede selon lune quelconque des
revendications 1 A 5. caracterise en ce que l'huile de base 7 * C  L   1
0s044 135 hydrocarbonee est une raffinat obtenu par extraction aux solvants
des aromatiques d'une charge de lubrifiant. 7. Procede selon l'une
quelconque des revendications de 1 a 6, caracterise en ce que la pression
partielle d'hydrogene dans I'6tape b) se situe entre 30 et 40 bars. 5
8. Procede selon l'une c,6btconque des revendications 1 a 7, catactkris6 en
ce que la temperature dans l'etape b) est comprise entre 240 et 280C. 9.
Procede selon l'une. quelconque des revendications 1 A 8, caracterise en ce
que la fraction hydrocarbon6e a un point d'aniline n'exc6dant pas 35C avant
l'etape de raffinage catalytique par I'hydrogqne. 10      10. Procede selon
lIune quelconque des reyendications 1 A 9. caracterise en ce que la
fraction raffinee produite dans l'etape b) possede une teneur en soufre
d'au moins 2% en poids. 1 1. Procede selon lIune quelconque des
revendications 1 A 10, caracterise en ce que la fraction hydrocarbonee
possede une teneur en soufre d'au moins 3,5% en poids avant d'effectuer
I'etape b). 12. Procede selon lIune quelconque des revendications 1 a 11,
caracterise en ce que la fraction 15 hydrocarbon6e est une fraction
hydrocarbon6e riche en aromatiques obtenue par un craquage thermique ou
catalytique d'une charge hydrocarbon6e lourde. 20 25 30 35 40 45 50 55 60
65 8 ,    


