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SPECI-FI CATI ON 15 | MPROVED ACRYLONI TRI LE RECOVERY P
20 BACKGROUND OF THE | NVENTI ON
Freld of the Invention 25 The present invention is directed to
an i nproved process for the manufacture of acrylonitrile or
methacrylonitrile. .In particular, the present invention is directed to
t he i mprovenent in the recovery procedures utilized during the 30
manuf acture of acrylonitrile and nethacrylonitrile. Recovery of
acrylonitrile/ methacrylonitrile produced by t he ammoxi dati on of
propyl ene or isobutylene on a comrerci al scal e has been acconpli shed
by quemchi ng the reactor effluent with water foll owed by passing the
gaseous streamcontaining 35 acrylonitrile or nmethacrylonitrile resulting
fromthe quench to an absorber where water and the gases are contacted
I n 1

10

SPECIFICATION
15
IMPROVED ACRYLONITRILE RECOVERY PROCESS
20 .
BACKGROUND OF THE INVENTION
Field of the Invention
25

The present invention is directed to an improved process
for the manufacture of acrylonitrile or methacrylonitrile. 1In
particular, the present invention is directed to the
improvement in the recovery procedures utilized duringlthe

30 manufacture of acrylonitrile and methacrylonitrile.

Recovery of acrylonitrile/methacrylonitrile produced by
the ammoxidation of propylene or isobutylene on a commercial
scale has been accomplished by quenching the reactor effluent
with water followed by passing the gaseous stream containing

35 acrylonitrile or methacrylonitrile resulting from the quench
to an absorber where water and the gases are contacted in
counter-current flow to remove substantially all the

acrylonitrile or methacrylonitrile, the aqueous stream



tounter-current flow to remove substantially all the acrylonitrile or
met hacrylonitrile, the aqueous stream
2 containing substantially all the acrylonitrile or
met hacrylonitrile is then passed through a series of distillation
col ums and associ ated decanters for separation . and purification of
product -acrylonitrile or 5 nethacrylonitrile. Typi cal recovery
and purification systens that are used during the manufacture of
acrylonitrile or nmethacrylonitrile 2are disclosed in U'S. Patent Nos.
4,234,510 and 3, 885, 928, assigned to the assignee of the present
I nvent i on covtadibheg siPstantoapdyabrdl blier ateydondtrile or
SUVWWARY COF THE | NVENTI ON 15 It is the primary object of the
present | methacrnylonitriler dsi tthennpaspedvElirpugbess skeadeshefianuf act ure
of acrylonitrile or methacrylonitrile. It is another object
of the predigtillakionogoivmpsogndeassocigfeingecasierscdedr peparation
purification procedure for 20 wutilization during the manufacture of
acryl oni t ran@® pprification of product acrylonitrile or
5  methacrylonitrile.
Typical reéovery and purification systems that arelused
during the manufacture of acrylonitrile or methacrylonitrile
are disclosed in U.S. Patent Nos. 4,234,510 and 3,885,928,
assigned to the éssignee of the present invention and herein

10 incorporated by reference.

SUMMARY OF THE INVENTION

15 It is the primary object of the present invention to
provide an improved process for the manufacture of
acrylonitrile or methacrYlonitrile.

It is another object of the present invention to provide
an improved recovery and purification procedure for

20 utilization during the manufacture of acrylonitrile or
methacrylonitrile.

It is a further object of the present invention to
provide an improved process for the manufacture of
acrylonitrile or methacrylonitrile which reduces waste gas and

25 improves the product throughput, recovery efficiency and
product quality by reducing the amount of organic impurities

in the resultant final product.



‘met hacrylonitrile. It is a further object of the present

i nvention to provi de an inproved process for the manufacture of
acrylonitrile or methacrylonitrile which reduces waste gas and 25

i nproves the product -throughput, recovery efficiency and pr oduct
quality by reducing the anDunt of organic inpurities i n the resultant
final product. - 3 _
Addi ti onal objects, advantages and novel features of the i nvention
will be set forth in part in the descript3on which follows, and in
part, will becone apparent to those skilled in the art upon

exam nati on of Addd tfiginadwiakg et syayadimntzsgesdny nodel hfepturescofothehe
i nvention. The objects and advantages of the invention may be realized
and obt ai Ab¥epfippamdldf behset fonﬁ%stlrrurmiﬂalimféseamse@mtham which
particularly _pointed out in t_he appended cl ai ns o_achi eve
t he foregépﬁéoalﬁd gingednppagdi-s WHdd ikecome mmféetw Fhorﬁﬁes}saiﬂyséelaf

t he presegh |nvent|on as enbodi qggggﬁ$roadj descri bed herein, the
process ofPEhaTt UPOR: eXaMinahiqn i dP%Ynlaet garege: by
C oDt o, PR R 1 S IR, 0o 00l B P GE Ok 330U
the invention may be realized and obtained by means of the
instrumentalities and combinations particularly pointed out in
the appended claims. |
To achieve the foregoing and other objects and in
10 accordance with the purpose of the present invention as
embodied and broadly described herein, the process of the
present invention comprises transporting the réactor effluent
obtained during the ammoxidation of propylene or isobutylene
to a quench column wherein the hot effluent gases are cooled
15 by contact with an aqueous spray, the cooled reactor effluent
is then passed overhead to an absorber column wherein the
acrylonitrile or methacrylonitrile is absorbed in water, the
aqueous solution containing the acrylonitrile or
methacrylénitrile is then passed through a recovery
20 distillation column and stripper distillétion column to
recover the acrylonitrile or methacrylonitrile product wherein
the improvement comprises increasing the'recovery distillation
column top pressure by mechanical means by about 0.1 to S5 psi
to improve the hydraulic capacity of the recovery and stripper
- 25 columns. For example, typically the recovery column top
pressure in the recovery and purification section of an

acrylonitrile plant is designed to run at between about 1 to



‘15 by contact with an aqueous spray, the cool ed reactor ef f | uent is =7

t hen” passed overhead to an absorber columm wherein the acrylonitrile
or nethacrylonitrile is absorbed in water, the aqueous sol ution.
containing the acrylonitrile or met hacrylonitrile is then passed

t hrough a recovery 20 distillation colum and stripper distillation colum
to recover the acrylonitrile or nmethacrylonitrile product wherei-n

t he i nmprovenent conprises increasing the recovery distillation .col um
top pressure by mechanical nmeans by abou# 0.1 to 5 psi to inprove the

hydraul i c capacity of the recovery and stripper 25 colums. For exanple,
typi cal | y eiss rdwov dr sl umThepresenprevention inedizestedy tand

purification section of an acrylonitrile plant is designed to run at
bet ween aB@hanigally, for example by the addition of a pressure4valve,

| ess than 5 B I g., The present invention_igs directed t mechani ¢ y,

for exanpH&GReaHNG ?l?ﬂpcﬁr%FTHE%Sﬁﬁe Q%JQ%C°VerY Fﬂ&P@ﬁs?F&thé
pressure of the recovery col.u ove designed pressyre b en
b T to 5 SaSLipe GRS Y petvash fct otoeép@ﬁ+a| ?%jeg%ﬁéiwea-éa-ﬁgwﬁ_ 0
to 5. 0 psi ent invention

t he té’cé-\/ery ecs(ﬁ%ﬁ%fl&grlgéegé%ﬁ’?%&g Jrra n al n{é% gf en 5 to ,10

gsggi Op;e;eggf)'ﬂl q %@eefeém SnbQaifleRS! ¢ 58858554 mvea&%ﬁr rgshePei ng

recovery column top pressure is maintained at between 5 to
10 psig, preferably greater than 5 to 10 psig, especially
preferred being 5.5 to 7.5 psig. |
10 In a preferred embodiment of the present invention, the
process is performed with the reactor effluent obtained from
the ammoxidation of propylene, ammonia and oxygen to produce
acrylonitrile.
In a still preferred embodiment of the present invention,
15 the reactor effluent is obtained by the reaction of propylene,
ammonia and air in a fluid bed reactor while in contact with a
fluid bed catalyst.
Conventional fluid bed ammoxidation catalyst may be
utilized in the practice of the invention. For example, fluid
20 Dbed catalyst as described in U.S. Patent Nos. 3,642,930 and
5,093,299, herein incorporated by reference, may be utilized
in the practice of the present invention.
In conventional recovery and purification procedures for
the recovery of acrylonitrile or methacrylonitrile, it has
25 Dbeen found that jet flooding in the recovery and stripper
columns typically sets the maximum amount.of lean wafer which

can be circulated through the absorber, recovery and stripper



10

In a preferred embodi ment of the present invention, the

process is performed with the reactor effluent obtained from t he
anmoxi dati on of propyl ene, ammoni a and oxygen to produce

acrylonitrile. In a still preferred enbodi ment of the present
i nvention, 15 the reactor effluent is obtained by the reaction of
propyl ene, ammonia and air in a fluid bed reactor while-in cont act
with a fluid bed catal yst. Conventional fluid bed

ammoxi dati on catal yst nmay be utilized in the practice of the

i nventio

E fl 20 bed t al t be uU. Pat ent
e O e e okt 20 bede Ak by Sh e heserbed i U S fatent

utilized

conventi on

recodd 58" 6L 55001 b G RE CSENL,EDUEREIOR cosure, trold

ery fon- pf ce ures cé@ery of

acryl oni t rid & Qls P NAGL yi:l‘i’f’bﬁéhbﬁt 1&{: Qﬁ:?chzﬁe?e 7oba4RY B%%hﬂset f | oodi ng

In the recovery and stri

y sets "t he maxi 'mum anount

of lean valfdrahy CéuowmgafoPeaﬁl iﬁé‘i:é&@é ihrewhrhh@ al%sgreta‘artoxr ecovery

and stri pper col ums.
The prgsedpdrafeivn dnd! 1oWert 88s6pBERt bEA-ghst MBsses. rm@.\éerné and
stripper colums at increased pressure, thus I ncreasing the throughput
at whi ch jsfcdumhisigd dsguincreasinghthebylew! ofi tpef deann vatere&yon rtHde
rate of reactor
recovery and stripper columns to the absorber with the
surprising discovery that the total recovery procedure does
not lose any operating efficiency . The practice of the
10 invention allows for higher reaction production rates while
maintaining the minimum requirements as to the lean water to
product ratio (at ieast 11:1). The practice of the present
invention is very beneficial when utilized in combination with
a recovery and purification procedure which operates at a lean
15 water to product ratio of 12:1 to 11:1 in the absorber column.
DETAILED DESCRIPTION OF THE INVENTION
20 The present invention will now be described in detail.
The reactor effluent obtained by the ammoxidation of propylene
or isobutylene, ammonia and oxygen containing gas in a fluid
bed reactor while in contact with a fluid bed ammoxidation
catalyst is transported to a quench column wherein the hot
25 effluent gases are cooled by contact with water spray.

Typically, any excess ammonia contained in the effluent is

neutralized by contact with sulfuric acid in the quench to

[P S



‘5 operation and l'ower absorber-off-gas |osses. This is acconpl i shed-oy -
I ncreasing the flow of the | ean water fromthe recovery and stripper
colums to the absorber with the surprising discovery that the tota
recovery procedure does not | ose any operating efficiency . The

practice of the 10 invention allows for higher reaction production rates

whi | e mai ntai ning the mninmnumrequirenents as to the lean.-water-to
product ratio (at least 11:1). The practice of the present i nvention

is very beneficial when utilized in conigi nation with a recovery and
purification procedure which operates at a lean 15 water to product ratio

of 12:1 t G-chbvle i thd Nomdd$Ps DS S@h&ATum sulfate. The cooled EEFAILHR

DESCRI PTI ON OF THE | NVENTI ON 20 The present invention will now be
descri bed ¢gds drittdining tHdedeésheédrpebiithoeniacbiydonedrilet ke ammoxi dati on
of propyl ene or isobutylene, ammoni a and oxygen containing gas in a

fluid - mdidtharsodroi t mhl ¢ candh GON} ats bheh padbeddibéd &imepbioddiomomf
catalyst is transported to a quench colum wherein the hot 25 effluent
gases ar e ajpdhspiher ope henn vherein ckhe pprgducts argppbaprbedadpn aadeys
amoni a contained in the effluent is neutralized by contact with
sul furPc alieh entrrsidiecebumn from the top. The non-absorbed gases

pass from the absorber through a pipe located at the top of
the absorber. The aqueous stream containing the desired
product is then passed from the absorber bottom to the upper
portion of a first distillation column (recovery column) for

10 further product purification. Thé product recovered from the
upper portion of the recovery column is then sent to a second
distillation column for further purification and recovery of
product acrylonitrile or methacrylonitrile. The bottom stream
obtained from the recovery column is sent to a stripper

15 distillatién column to recover crude acetonitrile which is a
valuable coproduct.

In the practice of the present invention an automatic
ﬁressuré control valve is installed in the recovery column
overhead line to enable the top pressure of the recovery

20 column to be increased by about 0.1 to 5 psi above the design
top recovery column pressure. Typically, the recovery column
top pressure is between 1 to less than 5 psig, normally
between 4 to 4.5 psig. In the preferred practice of the
present invention, the recovery column top pressure is

25 operated at a constant pressure which may vary from 5 psig to
about 10 psig, preferably 5.5 to 7.5 psig. The improvement 6f

the present invention is applicable to separate recovery and



‘6 renove the amoni a as amoni um sul fate. The cool ed effl uent gas
containing the desired product (acrylonitrile or met hacrylonitrile and
HCN) is then passed into the bottom of an absorber col unmm wherein the
products are absorbed in water 5 which enters the colum -fromthe top. The
non- absor bed gases pass fromthe absorber through a pipe |ocated at
the top of t he absorber. The aqueous stream containing the desired
product is then passed fromthe absorber bottomto the upper’ portion
of a first distillation colum (recoveryy colum) for 10 further product
purification. The product recovered fromthe upper portion of the

recovery Gliiphdss E&%&%@éi&ﬂs%é?ﬁ@ﬂﬂ as stdtRELl kREbYRreYstFgiir

further purification and recovery o product acrylonitrile of

met hacry| e |desildies bebE OFh&t F8€8BVery oBbhairpeenitesnikher ecovery col um
Is sent to a stripper 15 distillation colum to recover crude acetonitrile

whi ch i s amethacmlorebt €iLoppooivtded that toweknhi/deapiadesi de dfidited. by
present invention an automatic pressure control valve is installed in
t he recoveret dilaodhing . Olkee hpressune contnabl valie ewplpyessmay &fe t he
recovery 20 colum to be increased by about 0.1 to 5 psi above the design
top rebovebtaigedgriporsany econypelavalvetmanugagturereol dtnmay bet op
pressure is between 1 toless than 5 psig, normally between 4 to 4.5
psig. |n Evtomaticakiy pateated @rihenuallypeentrplifgdention, the recovery
colum top pressure is 25.%Eerated qé a,constang;gressure whi ch mgy vary -
from5 psig t o Preferghly, 18h¢sppmoXtdatiaB| §8CE1PY #ScPRLIQImede In &
|nprovene@ié¥d bed reactor although other types of reactors such as
transport line reactors are envisioned. Fluid bed reactors,
10 for the manufacture of acrylonitrile are well known in the
prior art. For example, the reactor design set forth in U.S.
Patent No. 3,230,246, herein incorporated by reference, is
suitable.
Conditions for the ammoxidation reaction to occur are
15 also well known in the prior art as evidenced by U.S. Patent
Nos. 5,093,299; 4,863,891; 4,767,878 and 4,503,001; herein
incorporated by reference. Typically, the ammoxidation
process is performed by contacting prépylene or isobutylene in
the presence of ammonia and oxygen with a fluid bed catalyst
20 at an elevated temperature to produce the acrylonitrile or
methacrylonitrile. Any source of oxygen may be employed. For
economic reasons, however, it is preferred to use air. The
typical molar ratio of the oxygen to olefin in the feed should
range from 0.5:1 to 4:1, preferably from 1:1 to 3:1. The

25 molar ratio of ammonia to olefin in the feed in the reaction

may vary from between 0.5:1 to 5:1. There is really no upper



the present invention is applicable to separate recovery and

7 stripper tower designs as well as stacked recovery/stripper

tower designs for the recovery of acrylonitrile or met hacrylonitrile
provi ded that tower hydraulics is limted by jet flooding . The
pressure control valve enpl oyed may be 5 obtained fromany control valve
manuf acturer. It may be automatically actuated or nmanually contr.ol | ed.
Preferably, the ammoxi dation reaction igiperforned in a fluid bed
reactor although other types of reactors such as transport |ine

reactors are envisioned. Fluid bed reactors, 10 for the manufacture of
acryl oni t rliimgd tarfonethe kamwonia-ohefin rapioerbutt theve dsageneratliey no
reactor design set forth in U S. Pat ent No. 3,230,246, herein
i ncor por atzeRg9n rkg @xgred asratio efij babl for econonic ceagonisons for the
amoxi dation reaction to occur are (15 also well known in the prior art as
evi denced by UThe mgagkion is\garriedogubost a Bempsyature7ef brgwaen
o SO hes g ASPLESRDE R T ELBEE: PR pFBspssk Banges
SOULELCg e shon 8 BRGSELoEuploRrTRY BRRErRRAIRRIS B! kA gk
met hacryl Gid TddifeaAVe S04 CE1 Pho Y 955t "BY i PECETP! 2%C8enkRb11y in the
range of 0.1 to 56 seconds, with preference being to a contact
time of 1 to 15 seconds. |

In addition to the catalyst of U.S. Patent No. 3,642,930,

10 other catalysts suitable for the practice of the present
invention are set forth in U.S. Patent No. 5,093,299, herein
incorporated by reference.

The conditions under which the absorber column, recovery
column and stripper column are maintained range between 5 to

15 7 psig (80°F té 110°F), 1 to 4.5 psig (155°F to 170°F), and 7
to 13 psig (170°F to 210°F), respectively.

The improvement of the present invention is distinguished
over the prior art by operating the recovery column by
mechanical adjustment at a pressure which is above its normal

20 designed pressure during the practice of the ammoxidation
process for the manufacture of
acrylonitrile/methacrylonitrile. Conventional procedures
utilized a recovery column top pressure of less than 5 psig.
In the preferred practice of the present invention, the

25 recovery column top pressure is typically operated at a

pressure ranging from 5 to 10 psig, preferably between 5.5 to

7.0 psiqg.



‘econom ¢ reasons, however, it is preferred to use air. The typical .o.l. .

nolar,  ratio of the oxygen to olefin in the feed should range from
0.5:1 to 4:1, preferably from1l:1 to 3:1. The 25 nolar ratio of anmonia
to olefinin the feed in the reaction may vary from between 0.5:1 to
5:1. There is really no upper

8 limt for the anmonia-olefin ratio, but there is generally no

reason to exceed a ratio of 5:1 for econom c reasons. The
reaction is carried out at a tenperatureqof between t he ranges of
about 260[err] to 600[err]C, but the pre?erred ranges 5 being 310[err] to

500[err] C, especrally preferred bein%=350[err£1tq 480[ err] C The
contact tine, aPPHBGéHOHonbFPﬁ<£%9°|%¥%y§ﬂg' Yrificgtion progesgcChs the
to 50 seconds, with preference being.to cont.act tinme of 1.to 15
seconds.  Present ingenuion gespthndm fhe pRiHtte Jafiieye Biok
3,642,930,,,10 oth cataly rtable far .the nracti .t he_ present

I nvention SPEOEE%IP ﬁ%r t ﬁttle %.5%.0 a ?rgﬁe ﬁ&aﬁ%%dﬁ&a@%ﬁg aﬁ)y

'n . _ i ich the.
| hcorpora %ﬁﬂ%l&gtgbﬁgc%o the re covep?;' g%?”gil%ﬁ%%ﬁ% etc%la i‘Ett%éclﬂrlle q

absor ber c , recovery um tripper c
range t o] ' F.t )4, ; i
(037 o) PRfRoTsbrebzal SaarACiacs, oo Ml inded et g nly

(rj _eSItO_eC_t i Yeiﬁﬁgults in an ThexpeRitede Thproveridtt ATEIHY prodiktoh i fates
- IHQUISbEt achieves this improvement without increasing the size of
the towers utilized in the recovefy and purification sectioq.
In addition, the attendant increase in production rates does
10 not come with any observed deterioration in the performance of
the absorber column during the recovery or the acrylonitrile
or methacrylonitrile. The present invention results in
.improved efficiency of operation, improved throughput,
increased productivity without the necessity of expenditure of
15 capital.
As will be evident to those skilled in the art, wvarious
modifications of this invention can be made or followed in
light of the foregoing disclosure and discussion without

departing from the spirit and scope of the disclosure or from

20 the scope of the claims.



‘over the prior'art by operating the recovery colum by mechani cale ..
adj ustnent at a pressure which is above its normal 20 designed pressure

during the practice of the ammoxidation process for t re of
acrylonitrile/methacrylonitrile. Conventional procedures utilized a
recovery colum top pressure of |ess than 5 psi g'e\ mm‘““g\‘ ﬂ‘ﬂ[ed
practice of the present invention, the 25 recov rJ“NM ure i s
typically operated at a pressure ranging fromb5 TO‘lOLpsrg, preferably
between 5.5 to 7.0 psig. :

9 OQperation of the recovery anﬂopurification process of the
present invention results in the ability to achieve high t hr oughput
rates through tWbatedst sLajmesods maki ng any nodi fi cations to the

recovery and purification systemwhich 5 involve capital, expenditures.
The present i nvénti o RECCERPy TOT TheoTeiererny AT MRBHEREFS Hordvenent in

the i re oreChactiiinisrans arERinB Hrol dna et ar it S TeR T "
0 ot cort™ietReRkIbh, B8t Brs PRI SR A UG Pl EFnd e

absor bey CBEEE@nSUEhggrEQ%tB%C@f%iﬁe%& e | dddber column and

recovery column and stripper column wherein the improvement
comprises increasing the recovery column top pressure by
mechanical means by about 0.1 to 5 psi to improve the
hydraulic capacity of the recovery and stripper columns.

10 2. The process of claim 1 wherein the reactor effluent
is obtained from the reaction of propylene, ammonia and an
oxygen containing gas in a fluid bed reactor which is in
contact with a fluid bed ammoxidation cataiyst.

3. The process of claim 1 wherein the reactor effluent

15 1is obtained from the reaction of isobutylene, ammonia and an
oxygen containing gas in a fluid bed reactor while in contact
with a fluid bed ammoxidation catalyst.

4, The process of claim 1 wherein the recovery column
is maintained at a top pressure of between about 5 to about

20 10 psig.

5. The process of claim 1 wherein the recovery column
top pressure is maintained between about 5.5 to about7.0 psig.

6. The proéess of claim 1 wherein the recovery column
top pressure is increased by between about 0.25 to about

25 5 psi.

7. The process of claim 1 wherein the recovery column

top pressure is increased by between about 0.5 to about 5 psi.



‘or nethacrylonitrile. The present invention results in i mproved

efficiency of operation, inproved throughput, i ncreased productivity
w t hout the necessity of expenditure of 15 capital As will be
evident to those skilled in the art, various nodi fications of this

i nvention can be made or followed in | i ght of | tummum MHIHI osure
and di scussi on w t hout departing fromthe spiri . el [} ik e
di scl osure or from 20 the scope of the clains. f ¢ s

10 What is claimed is: 1. A pfocess for the recovery
of acrylonitrile or met hacryl oni t il e obtai ned fromthe reactor
ef fl uent of an ammoxi dation reaction of propylene or isobutylene

conprising 5 Bassi Ajet pErocesst f el@igerk whaksigh the e TeFY ceplumnand
recovery colum and stripper col umm, wherei.n t he i nprovenent conpri ses
i ncr easi ngtPRePFEESVERy 180 AR SBFF D P NFteafp aboutelidntR APeebne Byi-
about 0.1 to 5 psi to inprove the hydraul i ¢ capacity of the recovery
and stripper colums. 10 2. The process of claim1l wherein the
reactor effl uent is obtained fromthe reaction of propyl ene, ammonia
and an oxygen containing gas in a fluid bed reactor which is in
contact with a fluid bed ammoxi dation catal yst.



‘3. The process of claim1l wherein the reactor effluent 15 is obtained
fromthe reaction of isobutylene, anmmobnia and an oxygen cont ai ni ng gas
ina fluid bed reactor while in contact with a fluid bed amoxi dati on
catal yst. : 4. The process of claim1l wherein the recovery col umm
is maintained at a top pressure of between about 5 to about 20 10 psig.

5. The process of claim1l wherein the recovery colum top pressure is
mai nt ai ned between about 5.5 to about7.0 psig. 6. The process of
claim1l wherein the recovery colum top pressure is increased by

bet ween about 0.25 to about 25 5 psi. 12 7.  The process of claim
1 wherein the recovery colum top:prﬁfsure iS increased by between
about 0.5 to about 5 psi. Abstract of the Disclosure 11

8. The process of claim1l wherein the recovery colunm top pressure is
‘increased by between aBMRROVED ACRYLONITRILE RECOVERY PROCESS

A process for the recovery of acrylonitrile or

methacrylonitrile obtained from the reactor effluent of an‘
ammoxidation reaction of propylene or isobutylene comprising.
passing the reactor effluent through an absorber column and
recovery column and stripper column wherein the improvement
comprises increasing'the recovery column top préssure by
mechanical means by about 0.25 to 5 psi to improve the

hydraulic capacity of the recovery and stripper columns.
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