2 Septenmber 2005 1 SPECI FI CATI ON PROCESS FOR PRODUCI NG PROPYLENE OXI DE 5
TECHNI CAL FI ELD The present invention relates to a process for producing
propyl ene oxide. Mdre particularly, the present invention relates to a
process for producing propyl ene oxi de, which converts propyParempe2905
propyl ene oxi de using cumene 10 hydroperoxi®le as an oxygen carrier, and
further, can be conducted wunder high yield. BACKGROUND ART Aprocess in

whi ch propyl ene is oxidized using ethylbenzene 15 hydroperoxide as an
oxygen carrier to give propyl ene oxi PEQIFICATIGNe, iSs known as Hal con
process. Further, when cunene hydroperoxide is used, cunyl alcohol

together with propylene oxide is produced. Cunyl alcohol is converted into

a -net hyl styrene by dehydroaenation, or after cunyl alcohol is 20
converted into cunene byPR$ F§§eﬁ9§iSRPQQQiﬂﬁaRéB%WﬁﬁNEm@%IBQ by

converting into cunmene hydroperoxi de again by oxidation. Though a concept
of a process in which only propylene oxide 1is produced using cunene

repeat edl g, i A L. Czechosl ovak Patent No. CS 140, 743, the
process désc#&ggg@i;ﬁggg%gg%tent does 25 not contain precise descriptions

concer ni ng necessarh SRS et ¢8R en®icdelE 29 +858P, EFB%'C%%Q ggrsibfgducing
andhydr ogenol ysi s step.
propylene oxide. More particularly, the present invention

relates to a process for producing propylene oxide, which
converts propylene into propylene oxide using cuﬁene |
10 hydroperoxide as anoxygencarrier, and further, canbe conducted

under high yield.

BACKGROUND ART

Aprocessinwhichpropyleneisoxidizedusingethylbenzene
15  hydroperoxide as an oxygen carrier to give propylene oxide and
styrene, is known as Halcon process. Further, when cumene
hydroperoxide is used, cumyl alcohol together with propylene
oxide is produced. Cumyl alcohol is converted into &
-methylstyrene by dehydrogenation, or after cumyl alcohol is
20 converted into cumene by hydrogenation, cumene can be recycled
by converting into cumene hydropercxide again by oxidation.
Though a concept of a process inwhich only propylene oxide
isproducedusingcumenerepeatedly, isdescribedinCzechoslovak
Patent No. CS 140,743, the process described in said patent does
25 not contain precise descriptions concerning necessary steps
exceptokidationstep,epoxidationstepandhydrogenolysisstep.

Various problems arise in practical recycling of cumene and




Various problens arise in practical recycling of cunene and 2 2 Septenber
2005 therefore the patent cannot be said as sufficient for industrial
realization. DI SCLOSURE OF THE | NVENTI ON 5 Under such circunstances, a
subject to be solved by the present invention is to provi ddSeptpmbeeX®5f or
produci ng propyl ene oxide, mhichconvertspr&pylene i nto propyl ene oxide
usi ng cunene hydroperoxi de as an oxygen carrier, can be conducted under
high yield and is extrenely advantageous fromthe viewoint of 10

i ndustrial opdP@iedfiriaéhelpateptsannothee sadskas sufifintient felraimdusOraal
process for ﬁyoﬂﬁcin% Bropylene oxi de, which conprises steps of: reacting
propyl ene wt Toperoxide in the presence of a catalyst to obtain
propyl ene oxi de, and 15 subjecting a reaction m xture obtained in the above
reaction to distillation andrecovering unreacted propylene from the top of
a distillatio ' ' L0 enperature of the distillation
colum is set BrSeLLs R.M ik *.?I[@\g%ﬂ \T%F DESCRI PTI ON OF THE DRAW NG Fi g.
1 shows a gyeneral fgyeef i r.QCcess eLprese nti,an.
Fio 2 showe a gener ol oF| suchr CLRg e dnkiedte e olbaebired B fonslyity ' o
I nvention. present inventionis toprovide a process for producing propylene

oxide,whichconvertspropyleneintopropyleneoxideusingcumene
hydroperoxide as an oxygen carrier, can be conducted under high
yield and is extremely advantageous frqm the viewpoint of
10 industrial operation thereby.
Namely, the present invention relates to a process for
producing propylene oxide, which comprises steps of:
reacting propylene with cumene hydroperoxide in the
presence of a catalyst to obtain propylene oxide, and
15 subjecting a reaction mixture obtained in the above
reactiontodistillationandrecoveringunreactedpropylenefrom
the top of a distillation column, wherein a bottom temperature

of the distillation column is set at 200 or lower.

20 BRIEF DESCRIPTION OF THE DRAWING

Fig. 1 shows a general flow of the producing process of
the present invention.
Fig. 2 shows a general flow of the producing process of
the present invention.
25 (Explanation of symbols)
1. Cumene hydroperoxide

2. Propylene raw material




25 (Expl anation of synbols) 1. Cunene hydroperoxide 2. Propylene raw
material 3 2 Septenber 2005 3. Reaction liquid 4. Reaction liquid after
recovering propylene 5. Propylene recovered in a recovery step 6. Mke-up
propylene 5 7. Reaction liquid after a part of propyl ene hasSépemberefbder ed
in the recovering step 8. Propyl ene recoveret in recovery steps 1 and 2 9.
Propyl ene recovered in the recovery step 2 10. Reaction liquid after

propyl ene has been recovered in the 10 recovery step 2 11. Propylene to be

recycled to the r KeREriortbpauidn propyl ene recovered in the recovery
step 2. BEST FOR CARRYI NG OUT THE | NVENTI ON 15 Asa preferable node for

carrying out tHe FER&ENOR Asidrrttereresanprangr propytiesd fl ow used for

produci ng propyl e .S, illustrated ysing Fig. 1. A fresh cunene
hydr oper oxi de §d|§§ﬁﬁ¥%§ﬁ%nﬁﬁ?%¥??% D aRdTeEPEBYNefdeEhrough a line 2 are

Step i's suppl ed AR RS e through a 1ine 3. propylene i o
5 7. Reaction liquid after a part of propylene has been recovered
in the recovering step
8. Propylene recovered in recovery steps 1 and 2
9. Propylene recovered in the recovery step 2
10. Reaction liguid-after propylene has been recovered in the
10 recovery step 2

11. Propylene to be recycled to the recovery step 1 in propylene

recovered in the recovery step 2.

BEST MODE FOR CARRYING OUT THE INVENTION

15 Asapreferablemodeforcarryingoutthepresentinvention,
one example of a general flow used for producing propylene is
illustrated using Fig. 1.

A frésh cumene hydroperoxide solution through a line 1 and
propylene through a line 2 are fed in the reaction step.

20 A reaction liquid discharged from the reaction step is
supplied to the recovery step thfough a line 3, propylene is
recycled through a line 5 to the reaction step after distilled
for separation, and propylene consumed in the reaction step is
supplied through a line 6. The reaction ligquid containing

25 propylene oxide after which propylene is recovered in the
recovery step, is sent to the next step through a line 4.

The reaction step in the present invention means a step



recycled through a line 5 to the reaction step after distilled for
separation, and propyl ene consuned in the reaction step is supplied
through a line 6. The reaction liquid containing 25 propyl ene oxide after
whi ch propylene is recovered in the recovery step, is sent? BePiemper 008
step through a line 4. The reaction step i 4 the present invention neans a
step 4 2 Septenber 2005 of reacting propylene with cunene hydroperoxide in
the presence of a catalyst to produce propyl ene oxide. In the gresent

i nvention, pr8hyIeHet b9 dF Ry IsnarviEd gymenehatdnapenenhee Hhpdtbpaxegerce
obt ai ned by auj. o-oxi agioqég%}S'cu ne with air or air in which oxygen is
concentrat ed, © '?hcaSP tial iRFAHE D IRCPEEERE @%¢dfal yst to bring

propyl ene into oxi,dat | The, epoxj dation_is. preferahl ondycted in the
presence of a cg?laﬁyl/qget ﬂcxgérhearfﬂi%‘? u +?3ni8ﬁ933£?39n9ﬁ dé I 'SC(S’E’%&JﬁFé{]fl?%m
10 the vi ewpoj Si { . oht.al _ r..hi gh
yield and hi %@éﬁ{fggg %P&?%Tﬁ’ﬁﬁé%ﬁ%?%ﬁ%%’ahuggt dRIga el of
cont ai ni ng ti&ahbne GheRT 82kl ¥rbgpgdednt ghsbhi 6R9gRK 48, cofiReta¥dd® with
titaniumsilica catal yst. Exanples may include “products carrying a

titani um conporwply bena i tiheapeasenee, of 2 pa®ALSST t8 MRLEH prdpyBendMnto

conpound is conpounded with as ilicon oxide by a co-precipitation or
sol - gel net haahoxidabiam containing zeolite conpounds and the |ike.

The epoxidation is preferably conducted in the presence of

a catalyst containing a titanium-containirng silicon oxide from

10 the viewpoint that the desired product should be obtained under
high yield and high selectivity. The catalyst is preferably a
catalyst containing titaniumchemically bondedtosiliconoxide,
so-called a titanium-silica catalyst. Examples may include
products carrying a titanium compound on a silica carrier,

15 productsinwhicha titaniumcompound is compoundedwithasilicon
oxide by a co-precipitation or sol-gel method, titanium-
containing zeolite compounds and the like.

In the present invention, cumene hydroperoxide used as
the raw material for the reaction step may be a dilute or thick

20 purification or non-purification product.

The reaction stepin the present invention can be conducted
in a liquid phase using a solvent. The solvent is liquid under
the reaction temperature and pressure, and preferably
substantially inert to the reactants and the product. The

25 solvent may be composed of a substance existing in a solution

of the hydroperoxide used. When, for example, a cumene solution

of cumene hydroperoxide is used as a raw material, it is also




In the present invention, cunene hydroperoxide used as the raw materi al

for the reaction step may be a dilute or thick 20 purification or
non-purification product. The reaction step in the present invention can be
conducted in a liquid phase using a solvent. The solvent i%S¢nteubet 26f8er
the reaction tenperature and pressure, and preferably substantially inert
to the reactants and the product. The 25 solvent nmay be conposed of a
substance existing_ in a solution of the hydroperoxide used. Wen, for
exanpl e, a cuRFEddieuthcorisepfcumenam & shyd soderenxt delthowbeaidikng aasplvent
material, it i,s alsqg 5 2 Septenber 2005 possible to use_cunmene as a sol vent
wi t hout addi ngPaP@RN & 2% PiheT nsefulospkverts uinsdpdenasomadiigde
aromatic nongcyclic . conmpounds (for, exanpl e enzene, tol uene,

chl or obenzene 8ﬁﬁcgp&lghlccﬂ%ﬁ%ﬁe f?oﬁr%ﬁ@pg?or ERZRPCe, WIiNaEhe, decane
and dodecane) i ke, the..p Lnyention,.the reaction

t enper at ur e iﬁﬁfIqL ggrggggﬁlﬁ%n Asf{hepg]idslé us?ipa+??/ﬁ6¥$85 208C<2RE d%aé’freredﬁrgp]z%' to
200C. The resetbfel, S qusitle \ankd Gddb SHA0P &id eAd PARECT abhyrAQ0pkR 000
kPa taking account-of the reaction tenperature and econoni ca poPnts. 0

The reaction shepnithohhe thieeg@ct Ibiednpbratube 1A0¥ARL 288e43lon GAldd o
out using a catalyst in the formof a slurry or a fixed-bed. The fixéd-bed

is preferred nsuahd¢ycass 200°a aadgerefatablpdiftyd 20odper ath@prdssure is
addi tion, theusually 100 to 20000 kPa and preferably 100 to 10000 kPa taking
account of the reaction temperature and economical points.
10 The reaction step in the present ‘invention can be
advantageously carried out using a catalyst in the form of a
slurry or a fixed-bed. The fixed-bed is preferred in the case
of a large-scale industrial operation. In addition, the
reaction can be carried out by a batch process, a semi-continuous
15 process,' a continuocus process or the like. When a liquid
containing the raw materials for reaction is passed through a
fixed-bed, the catalyst is not contained at all or substantially
in a liquid mixture discharged from a reaction zone.
In the reaction step in the present invention, when a fixed
20 Dbed is used, a catalyst layer may be divided into multi layers
and fresh cumene hydroperoxide and propylene may be fed
divisionally to each of catalyst layers divided, Ffurther a
reaction product discharged from an outlet of each of catalyst
layers may be recycled to an inlet of each of the catalyst layers,
25 respectively.

This method is effective for preventing a run-away caused

by heat of the reaction and for carrying out stably the reaction



reaction can be carried out by a batch process, a sem -continuous 15
process, a continuous process or the like. Wien a liquid containing the
raw materials for reaction is passed through a fixed-bed, the catalyst is
not contained at all or substantially in a_liquid mxture dbepttimnbged@Ofr om
a reaction zone. In the reaction step in thR present invention, when a
fixed 20 bed is used, a catalyst |layer may be divided into nmulti |ayers

and fresh cumeng E_ydrog\eroxi de and propylene may be fed divisionally to
each of cat al JBBeFaPdPf &l#lded, further a reaction product discharged

froman outlet of e?ch of catalyst, layers may be recycled to an inlet of
each of the catal yst?| HyeRres trjég"p?é'éiir% nerameupdt AEPTerEleretfed for
preventing a - S heat .af the reaction gnd faqr carrying_out
stably the reg}c!?i on %tgglge%?e t%l}e/ U536 néef%fﬁh“;ﬁ%? 3’.1’ I“i‘?(?'tene P@?@%bly
i nvention, thg gyopmt rQPY, t [ P, S _usual |

to 20 tines by nol ed,j] %%?grggld)}gﬂg %%gz 8%?rrge§ %E;/g%l g&ﬂébgnlﬁﬂéré’ﬁ)eﬁoééﬁ%

cunene hy@r opes ®d @edScéP disot £8af 06n ©PRXudal EH%xJQsQ%%@?ﬁE?ﬁgﬂ%ﬂte

of propylene to fresh cunene hydroperoxide is effective _

yield of prodedaesir cppetrehglirdperodilidehiki et flectifecopsatddpin®n ¢hela
propyl ene to be supplied to the reaction step in the present invention is
usual ly 70 %95 neediweed propylene oxide at high yield.

The concentration of propylene to be supplied to the
reaction step in the present invention is usually 70 & by weight
10 ormore, preferably 80 % by weight or more. As other impurities,
it may contain components substantially inert to epoxidation
such as propane, ethane, ethylene, methane, propylene oxide and
the like. '
The recovery step in the present invention, is a step of
15 subjecting the reaction mixture obtained in the reaction step
to distillation and recovering unreacted propylene from the top
of adistillation column, and it is necessary that the operation
bottom temperature of the distillation column is 200 or lower.
When the bottom temperature becomes higher than 200C, not only
20 propylene is lost but also a large amount of energy for
distillation separation in a propylene oxide purification step
as the next step, is required, because of formation of
hydrocarbons of 6 carbon atoms through dimerization of unreacted
propylene in the column. Further, in the reaction step, because
25 waterbydehydration of cumyl alcohol formedwith propylene oxide,
generates, a large amount of energy for distillation separation

inapropylenecxide purification stepas thenext stepis required




10 or nore, preferably 80 8 by weight or nore. As other inpurities, it may
contai n conponents substantially inert to epoxidation such as propane,

et hane, ethylene, nethane, propylene oxide and the |ike. The recovery step
in the present invention, is a step of 15 subjecting the r%ﬁ@ﬂﬁ@hmﬁﬂ%ﬁure

obtained in the reaction step to distillati'on and recovering unreacted
propylene fromthe top of a distillation colum, and it is necessary that
t he operation gh;on1te erature of the distillation colum is 2009C or

b
lower. When THENGE 5f CLRpELZLHr €OBREBAES ﬂfgj?ﬂéﬂPPYqu‘aﬂe28D#1€FTh?ﬂtﬂpney Pioe
[ I t ener or distillation
Ceparation | noansralbnieel sl ptveods Bh=SPah¥ seacid orent tmpmpY ene

imori 20t i on O ae7 oAt b eba0Fendr RRRE o bRE S HirTh A ORflThe oxide.

di neri zati on of unreac

reaction step, becaMéQe%@e‘f@tfésQ)bfd@ﬁ‘ﬁ{gﬁétﬂ%h%{n%ﬁgw ch %QQ%!Q f.fé%&?ﬂel\%t h

propyl ene oxi de, generates, a |arge anount rgy Tor dristl

separati of i&lsopyenygranesoxhddudl id Ic+ORs BéEPiASo HEaPS hate®N d1S of
reguired 7 2 Septenber 2005 simlar to dinerized conpoundsgg? pro%@lene.

Furt her nore, wiheeagtedraumensdtyeirdmenex iy el cltiaugh cehbaagbirfBa A hhe
propyl ene oxide, and therefore, decreases the yield of propylene oxide.
Moreover, | odseaftitenestepealiray tbedabovaseiewpbhate,clit, isSnale@sary to

hr ough _a  conversion into heavy materials of
generates t cor?trol the bottom temperatzre in the distillation operation

in the recovery step within the range of the present invention.
10 As a method of controlling the bottom temperature, there is,
for example, a method of lowering the operation pressure, or
a method of lowering a boiling point of the bottom by recovering
a part of propylene to the bottom of the column. In a case that
the temperatureis controlled by lowering the operationpressure,
15 when the bottom temperature is intently decreased to lower than
50C, industrial operation becomes difficult because the
pressﬁre in the column must be high vacuum such as less than
0.07 MPa, whereby the condensation temperature of propylene
recovered from the top of the column becomes to lower than -
20 so0 C.

Therefore, when the operation pressure in the column is
lowered thereby to control the bottom temperature, the bottom
temperature is usually within a range of 50 to 200C . preferably
80 to 200C, more preferably 100 to 200C. When the bottom

25 temperature is lowered by recovering a part of propylene to the

bottom of the column, the bottom temperature can be controlled

to 200C or lower by recovering propylene to the bottom of the




unreact ed cunene hydroperoxi de and cunyl al cohol fornmed in the reaction
step. Fromthe above viewpoints, it is necessary to control the bottom
tenperature in the distillation operation in the recovery step within the
range of the present invention. 10 As a nethod of control | ihgerteebgaiém

tenperature, there is, for exanple, a met h8d of | owering the operation

pressure, or a nethod of lowering a boiling point of the bottom by
recovering a part of propylene to the bottomof the colum. In a case that

t he tenperat uFe@ncgyero|ifedthy opewertbont heesgurat iisn 2pledfa eyr I5igihen.
the bottomtepperature is . intently decreased to |ower than 50 x,

i ndustrial opeFIPYIRTFeCOTdSCtiad ifaam thee Hoddamean hes aastin nerocotredn
nmust be high vacuunlf.?,uch as | ess tég_lan %‘8'7 I\/Pg wher eby the condensati on
tenperature of propyP&RENRDYBFEREFTHIR FHE - DpPEPPYRENCH MR FaRfALed by

I th - ' f t.i in th | umm
9" ower od Rerany: ThrEARer AR ot BRI RSP AT sWb0RE NG dmopyiens
t t [ ] : | 0t

200 x. more byt oy anry T Y JAR RS e el P e ohe, Fhccvery

| ower ed by restaprangs aapaLétoi1ptopi! 882uhe theouldt koMiek Hhe copldumyidde
bottom tenperature can be controlled to 200t or |ower by recovering

propyl ene to pheppbenenobtatheds £2ofethentirip HO5tES| soDuRMeloi fighery
operation pressure is 2.0 MPa or higher.
propylene followed by raising the pressure with a pump or raising
the pressure of propylene obtained from the top of the column
10 with a compressor; and recycling propylene to the recovery step
through a Iine 11 or recycling directly to the reaction step
through a line 9. As described herein, it is effective for
preventing reduction of a pfopylene Yield to recover propylene
with two or more of distillation columns. When the bottom
15 temperature is lowered by recycling a part of propylene to the
bottom of the column, the effect becomes large in proportion
'to the concentration of propylene in the bottom of the column.
However, when the amount recovered in the bottom of propylene
becomes large, increases of the power and energy for recovering
20 propylene to the bottom, are caused. Therefore, the range is

usually 50 ¥ by weight or less, preferably 0.1 to 40 % by weight,

more preferably 0.1 to 30 % by weight.

EXAMPLE
25 Examples 1 to 4

A reaction liquid in a reaction step as a material

corresponding to a bottom ligquid, was charged into a




Propyl ene collected fromthe bottom can be easily recovered. For exanple,
as shown in Fig. 2, propylene can be repeatedly used wth reduction of
propyl ene | oss by: subjecting a propylene 5 oxide-containing liquid
contai ning propyl ene to the recovery step 2 as a distill atidncrtemaan2005
through a line 7; condensing propyl ene obt & ned fromthe top of the colum
to liquefy propylene followed by raising the pressure wwth a punp or
raising the pressure of propylene obtained fromthe top of the colum 10
with a conpre®PFasSsuniarPrRYELAAFpraptairer o thhe pmaprbeye wasrhatyalghth
line 11 or recgycling directly to the reaction step through a line 9. As
descri bed her dit§, PessuLg e diasqlore It drenthegliealdt torpoeparer apyived
yield to recove i nore of distillation colums. Wen

| h t
the bottom 15 SP@‘HB:%&%&%"?V%%\%r ﬁng% PENRIFRG of numens hydinperexide.
h bot t t v fect b ' ti t h
Concentrat i on T3t Zotobyi Basehl® ok, SGientt 0 ad X & o R AGRERF rpmridre
t ' bet.t f | ' f
Ehe poner Gndead t8 hoRrbot 8F 2l Mb¥atte, BREANTEn BhfSe LIFEENS Miun

Therefore, thenrfRgeciésedsspst¥m>Oafely g5 WbuP! +158SamPist LA
40 % by wei ght, nore pref eérilgbl y 0.1 to 30 %byuvvei ght. EXAMPLE lﬂ%&ﬂeﬁg

Exanpl es 1 toddmérsefmthed in ghed iquid Weaahé28usbabPa gadheiondtograph .

corresponding to a bottomliquid, was charged into a
The measurement results are shown in Table 1.

Table 1
Example 1 | Example 2 | Example 3 | Example 4
Temperature 113 132 152 171
(C)
Propylene Trace Trace 0.0013 0.0047
dimers formed
(% by weight)

10
From these results, it is found that, also in the bottom
liquid, the formed amount of propylene dimers is extremely small

within the range of the present invention.

15 INDUSTRIAL APPLICABILITY

As described above, according to the present invention,
there can be provided a process for producing propylene oxide,
having excellent characteristics in which the process converts
propylené into propylene oxide using cumene hydroperoxide as

20 an oxygen carrier, can be conducted under high yield and further

can reduce a load in a purification step of propylene oxide as



9 2 Septenber 2005 pressure-proof 150 cc-container, then propyl ene was
charged with its pressure to dissolve it in the liquid to prepare a m xed
sol ution conmposed of 0.2 % by wei ght of cunmene hydroperoxide, 71.2 %b

wei ght of cunene and 28.6 8 by wei ght of propylene 5 and t o2 Rképfember 23053
tenperature shown in Table 1 for 0.5 hour 10" the cl osed system After 0.5
hour, the anmount of propylene diners fornmed in the liquid was neasured by
a gas chromatograph. The neasurenent results are shown in Table 1. Table 1
Exanpl e 1Exan®l Brogugipl e 3Exanpl e 4 Tenperaturel13132152171 (cc)

Propyl eneTraceTrace0. 00130. 0047 diners fornmed (% by weight) 10 From t hese
results, it is found that, also in the bottom liquid, the fornmed anount of
propyl ene dinmers is extrenely snmall w thin the range of the present
invention. 15 | NDUSTRI AL APPLI CABI LI TY As descri bed above, according to the
present invention, there can be provided a process for producing propyl ene
oxi de, having excellent characteristics in which the process converts




-

propyl ene into propyl ene oxi de using cunene hydroperoxi de as 20 an oxygen
carrier, can be conducted under high yield and further can reduce a |oad
in a purification step of propylene oxide as 10 2 Septenber 2005 a product.
2 Septenber 2005 11 CLAIMS 1. A process for producing propy4 eemRerd05

whi ch conprises steps of: 5 reacting propylene with cunene hydroper oxi de
in the presence of a catalyst to obtain,gropyl ene oxide, and subjecting a
reaction m xture obtained the above reaction step to distillation and
recovering unreacted propyl ene fronltgﬂﬁﬁg%cﬁ a distillation colum,
wherein 10 a bottomtenperature of th | lation colum is set at 80
to 200 cC. 2. The process for producing propyl ene oxide according to claim
1, wherein the concentration of propylene in the bottomof the colum is ‘

50 % by weight or ] esg.plocdss TREr PHP68SE1H§! pPEEFUERBIORAARY | RRECAXI de
according to claim1l, wherein the concentration of propylene in the
bottom of the cxdipiizes xdpd oD % by wei ght.
5 reacting propylene with cumene hydroperoxide in the
presence of a catalyst to obtain propylene oxide, and
subjecting a reaction mixture obtained the above
reaction step to distillation and recovering unreacted
propylene from the top of a distillation column, wherein
10 a bottom temperature of the distillation column is set at
80 to 200 TC.
2. The process for producing propylene oxide according
to claim 1, wherein the concenfration of propyvlene in the
bottom of the column is 50 % by weight or less.

15 3. The process for prbduciﬁg propylene oxide according

to claim 1, wherein the concentration of propylene in the

bottom of the column is 0.1 to 40 % by weight.




