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A coke distribution model of catalyst particles in three-dimensional space was developed based on population balance
theory, and an analytic expression of coke distribution for zero-dimensional time-independent problem was deduced. The
expression shows that the coke distribution is determined by the average catalyst residence time, coke deposition
(or burning) rate, and coke distribution of catalyst inflow. The coke distribution model was further applied to the methanol to
olefins (MTO) process. The critical factors influencing coke distribution in MTO process, as well as the effect of coke distri-
bution on product selectivity, were investigated. Three scales of MTO fluidized bed reactor—regenerator systems, i.e., pilot-
scale, demonstration-scale and commercial-scale with the reactor diameter of 0.261, 1.25, and 10.5 m, respectively, were
simulated. The simulated results were in good agreement with the operation data. The model could be helpful in the opera-

tion optimization and reactor design. © 2018 American Institute of Chemical Engineers AIChE J, 65: 1149-1161, 2019
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Introduction

Catalysts are widely used in a variety of industrial applica-
tions, and the formation of coke, which causes catalyst deacti-
vation, is usually accompanied. For example, a number of
commercial processes encounter catalyst deactivation, includ-
ing steam reforming of natural gas, styrene production from
ethylbenzene, catalytic cracking of heavy oil fractions, metha-
nol to olefins (MTO) on SAPO-34, and solid acid alkylation
on a Y zeolite." For some processes, the catalyst particles
could have a certain coke distribution. Such as for both fluid
catalytic cracking (FCC) process and MTO process, the circu-
lating fluidized bed reactor-regenerator system is adopted,
where coke is deposited on the catalyst particles in the reactor
and then burned off in the regenerator, as shown in Figure 1.
The circulation of catalyst particles between the reactor and
regenerator inevitably leads to a distribution of catalyst
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residence time in both the reactor and regenerator. Since coke
deposition is closely related to catalyst residence time, the
coke content on catalyst also demonstrates a distribution,
which could be quantified by a probability density function
(PDF) in mathematics. It has been found that, for some pro-
cesses, coke is not only an inert substance but also it is
involved in reactions, sometimes of the same type as those
leading to the main products of the process.1 Therefore, care-
ful control of the catalyst coke distribution is required to
enhance the catalytic performance in a reactor.

In order to describe the industrial processes where the coke
distribution could influence the reaction performance, special
attention should be paid to the calculation of the reaction rate.
The reaction rate of a population of catalyst particles should
be represented as fp(cc)r(cc)dcc, where c. is the coke content
on catalyst particles, p(c.) is the coke content PDF of the cata-
lyst population, and r(c.) is the reaction rate with coke content
c.. Generally, the reaction rate J}J(cc)lf(cc)cicC cannot be
replaced by the rate with an average coke content, i.e., r(cc),
where ¢; is the average coke content of catalyst particles,
ie., fccp(c'c)dc'c. In mathematics, only when r(c.) is a linear
function of ¢, the value of fp(cc)r(cc)dcc equals r(c;). How-
ever, in real commercial processes, including FCC? and
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Figure 1. A reactor-regenerator system. The coke con-
tent grows in the reactor and decreases in the
regenerator.

MTO,>" the relation between r(c.) and c is highly nonlinear.
Hence, the coke distribution becomes important for correctly
describing the reaction behavior of a population of catalyst
particles in fluidized bed reactor-regenerator system.

Age distribution approach has been traditionally used to
investigate the effect of coke distribution. This approach intro-
duces the so-called age distribution based on the perfectly
mixed assumption, i.c., E(f) =1exp(-£), to predict the reac-
tion rate by the formula [J° r(cc())E(r)dt, where c.(f) indi-
cates the relation of coke content with the residence time of a
particle in the fluidized bed. 7 represents the average residence
time of catalyst particles. In modeling of the MTO process,
some researchers used the age distribution approach®’ to
account for the influence of coke content distribution. How-
ever, the age distribution approach is an indirect method, and
could not show the physical picture in a much clearer way.
Most of the interested properties in the MTO process, such as
product selectivity, methanol conversion, and average coke
content, require the direct information of the coke distribution,
i.e., p(c.). It is necessary to develop a direct method, i.e., coke
distribution approach, to obtain coke distribution. The key of
age distribution approach is how to get the function E(f), and
how to map residence time to coke content of catalyst parti-
cles. Under the perfectly mixed assumption, the expression of
E(t) could be analytically derived, and the map function could
be easily obtained when the coke deposition rate has simple
relation with coke content. In this case, the age distribution
approach could give the same results as coke distribution
approach for zero-dimensional (OD) time-independent problem
when the inflow catalyst particles have a single coke content.
However, for space-dependent or time-dependent problem, or
when the inflow catalyst particles have a certain coke distribu-
tion, the derivation of E(f) or the mapping of ¢ to c. is
extremely hard, if not impossible. In this connection, the coke
distribution approach is clearly superior over the age distribu-
tion approach and could provide a direct yet simple way to
investigate coke distribution in real MTO reactor.

The population balance theory or mass balance theory pro-
vides a powerful tool to obtain the PDF of coke distribution.
As early as 1964, Hulburt and Katz® separated the coordinates
of a particle into two parts—a set of external coordinates
which specify the location of the particle and a set of internal
coordinates that specify the particle size and other aspects of
the particles quality as may be relevant; then they derived the
(time-dependent three-dimension [3D]) population balance
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equation for particle size according to the conservation of
number density of particles in the phase space. In 1968,
Levenspiel et al.” developed the general equations in terms of
mass balances to relate the particle size distributions with flow
rates of feeds and outflow streams in fluidized beds. The equa-
tions®, which are essentially based on the OD particle popula-
tion and independent of time, have analytical solutions if
special boundary conditions are applied. All these works well
inspired us to develop our coke distribution equation. Here we
focus on the particle weight (catalyst plus coke), and the aim
of the current work is to obtain a clearer and simpler equation
of the coke distribution of catalyst particles, and then apply it
to MTO process.

The MTO process provides an alternative approach to pro-
duce light olefins from nonoil resources, and has become a sub-
ject of intense researches spanning catalyst synthesis, reaction
mechanism, reaction kinetics, process development, and reactor
scale-up.m’11 In August 2010, a commercial unit (600 kt/a of
ethylene and propylene production), based on the MTO tech-
nology (DMTO) developed by Dalian Institute of Chemical
Physics (DICP), was successfully started up in Shenhua’s Bao-
tou coal-to-olefins plant in north China.'? In the open literature,
various reactor and kinetic models, as well as computational
fluid dynamics (CFD) simulations, have been proposed for the
MTO process.>”'*"'¢ Only a few took effect of coke distribu-
tion into account using age distribution approach.®’

In this article, a (time-dependent 3D) coke distribution model
of catalyst particles based upon the population balance theory
was established, and an analytical formula of OD time-
independent coke distribution was further obtained. Three scales
of reactor-regenerator systems of MTO process, i.e., pilot-scale,
demonstration-scale, and commercial-scale with reactor diame-
ters of 0.261, 1.25, and 10.5 m, respectively, were simulated.
All simulated results were compared with experimental values.
Here, a MTO kinetic model recently developed by our group5
was applied to derive the kinetic parameters, and the generic
fluidized-bed reactor (GFBR) model,'” which spans bubbling,
turbulent, and fast fluidization regimes, was used to describe the
flow state of the fluidized bed.

Coke Distribution Model

In this section, the coke distribution model is derived based
on the conservation of mass of catalyst particles.

Model

In order to describe the motion of a population of catalyst
particles, we first define the phase coordinates of catalyst parti-
cles. The coordinates of a particle could be separated into two
parts: a set of external rectangular Cartesian coordinates, i.e., X
or x; (i = 1,2,3; in m), which specify the spacial location of
the particle; and an internal coordinate, i.e., coke content c.
(in dimensionless), which specify the mass ratio of the coke to
the particle. Then the corresponding velocities of the particle
could be obtained.

dx,- o

E_vl-()?,t) (1)
dc.
% R(co) )

Here v; ()?, t) (in ) represents spacial velocities of the parti-
cle, and R(c.) (in %) represents the coke deposition rate or coke
burning rate, and # (in s) is time.
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For a population of catalyst particles that occupy a volume
V(#), including the internal coordinate c., the mass is con-
served, which could be expressed as following:

dij Peat (f, t)p ()?, cc,t)dxldxde3dcc =0 (3)
vy

where p., ()?, t) (in %) represents the time-dependent mass
density of catalyst particles at location x and time ¢, and
p(X.cc.t) (in dimensionless) is the PDF of coke content. Here
Peat ()?,t) refers to the mass density of net catalyst particles, not

including the coke deposited on them. The function p(x,c,?)
possesses a property that

Jp(f,cc,t)dcc =1. (4)

From Eq. 3, the following relation could be derived

sl OPECT) L .55yl
+ J [R(Cc)pcatéf’t)p(i’ Cc’t)] =0. (5)

Equation 5 is a time-dependent 3D partial differential equation
(PDE) for the coke distribution model based on the catalyst
mass density. This equation could be solved by coupling with
other conservation equations, which may provide the informa-
tion of velocity and density of catalyst particles.

Time-dependent problem

In the simulations of a catalytic process, different assump-
tions, such as the completely mixing and plug flow, are com-
monly used to simplify the reactor model. The coke distribution
equation, i.e., Eq. 5, could be also simplified based on these
assumptions. In this subsection, the 0D and one-dimensional
(1D) time-dependent coke distribution models are obtained.

0D Coke Distribution Model. Fluidized bed reactor could
be viewed as 0D system, if catalyst particles in the bed are
assumed to be perfectly mixed. For such system, the simplified
form of Eq. 5 could be written as

W"’Fout(t)p(cmt)_Fin(t)pin(cc,t) (6)

a[R(cc)p(cc’t)]
+W(t) P, =0,
where W(#) (in kg) is the catalyst inventory in the bed, F,u(%)
(in 1%) is the outflow flux of catalyst particles, Fi,(¢) (in %) is
the inflow flux of catalyst particles, and pj,(cc, 1)
(in dimensionless) is the PDF of inflow catalyst particles. The
three quantities W(t), Fou(?), and Fi () only refer to the mass
of the catalyst particles, do not include any coke deposited on
them. Assuming that the catalyst inventory, outflow flux, and
inflow flux are independent of time, and further Fi,(¢) = Fou(?)
(thus the two fluxes could be abbreviated by F, in ]%), we
could obtain

Qp(cc,t) + a[R(Cc)P(CcJ)]
ot dce

= lpalec)plecl]. (7

where 7 (in s) is the average residence time of catalyst particles,
i.e., T:V—}’. If there is no catalyst flux for the bed, i.e., F — 0
or 7 — oo, the Eq. 7 could be written as
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Ip(ce,) . IR(ce)p(ccit)]
ot dce

The above equation could also be applied to describe the
coke distribution of catalyst particles in a small region of a
fixed bed reactor, since all catalyst particles in the bed are
fixed, i.e., v=0.

1D Coke Distribution Model. For a plug-flow reactor, the
catalyst particles could be assumed to be transported along the
reactor axis (z-axis) with constant velocity, i.e., v, (in ), and con-
stant catalyst density. Then the Eq. 5 could be simplified as

ap(z,ce,t) oy ap(z,ce,t) . AR(cc)p(z, cest)]
ot 2oz dc.

=0. (8)

=0. (9

Time-independent problem

In this section, OD time-independent coke distribution equa-
tions are first obtained, and nonzero-dimensional time-
independent coke distribution equations are then derived.

0D Coke Distribution Equations. The time-independent
equation could be obtained from Eq. 7 as follows

d[R(ce)p(ce)]

de. :%[Pin(cc)—p(cc)]. (10)

From Eq. 10, we could derive the analytic solution of p(c.)
for R(c.) > 0 (see Supporting Information Appendix A).

Ce I A A,
: J pin(cM)e e del (11)

p(CC):TR(CC) C

¢min

Here, cé“i“ (in dimensionless) is the minimum coke content
of inflow catalyst particles. Similarly, we could obtain the
expression of p(c.) for R(c.) < 0 as follows

~max cini

1 “ ini\ = [ ks, ini
— . oo T gini 12
A, e o

p(ce)
where ¢ (in dimensionless) is the maximum coke content of
inflow catalyst particles.

If the inflow catalyst particles have only a single coke con-
tent, i.e., c‘c), which represents that p;,(c.) is a delta function,
i.e., pin(cc) =8(cc—c?), the above two equations (Egs. 11, 12)
could be simplified respectively as

- J‘(oc le(s)ds
- ‘e 1
p(CC) TR(CC) e ( 3)
[
P — e —TR() 14
p(CC) —TR(CC)e ( )

It is interesting that the PDF of coke distribution is identical
to the residence time distribution, i.e., %e‘f, by setting R(c.) =
1 and c‘C):O in Eq. 13. If the relation of R(c.) with c. is
known, an explicit expression of p(c.) could be obtained from
Egs. 13, 14.

Nonzero Dimensional Coke Distribution Equations. The
equation of nonzero-dimensional coke distribution can be
obtained from the OD time-independent expression. Logically, if
we could get the PDF in an arbitrary cell in nonzero-dimensional
space, the PDFs of the whole space could be obtained.

Now, we focus on an arbitrary cell, denoted as P, in the
reactor. Catalyst particles in the cell are assumed to be per-
fectly mixed. For convenience, we define the catalyst inflow
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through each face f of cell P as F' (kg/s) the PDF of the
neighbor cell which connected by face fas p™ (c.) (dzmenszon-
less), and the mass of catalyst particles in the cell as W* (kg).
Note that the inflow term F which represents the flux leaving
from the neighbor cell is different with the net flux through
the face . Then we could obtain the total mass of inflow or

outflow of cell P, i.e., F¥ = Zf F7 (its unit is g) and the aver-

age residence time of the particles in the cell, i.e., z¥ FP - (its

unit is s). The PDF of cell P for R(c.) > 0 could be

— 1 i J ini rR(:)ds Fl Ny ( .ini ini
ey | TR (e 09

min
CC

PP(CC)

For R(c.) < 0, the PDF of cell P is

max
CC

. ‘ N
- - e —zR 1n1 dc™
—7PR(c.) J Z(Fpp ) Ce

Ce !

PP(CC)

(16)

The derivation in this section can be viewed as an extension
of the derivation of section OD Coke Distribution Equations.
By comparing Eq. 11 and Eq. 15, we could find that the two
situations are physically the same.

Application to MTO Process

In this section, the 0D time-independent model was applied
to the reactor-regenerator system of the MTO process, where
coke is deposited in the fluidized bed reactor [R(c.) > 0] and
burned off in the fluidized bed regenerator [R(c.) < 0]. The
catalyst particles in the reactor and regenerator are assumed to
be perfectly mixed.

The simplified scheme of a typical reactor-regenerator sys-
tem is shown in Figure 1. In Figure 1, W; (in kg) and W,
(in kg) denote the catalyst inventory in the reactor and regen-
erator, respectively, and F (in l%g) represents the catalyst
circulation rate between the reactor and regenerator. At steady-
state, the catalyst circulation rate is equal to the rate of catalyst
inflow and/or outflow of each bed. The three quantities Wi,
Wo, and F only refer to mass of the catalyst particles, do not
including any coke that has been deposited on them. p(c.)
(in dimensionless) indicates the PDF of coke content on cata-
lyst particles of the reactor, while po(c.) (in dimensionless)
indicates that of regenerator.

Coke distribution

The PDF of the reactor is highly related to the coke deposi-
tion rate Rl(cc) Based on the kinetics recently proposed by

Yuan et al.,” the coke deposition rate could be expressed as
Ri(cc) =kas(ce) (17)
where
s(ee) =™ —c. (18)

kq= kSﬁ&iOH + k9/5%231—14 + klOPC'3H6 + kuﬁg'fo + klzﬁgi (19)

s(c.) (in dimensionless) represents the content of the active
sites of the catalyst particle. Here ¢I™ (in dimensionless) is
the maximum coke content of the catalyst particle. k4 (in %) is
the deposition rate constant, which is related to the densities
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of methanol and olefins, p; (in %) is the density of species
i which is calculated based on the voidage volume.’

In this work, the used coke deposition rate was obtained via
a MTO reaction kinetic model recently developed in our
group,5 in which the MTO reaction over SAPO-34 catalyst is
assumed to follow the advanced dual-cycle reaction mecha-
nism. In this model, both the olefins-based cycle and
aromatics-based cycle are denoted as virtual species, where
the former mainly accounts for the production of higher ole-
fins and the latter for lower olefins. The kinetic parameters
including coke deposition rate were derived by fitting experi-
mental data from laboratory scale fluidized bed reactor with
commercial DMTO catalyst.

From Egs. 11, 17, we could obtain

Cc

1
1 cmaX _ e\ ik L .
c c ini ini

pi(c) = J — — pol(cM)de
led (Cénax_cém) Cénax_cém ( c ) c

min
CC

(20)

Then, we could have the average coke content in the
reactor.
ok

c
max

_ de, =
Cel J CCP](CC) c 1471kg ¢ 1+71kq [

-min .min
cl ch

max

CC

T1kq

ini ini ini
cd'po(cc")de;

(21)

When the catalyst inflow of the reactor only has a narrow
cut of coke content, where the coke content is around c(c),
which implied that the py(c.) could be approximated by the
function §(c.—c?), the Eq. 20 could be simplified as

; 11
1 g™ —c\ 1k
c 22
pl( C) led (Cm‘lx—CO) ( .max CO) ( )
And, the Eq. 21 could be written as
— led max 1 0
23
Cel = l+11kd ]+ledcc ( )
The burning rate R, in the regenerator could be

expressed as
R() (CC) = —kbC:;n (24)

where k&, (in é) is the burning rate constant, and
m (in dimensionless) is the order of reaction. Based on our
previous experimental results, we found that m is approxi-
mately 1, and k;, could be expressed as a linear function of the
pressure of O,, i.e., k, = ko,po,, where po, (Pa) is the pressure
of O, and ko, (ﬁ) is rate parameter. By setting m = 1, we
could derive the expression of p, from Egs. 12, 24 as
following

max
c

po(ce) = J

Ce

C,

L
1 .\ 7ok . .
() @ e

Tokbcém Cém
Now we could have the average coke content in the

regenerator.

max
c CC

—_— 1 1m Cmm T“kb+1 ini ini
co= | cepolcc)de.= T+ ke 1- i pi1(cM)de}

-min -min
cd ct

max
C,

(26)
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Here, cm'" equals zero, and then we could further obtain

max
¢

J Clmp ( lm)dc(i:ni (27)

Lmin =0

C,

1
1 +T()kb

Ce0 =

In this subsection, we introduced the PDFs of coke content
and the average coke content in both reactor and regenerator
in MTO process. We could find that two constants, i.e., kg and
kv, play an important role in these calculations. The specific
scheme for calculating kq and k, is introduced in next
subsection.

Reactor model

The hydrodynamics of both reactor and regenerator is
described by the GFBR model.'” The fluidized beds, according
to the GFBR model, are divided into two parts, i.e., freeboard
and dense bed, as shown in Figure 2. The dense bed is further
divided into two parts: the dilute phase/region using the descrip-
tor “low-density” (L) phase, and the dense phase/region using
the descriptor “high-density” (H) phase. The L-phase represents
the bubble phase at low velocity and the core region at high
velocity, while the H-phase represents dense or emulsion phase
at low velocity and the outer annular region at high velocity.

Then the control equations of steady-state for L-phase and
H-phase in a fluidized bed could be represented as'’

dcC d*Cy
wLuL dlL yLDL——— 2 = —kenawy (G- Ci) +wi 7L, (28)
dCin d*C

H _
5~ —kinawy (Cu—CiL) +yyTin,

ll/HMHd—Z:'//H H dz
(29)

and the control equation for freeboard could be represented as

dclt D d le
de dz}

+Tif - (30)

Here, the three equations are 1D differential equations,
which neglect the changes of the concentrations along the
radial direction. In these equations, g (in dimensionless) rep-
resents the S-phase volume fraction, and ug (in %) indicates

C.

? I Z; |Freeboard
Convection Freeboard
Dispersion [} D
Reaction t Dense bed

CL| |CH
Interphase
L-phase mass H-phase
transfer (High-density

(Low—densit\k
phase/region)

“phase/region)

< >
< >

Convection i
C d Convection
Désper_smn |+ < > b Dispersion
eaction v, usDy Wi U By Reaction
Q! Ya
Lo HO
1‘00

Figure 2. A sketch of GFBR model."”
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the superficial velocity of gas of S-phase, Dg (in m{) means the
axial gas dispersion coefficient of S-phase, Cigs (in %) is
the concentration of species i of S-phase, and 7g (in %} is
the average reaction rate due to coke distribution of S-phase.
Here, the subscript S denotes L, H, or f. Hereafter, we will
neglect the subscript L, H, and f for simplicity. kg (in §)
represents gas interchange coefficient between L and H
phases, and qg; (in é) represents interphase transfer surface per
unit volume of gas in low-density phase.

The parameters v, u, D, as well as k; y and ay, could be pre-
dicted by the GFBR model (see reference [17] for details).
Therefore, we should focus our attention on the term 7;, whose
expression could be written as

max
Ce

e J ri(c)pr (ce)dee. (31)

~min
Ce

The rate of species i, i.e., r(c.) (in kmﬂl) can be expressed
by linear sum of rates of reaction equations

ri(ce) = chl

(cc)e/M; (32)

where ¢j; (in dimensionless) is coefficient of reaction equation,
€ (in dimensionless) is the voidage of the current phase, and
M; (in
equation j, i.e., &i(c.) (in %), according to its relation with
coke content c. (see the reference [5] for details), could be
written in three forms

ke \ - . )
—kmgol) is molar mass of species i. The rate of reaction

kes(ec)
kjes(cc)¢(CC) (33)
kjeccqﬁ(CC)

Rj(ce) =

where s(c.) = ™ —c. (as defined in Eq. 18), and k¢ (1n ) is
effective rate parameter of equation j, which 1ncorp0rate the
effect of densities of reactants and catalyst particles. ¢(c.)
(in dimensionless) is deactivation function of catalyst

max criy J max criy 3
C, —C C, —C
)= S i B 34
blce) eXp{ chm—cc> ( o ) }} (34)

where ¢S (in dimensionless) is a parameter of activation,
which could be calculated by the relation c&=0.10
—~0.021InWHSV. WHSV (in {£¥E3 is the ratio of the metha-
nol influx of the reactor to the mass of catalyst particles in the
reactor.

From Egs. 31-33, we could find that the effect of coke dis-
tribution on the reaction rates of species is embodied in three

Cini:nx S(C‘C )pl (Cc)dcc’ L?mx S(Cc)d)(cc)pl (Cc)dcc, and

ff cep(ce)pi(cc)de.. For convenience, we denote them by

terms, 1.€.,

symbols 57, (s¢),, and (cc¢),, respectively. Based on the rela-

tion ™ =t +51, we could get the expression of sy
from Eq. 21
51 = ! cmax _ 1 J mlp ( ml)dcini (35)
1+’L'1kd ¢ 1+T1kd Ce ¢

min
CC

And the expressions of (s¢), and (c.¢), are given in Sup-
porting Information Appendix B.
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It is obvious that we cannot, based on the kinetics proposed
by Yuan et al.’ replace the average rate fr(cc)p 1(co)dce,
by r(cc).

The whole system could be solved iteratively. A special
parameter is kg, which should be updated after solving three
control equations. From Egs. 28-30, we could get the species
concentrations, as well as the corresponding rate of coke depo-
sition, along with the height of the reactor. This rate of coke
deposition, which changes with the height of the reactor, is the
local deposition rate dependent upon the local densities of spe-
cies and catalyst particles. Since the catalyst particles are
assumed to be perfectly mixed in the reactor, the value of
Ri(c.) is in fact a mass averaged value of these local rates of
coke deposition. Then, based on Eq. 17, the k4 could be
obtained by equation

kd :Rl (CC)H. (36)

Subsequently, the value of 57, (s¢),, and (c.¢b), could be
updated with new k4. Then we return to solve the control
equations, and the procedure is then iterated.

Results and Discussion
Time-independent coke distribution

In this section, we investigated some properties of time-
independent coke distribution for the reaction processes in
which the coke deposition (burning) rate is linearly dependent
on the coke content, such as MTO process based on our pro-
posed kinetics.?

0D Coke Distribution. From Eq. 11, it could be found that
the average catalyst residence time, coke deposition rate and
coke distribution of catalyst inflow determine the coke distri-
bution of the reactor. If the deposition (burning) rate is a linear
function of coke content, the first two factors, could be consid-
ered together as a single factor, which can be represented by a
dimensionless number, i.e., 71kq (see Eq. 20). Here we intro-
duce the Dahmkohler number I'y = 7,ky4 for convenience. If
the catalyst inflow has a single coke content, the dependence
of coke distribution upon I'; is given by Eq. 22. Figure 3
shows the change of coke distribution with I';, where ¢ =
0.11 and c?:O. It reveals that, if I'; = 1, the PDF of coke
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Figure 3. The relation of coke distributions with
I (F1 ET1kd, Cg]ax =0.11, Cg =0)
[Color figure can be viewed at wileyonlinelibrary.com]
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Figure 4. The average coke content as a function of
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content is constant, which means a uniform distribution of
coke content; if I'; < 1, the PDF is a monotonically decreasing
function, which shows the superiority of low coke content; if
I'y > 1, the PDF is a monotonically increasing function that
reflects the superiority of high coke content. It is critical to
choose an appropriate coke distribution of the reactor by set-
ting a suitable value of I'y. It could further be found that T'; is
highly related to the average coke content ¢;;, as shown in
Eq. 21, 23. These two equations are identical in nature, if we

regard ffm cMipo () dc!™ as . Figure 4 shows a monotoni-
cally increasing function of ¢ in regard to I';. More impor-
tantly, we could estimate I'; from the value of ¢ via the
following relation established based on experiments.

[

P =0t (37)

cp —eer

It also implies that, if we want to keep a certain average
coke content in the reactor, we could choose a suitable I';
based on Eq. 37 for the reactor. It is similar for regenerator,
see Eq. 27.

Another factor that could affect the coke distribution of the
reactor is coke distribution of catalyst inflow, i.e., po(c.). This
could be investigated by observing the changes of PDFs in a
virtual circulating process of reactor-regenerator system,
which also means a numerical iteration process. As can be
seen in Figures 5 and 6, the results after two iterations are very
close to that for 3 and 10 iterations, which suggests that the
final steady-state of both reactor and regenerator could be
quickly reached after two numerical iterations at present study.
During the circulation, the average coke contents of both beds
are fixed with given values. Figure 5 shows the coke distribu-
tions of both reactor and regenerator, where the average coke
contents are fixed with 5.28% and 1.43%, respectively (here
M =11.7%, céni“ =0.0%). We could obtain T'; = 0.60 from
Eq. 37. The coke distribution of the regenerator is first
assumed to be 6(c. — 0.0143), that is to say, all the catalyst
particles in the regenerator has a single coke content of 1.43%.
Such distribution of py(c.) is displayed in Figure 5 by a blue
dashed line. At this coke distribution of catalyst inflow, we
could obtain the coke distribution of the reactor, i.e., pi(c.),
from Eq. 20, which is shown in Figure 5 also by a blue dashed
line. This p;(c.) then becomes the coke distribution of the
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Figure 5. The coke distributions of reactor-regenerator
system.
The average coke contents of the reactor and regenerator

are fixed with 5.28 % and 1.43 %, respectively (¢ = 0.117).
[Color figure can be viewed at wileyonlinelibrary.com]

inflow of the regenerator, and we could obtain new pg(c.) as
shown in Figure 5 by a red solid line, which now shows a cer-
tain distribution and becomes different to its initial setting
(a single coke content). At this pg(c.) distribution, we could
obtain new p(c.), as shown in Figure 5 by a red solid line,
which also is different to the distribution in previous iteration.
The pi(c.) in the previous iteration, shown by a blue dashed
line, is a monotonically decreasing function, while the new
one has a maximum. For a further iteration, the profiles of
new PDFs of both beds, shown in green dash-dot lines, are
similar to the PDFs before this iteration, which means the
PDFs are close to convergence. Another situation where the
coke content in the reactor is fixed with 7.80% is also consid-
ered. The corresponding I'; is 1.63 based on Eq. 37. The simu-
lation of the circulating process is shown in Figure 6.
Different with our previous example, the convergent PDF of
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Figure 6. The coke distributions of reactor-regenerator
system.
The average coke contents of the reactor and regenerator

are fixed with 7.80% and 1.43%, respectively (¢ = 0.117).
[Color figure can be viewed at wileyonlinelibrary.com]
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current pq(c.) is a monotonically increasing function. It seems
that I'; = 1 also becomes a critical point for p;(c.), as shown
in Figures 5 and 6, where I'y equals 0.60 and 1.63,

respectively.
Nonzero-Dimensional Coke Distribution. For a nonzero-
dimensional problem, the coke distribution could be

influenced by back mixing flow of catalyst particles. The coke
distribution equations of such problem are given in
section Nonzero-Dimensional Coke Distribution Equations. In
this section, the effect of the back mixing of catalyst particles
was demonstrated by a simplified modeling reactor (Figure 7).
The reactor here is divided into two connected fluidized
beds, as shown in Figure 7. Each bed is assumed to have same
catalyst inventory of %, and the catalyst particles in each bed
are assumed to be perfectly mixed. The coke distributions of
two beds are represented by p¥(c.) (dimensionless) and p$(c.)
(dimensionless), respectively. The back mixing flow of cata-
lyst particles between two beds is denoted by Fy,,, (in k?g).
From Egs. 15, 20, we could obtain the coke distributions of
two beds (see Supporting Information Appendix C for details).

Ce 1
1
1 cmaX e \TF . .
F _ c C 1 F,e / ini ini
P (CC) - J 1"11: (Cmax_cini) cmax _ cini Po (CC )dCC
c c c c

~min
Ce

(38)

S i 1 e —=ce #4 S,e ( ini) j.ini

7t~ | eimaey (wma) A7

cmin
(39)
where
PR () =i le) + i) (40)
Py “(e) =pi(cc) (41)
rfos— ] Dilton (42)
2T +T bom

Here ' pm E%kd.

From Egs. 38-42, it could find that I'y, I’y pm, and po(cc)
determine the coke distributions of the reactor when the cata-
lyst inventory and kq are identical for two beds in the reactor.
IfT'y, pm — O+, ie., Fom — + o0, all catalyst particles in two

beds of the reactor will be perfectly mixed, then the problem

T F py(c,) T
W1/2 p:(cc) /_\
0 First
Bed
050 AP © W, p,(c,)
¢F+Fhm | 0 0
s Second 0 0
W, /2 pl(c) Bed 0 o
LA \/’
T F pjlc,)
Reactor Pylc, Regenerator

Figure 7. A reactor-regenerator system.

The reactor is divided into two connected fluidized beds
(the first bed and second bed).
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Figure 8. The coke distributions of reactor-regenerator system. (a) po(c.), (b) p1F (ec), and (c) p?(cc).

The average coke content of the regenerator is fixed with 1.43% (I';=0.6, ¢ =0.117). [Color figure can be viewed at

wileyonlinelibrary.com]

becomes a 0D problem. This could be observed according to
the following rule

|
1 max __ .
rAliII(} FA (Cmax Cini) (ccrflax cci‘:li) ! :5(c<lzm_cc) (43)
P20+ G T c ~Cc
for cicni < ¢, which could lead to
im ) = [ a(ei-cpd (el =pte) (44
’ Cg\in
Cc
im i) = [ a(ei-cpt ()l =pf(e)  (45)

cqm
Another extreme condition, i.e., I'y p;, — + 00 Or Fppy = 0,
means the two connected beds have no back mixing flow.
Figures 8 and 9 show the simulated PDFs of coke content
of two reactor-regenerator systems where the average coke
contents of two regenerators are fixed with 1.43%. In
Figure 8, with I'j = 0.6, the PDFs of coke content of the

regenerator are almost identical when F}% ranges from 0.01 to

100. However, the profiles of pf(c.) and pS(c.) vary with
It bm r
BV When

H”“:0.0l, the whole catalyst particles in the

reactor could be regarded as perfectly mixed, and the curves
of p¥(cc) and pf(c.) coincide. With the increasing of ratio of
I'y, bm to I'y, the coke distribution of the first bed in the reactor
moves toward the lower coke content, and the distribution of
the second bed moves toward the higher coke content. When
the ratio of T'j, p, to Ty larger than 10, both p¥(c.) and p$(c.)
are nearly convergent, which means the back mixing flow of
catalyst particles between two beds could be neglected. The
situation with I'y = 3.0 is shown in Figure 9. However, there
exists a distinct difference between them. For I'; = 0.6, the
coke distributions of both beds in the reactor narrows with
increasing of the ratio of I'y, ,, to I'y, as shown in Figure 8.
While for I'} = 3.0, the change of the profile shape of coke
distributions of two beds is relatively not obvious.

Simulations of MTO reactor-regenerator systems

The effect of the coke distribution on the real reactor—
regenerator systems was investigated in this section. Table 1
gives the parameters and operation conditions of three MTO
reactors of different scale, and the geometries of these reactors
are given in Supporting Information Appendix D. In our simu-
lation model, the diameter of each reactor is assumed to be
uniform, which is same with that of its dense phase part
(above the distributor). That is to say, the modeling pilot-scale
reactor assumed to have a uniform diameter of 0.261 m, the
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Figure 9. The coke distributions of reactor-regenerator system. (a) po(c.), (b) p1F (ec), and (c) p?(cc).

The average coke content of the regenerator is fixed with 1.43% (I'1=3.0, ¢ =0.117). [Color figure can be viewed at

wileyonlinelibrary.com]
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Table 1. The Operation Conditions of MTO Reactors of
Different Size

Parameters* Pilot-scale Demo-scale Commercial-scale
m?\r)llg(lm (%) 18 2032 241,000
miﬂe(t) (krg) 4.5 . 61({ 60,250.

F e 4-8.8' 351" 42,000%

W, (kg) 9 501 56,000
T(O) 466 500 475

P (MPa) 0.024 0.103 0.108

d (m) 0.261 1.25 10.5

h (m) 2.7 6.62 26.2

*Here, mi»“]“ denotes the inlet amount of species i, T represents the temperature,
P is the gage pressure, d the simplified diameter, and & the simplified height of
the reactor.

"The catalyst particles of inflow have zero coke content.

SThe catalyst particles of inflow have average coke content of 1.43%.

demonstration-scale reactor assumed to have diameter of
1.25 m, and the commercial-scale reactor of 10.5 m. The sim-
ulations combined the coke distribution model, MTO kinetic
model, and GFBR model (see section Application to MTO
Process for details). The parameter I'; is defined as the prod-
uct of average residence time and coke deposition rate, which
is actually the Damkohler number. The average residence time
7 for each reactor was predicted by the ratio of the catalyst
inventory W to catalyst flux F, i.e., 7 = W/F. For all three
scales of reactors, the catalyst inventory W can be directly
measured based on pressure drop of the dense bed. The cata-
lyst flux F for both the pilot plant and demonstration unit can
be obtained according to the readings of the catalyst circula-
tion rate that is carefully calibrated before the experiments.
For commercial unit, the catalyst circulation rate is obtained
via the heat balance calculation in the MTO fluidized bed
regenerator. The rate constant of coke deposition ky is calcu-
lated by iteration, which is described at the last paragraph of
section Reactor Model.

Note that the coke distribution model was developed based
on mass balance, in principle it could be considered as a
generic model that can be used in a wide range. In real appli-
cation, however, it replies essentially on the coke deposition
rate and burning rate. MTO is a quite involved process with
complicated reaction network. As mentioned above, both the
coke deposition rate and burning rate were obtained based on
experiments carried out at laboratory-scale MTO fluidized bed
setups. The operation conditions of these experiments were
carefully chosen to cover the range of industrial operation con-
ditions. Even though, however, we would stress that the rate
data should be used with caution for operating conditions
beyond the experiments. Particularly the space velocity and
catalyst residence time have pronounced impact on the coke
deposition rate, and the used coke deposition rate works well

for WHSYV in the range of 1.5-5.20 kkggl\g?}? and catalyst resi-

dence time not exceeding 3 h.

For the pilot-scale reactor, the effect of residence time on
the product selectivity was investigated by keeping catalyst
inventory of 9 kg and changing the catalyst inflow from 4 to
8.8 %. By solving control equations of the reactor that based
on the proposed coke equations, the relation of I'} (I'y = 71ky)
and kyq with the average residence time could be predicted, as
shown in Figure 10. Both I'; and k4 are monotonically increas-
ing functions. It could be seen that the variation of deposition
constant k4 is small, which only ranges from 0.95 to 0.98 %
when the range of average residence time between 1.02 and
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Figure 10. The simulated I'y and k4 as a function of resi-
dence time of pilot-scale reactor.
[Color figure can be viewed at wileyonlinelibrary.com]

2.25 h. The profiles of corresponding coke distributions could
be estimated from Figure 3 by the predicted values of T';.
Meanwhile, the simulated results of product selectivity and
methanol conversion also could be obtained, as shown in
Figure 11. It represents a feature of the effect of the coke dis-
tribution: though the corresponding average coke content ¢
ranges from 5.66% to 7.88% (Figure 12), the variations of
product selectivity are very small (Figure 11), which is far dif-
ferent from that of fixed fluidized bed (see reference [5] for
detail). The difference arises from coke distribution of reactor—
regenerator system and deactivation function ¢(c.) of catalyst.
The product selectivity of a fixed fluidized bed is dependent
upon the coke content on catalyst particles, while the selectiv-
ity of a reactor-regenerator system is determined by both two

items, ie., (cc¢p), and (s¢),, where the coke distribution,
combined with deactivation function, plays an important role.
For a fixed fluidized bed, coke content c., based on dual-cycle
mechanism, could represent the weight of importance of
aromatic-based cycle, and active site content s(c.),
ie., g™ —c., could represent the weight of importance of
olefin-based cycle. However, for a reactor-regenerator system

50 T T T T T T T
o V'S V'Y
40 | C,H, 3 ¥? T Y
§ C3Hgg ] " w » -
E 30 1
2
=207 1
;
3 C,4Hg
S 10t " e 3 o S s
& = — i A
0 I CH4 4
0.8 1 12 14 16 138 2 2.2

Residence time 'r1 (h)

Figure 11. The simulated selectivity compared with
experiment values.

The simulated values are plotted by solid lines, and the
experimental values are shown by discrete markers.
The simulated conversions of methanol and experimen-
tal values are all close to 100%. [Color figure can be
viewed at wileyonlinelibrary.com]
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Figure 12. The simulated ¢4, S1, (cc¢); and (s¢), as a
function of average residence time (left axis).

The ratio of 5 to ¢.1, and the ratio of (s¢), to

(cc¢), are shown with right axis.
[Color figure can be viewed at wileyonlinelibrary.com]

(ccp), and (s¢),, not ¢y and 57, represent the weights of
aromatic-based cycle and olefin-based cycle, respectively.
These two terms could reveal the lower activity of catalyst
particles if the coke accumulates to a certain amount. It could

be found that the profile of (c.¢), is different with that of ¢cy,
because more coke content are grown into inactivity region
with the increasing of average residence time (within our

experiment range). Approximately, the quantity (s¢), /(cc),
could be used to represent the weight of two reaction cycles of
the reactor, as well as the product selectivity, while s(c.)/c.
may indicate that of fixed fluidized bed. From Figure 12, it

could see that the variation of (s¢),/(cc¢p), is more gentler
than 57 /¢c1, which may interpret the small variation of product
selectivity.

Based on the pilot-scale condition given at Table 1, we also
could model the behavior for 7; = 0.01-1 by increasing the
catalyst flux F. The simulation results were given in
Figure 13. The decreasing of residence time of catalyst parti-
cles could reduce the catalyst coke content and I'y. And the
small I'; means that the catalyst particles with small coke con-
tent dominate in the reactor, as shown in Figure 3. For catalyst
particles with small coke content, the deactivation function

50 =16
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—_ 40 | CyH, _,_,-—" 14.8
2
- C,H, - —
307 s 13.6 52
> /'/ 5
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£20f o, o 124=
©
o - o
4
B0 7 11.2
o"
rd
0 : CH4 1 0

0 0.2 0.4 0.6 0.8 1
Residence time 7 y (h)
Figure 13. The simulated selectivity (left axis) and aver-
age coke content (right axis).

The simulated conversions of methanol are close to 100%.
[Color figure can be viewed at wileyonlinelibrary.com]
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Figure 14. The comparison of the simulated selectivity
of products and average coke content with
the operation data of a 16 kt/a demonstra-
tion DMTO unit.

The simulated conversion of methanol is 99.97%, and

the corresponding operation data is 99.97%. [Color fig-
ure can be viewed at wileyonlinelibrary.com]

¢(c.) have value close to 1, and has little effect on reaction.
Therefore, in Figure 13, the product selectivity over average
coke content shows a similarity of that in a fixed bed reactor,
when the residence time is small.

For demonstration-scale reactor, the product selectivity and
methanol conversion were calculated based on control equations
and coke distribution equations. Figure 14 shows the comparison
of simulated results and the corresponding operation data. The
simulated values are in agreement with the corresponding opera-

tion data. The WHSYV of the reactor is 4.1 ];{ggl\ézlokl;l’ and the aver-

age residence time is 1.43 h. The operation condition falls in
the range of the experiments by which the kinetic parameters
were fitted. Since in this reactor where the inflow catalyst par-
ticles have zero coke content, the I'; is the only factor that
determines the coke distribution. The simulated I'; of the dem-
onstration reactor is 1.91, which means that a large portion of
catalyst particles have high coke content, as shown in
Figure 3. The simulated average coke content is 8.20%, which
is close to the experimental result of 7.7%. And the predicted

(cch), is about 1.21%, which is much smaller than the aver-
age coke content, indicating that many catalyst particles fall in
the deactivation region. However, the amount of active cata-
lyst particles are still sufficient to fully convert the methanol
feed, thus the methanol conversion is nearly 100%, which is
close to the experimental results.

For commercial-scale reactor, the product selectivity and
methanol conversion were also calculated based on the same
equations. However, the inflow catalyst particles, different
with other two reactors, have a nonzero coke content. Then
pi(ce) and po(c.) should be calculated simultaneously, as
described in last section, to obtain the correct results of
steady-state of the reactor-regenerator system. The solving
procedure is similar with that shown in Figure 6. When the
whole reactor-regenerator system reaches balance, I'; was
found to have a value of 1.80. It also indicates that most cata-
lyst particles, similar with demonstration-scale reactor, have
high coke content. The simulated average coke content is
8.07%, which is also close to the experimental value of

7.95%. The (s¢), and (c.¢), are predicted with 2.40 and
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Figure 15. The comparison of the simulated selectivity
of products and average coke content with
the operation data of a 1.8 MMt/a industrial
DMTO unit.

The simulated conversion of methanol is 100.00%, and

the corresponding operation data is 99.92%. [Color fig-
ure can be viewed at wileyonlinelibrary.com]

1.25%, respectively. The simulated product selectivity are in
good agreement with the corresponding experiment values, as
shown in Figure 15. The simulated conversion of methanol is
100.00%, which is close to the experiment value 99.92% too.

In MTO reaction over SAPO-34 catalyst, due to high activ-
ity of methanol, the methanol can easily be fully converted.
Thus, in all experiments reported in this article, the conversion
of methanol was almost 100%, which is consistent with our
simulation results for pilot plant, demonstration, and commer-
cial units. In fact within the application range of the rate con-
stants in our kinetic model, the change of I'; only has a minor
impact on the conversion of methanol. For example, for pilot
plant scale reactor, the variation of I'; from 1 to 2.2 shows a
negligible change of the conversion of methanol.

However, the product selectivity is dependent upon the coke
distribution, thus sensitive to Damkohler number I'y. If the
inflow catalyst particles have no or negligibly small coke con-
tent, the coke distribution for different I'; is shown in
Figure 3. From Figure 3, it can be found that for I'; smaller
than 1 catalyst particles with light coke deposition dominates;
while as I'y becomes larger than 1, catalyst particles with
heavy coke deposition dominates. The slope of coke distribu-
tion function varies more rapid when I'; is larger than 1. This
means that for I'; > 1 on average the catalyst particles accu-
mulate more coke, which can, on the one hand, prompt prod-
uct selectivity and, on the other hand, accelerate the
deactivation of catalyst particles. The findings in Figure 3 can
confirm the results in Figures 11 and 13, in which we show
the change of product selectivity with residence time in pilot-
scale reactor as the deposition constant kg4 is almost constant in
the reactor. As can be seen, the variation of product selectivity
becomes more pronounced when I'; reduces from larger than
1 to smaller than 1 in pilot-scale reactor, which is consistent
with the results in Figure 3.

Coke distribution in scaling up the fluidized bed reactor
For most of catalytic processes including MTO and FCC,
the decay of activity of catalyst is directly related to the depo-
sition of coke on catalyst particles. In other words, the coke
content on any catalyst particle can, to a large extend, denote
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its activity in these processes, which determines the product
selectivity and reactant conversion. Suppose that (a) the cata-
lyst particles in a fluidized bed are ideally mixed, and (b) the
mass transfer between gas and catalyst particle impose only a
minor impact on the reaction, the coke distribution is in princi-
ple the dominant factor determining the product selectivity
and reactant conversion. That is, the same coke distribution
will lead to similar product selectivity and reactant conversion.
In this connection, we argue that the coke distribution can be
used to scale up the catalytic fluidized bed reactor. Since the
Damkohler number I'; plays a key role for determining the
coke distribution when the initial coke content of the inflow
catalyst particles is sufficiently small, it may be used as the
key parameter for scaling up the fluidized bed reactor.

In MTO process, the mass transfer between gas and catalyst
has a relatively small impact on the reaction rate, thus, it is
possible to use the coke distribution to scale up the MTO flu-
idized bed reactor. In doing so, it is essentially to keep the
Damkohler number I'; constant for MTO fluidized bed reac-
tors at different scales. As shown above, our model can predict
the experimental results at various scales. We further analyze
the Damkohler number I'; for MTO reactors at different
scales. From Figure 10, it can be found that I'; for the pilot-
scale reactor is in the range of 1.0-2.2, and the I'; for an opti-
mal selectivity is around 2.0. For the demonstration reactor, a
relatively optimal product selectivity was obtained under the
operational condition as given in Table 1. The corresponding
I'; is 1.91, and the catalyst particles with high coke content
dominate according to the shape of the coke distribution as
shown in Figure 3. For the commercial-scale reactor, a rela-
tively optimal product selectivity was obtained with I"y of 1.80
whereas the inflow catalyst particles has a small coke content
of 1.43%. The consistence of the Damkohler number I'; for
MTO fluidized bed reactors at all three scales based on the
post prior analysis further confirms the role of the Damkohler
number I'; in scaling up of MTO fluidized bed reactor.

If the mass transfer between gas and catalyst particles pos-
sesses constraints, the Damkohler number I'; may not be the
only dominant parameter for scaling up the catalytic fluidized
bed reactor. In this case, the effect of gas—solid mass transfer
on scaling up needs to be considered, which in turns necessi-
tates the study of hydrodynamics of gas—solid two-phase flows
in fluidized beds. In this regard, either the simple GFBR
model or sophisticated CFD model, if validated by experi-
ments, can be used.

Conclusions

In this work, a coke distribution model for catalyst particles
in fluidized bed was developed based on population balance or
mass balance theory. A 3D time-dependent partial differential
equation, as well as some simplified equations, is proposed to
describe the PDF of coke content on catalyst particles. An ana-
lytic solution of coke distribution for OD time-independent
problem is provided. And this solution is extended for solving
nonzero-dimensional time-independent problem.

For 0D time-independent problem, the coke distribution of
catalyst particle is dependent upon three factors, i.e., average
catalyst residence time, coke deposition (or burning) rate, and
coke distribution of catalyst inflow. For coke deposition rate
linearly dependent on coke content, the first two factors could
be considered together as a dimensionless number. Such as for
MTO process, these first two factors, based on our proposed
kinetics,? are ascribed to the Dahmkohler number I'; (I'; =
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T1kg). When the inflow of catalyst particles has a single coke
content, I'; determines the PDF shape of the coke distribution:
it is monotonically decreasing if I'j < 1, monotonically
increasing if I} > 1, and constant for I'y = 1. When the inflow
of catalyst particles has a wide distribution of coke content,
the effect of I'; on the shape of the PDF is more complex.
According to our simulations of a reactor-regenerator system,
it seems that I'; = 1 also becomes a critical point for the pro-
file of the PDF of coke content.

Research on the coke distribution is of great importance for
the system where coke plays an important role in reaction rate.
Such as for MTO process, the coke content determines the
product selectivity and affects methanol conversion. Therefore,
the experience obtained from a fixed fluidized bed cannot be
directly applied to a reactor-regenerator system. For MTO
reactor—regenerator system, the effect of coke distribution

could be represented by two parameters, ie., (s¢), and

(cc),, which is different from fixed fluidized bed. We had
simulated three scales of MTO reactors, by combining the
coke distribution model, MTO kinetic model and GFBR
model. All simulated results were in good agreement with the
experimental data. This shows that the coke distribution model
can be potentially used to optimize the MTO fluidized bed
reactor design and operation. It may also be used for scaling
up some catalytic processes where the coke contents is deci-
sive to product selectivity and reactant conversion.
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Notation

c. coke content of catalyst particles, dimensionless
¥ single coke content of inflow catalyst particles, dimensionless
minimum coke content of catalyst particles, dimensionless
maximum coke content of catalyst particles, dimensionless

x spacial location of a catalyst particle, m

t time, s

7 average residence time of catalyst particles in the fluidized

bed, s

¥ average residence time of catalyst particles of cell P, s
rate of coke deposition or burning (a function of coke con-
tent), 1
v spacial velocity of a catalyst particle,
coke content PDF (probability density function) of catalyst par-
ticles in the bed (a function of spacial location, coke content
and time), dimensionless
coke content PDF of catalyst particles in the bed (a function of
coke content and time), dimensionless
coke content PDF of catalyst particles in the bed (a function of
coke content), dimensionless
coke content PDF of inflow catalyst particles (a function of
coke content and time), dimensionless
coke content PDF of inflow catalyst particles (a function of
coke content), dimensionless
coke content PDF of cell P (a function of coke content),
dimensionless
coke content PDF of the neighbor cell that connected cell P by
face f (a function of coke content), dimensionless
residence time distribution function, %

plce, 1)
plce)
Pin(Ce; 1)
Pin(cc)
pco)
PN (ee)

E(@)
Peat ()?,t) time-dependent mass density of catalyst particles at location x
and time ¢, %
W(#) catalyst inventory in the bed (a function of time), kg
W catalyst inventory in the bed, kg
Fin(?) inflow flux of catalyst particles (a function of time), k?g
Foul(®) outflow flux of catalyst particles (a function of time),

F' catalyst flux of the bed, kTg
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F catalyst influx through face f of cell P, %

Fr catalyst influx or outflow of cell P, k?g
z coordinate of reactor axis (z-axis), m
v, catalyst velocity along reactor axis (z-axis), ¢
active site content of the catalyst particle, ie., ™ -c,
dimensionless
kg rate constant of coke deposition, %
ky rate constant of coke burning, %
y phase volume fraction, dimensionless
u superficial velocity of gas, &
D axial gas dispersion coefficient, %
C; concentration of species i, kQJ‘"
r; reaction rate of species i, ];'1“‘:1
gas interchange coefficient between L and H phases, £
ay interphase transfer surface (m?) per unit volume (m®) of gas in

: m? interface
low-densny phase, m? gas in low density phase

cji coefficient of species i of reaction equation j, dimensionless

M; molar mass of species i, %

reaction rate of reaction equation j, %

e voidage of the phase, dimensionless

k{ effective rate parameter of equation j, %

deactivation function of catalyst particles, dimensionless

¢S activation parameter of catalyst particles, dimensionless

the ratio of the methanol influx to the mass of catalyst particles
in the reactor, kfg“ég&“

T'; Damkohler number, i.e., 7,ky, dimensionless

Subscripts and Superscripts

o T - o

mean value

regenerator (p(c.), W, 7, ¢, R(ce))
reactor (p(c.), W, 7, ¢, R(c.))
low-density phase

high-density phase

freeboard

first bed

second bed

bm back maxing catalyst particles
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