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1 Introduction

The concept of simulated moving bed (SMB) was patented in
1961 by Broughton and Gerhold from UOP [1]. Since then,
several applications were implemented in different areas, such
as the Parex process for the separation of p-xylene from a Cg
mixture, the Sarex process for the production of high-fructose
corn syrup and sucrose from molasses [2], chiral separations
[3-5] and bio-purifications [2, 6, 7]. In the last decades, several
new SMB-based processes were proposed such as Powerfeed
[8,9], Modicon [10], Varicol [11],
Stream Swing [13], and BackFill-SMB [14]; also the optimiza-
tion of the SMB operation conditions has been an important
field of study [15,16]. More recently, the SMB concept was
applied to reactive systems for the production of green solvents

and fuel additives [17-19].

The simulation of a continuous contact between the solid
and the liquid phases, provided by the periodical switch of inlet
and outlet SMB streams, enhances the mass-transfer driving
force, leading to a significant reduction in the mobile and
stationary phase consumption when compared with the fixed-
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bed chromatography [20]. However, the SMB process is limited
to the separation of binary or pseudo-binary mixtures or to the
recovery of one component from a multicomponent mixture.

Several configurations have been proposed in order to
extend the SMB process to the separation of multicomponent
mixtures, such as the separation of ternary mixtures by two or
more SMB in series [21,22] and the use of a five-zone SMB
system for the multicomponent separation of some sugars [23]
and chiral molecules [24]. More recently, Jermann et al
extended the concept of intermittent SMB (I-SMB) [25] to the
separation of ternary mixtures [26].

In 1990, a new derivation of the SMB concept, denominated
JO SMB process, was patented [27] and applied by the Japan
Organo company in the separation of complex multicompo-
nent mixtures such as the separation of beet molasses into raffi-
nose, sucrose, glucose, and betaine [28]. The JO concept com-
bines the features of both fixed-bed chromatography and SMB
process in a two-step continuous process [29].

The JO process applied to ternary mixtures is a cyclic process
involving two discrete steps. In the first step, the system works
as a series of chromatographic columns with the feed and the
eluent as inlet streams, and the component with the intermedi-
ate affinity with the solid phase being collected. In the second
step, the system works as an SMB unit without feed stream,
and the more and the less retained components are recovered
at the extract and raffinate outlet streams, respectively. It is
important to point out that the implementation of the JO pro-
cess on any SMB system is a relatively easy task, which can be
made without any major hardware modification [30].
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In this work, a mathematical model of the JO process for the
separation of a ternary mixture, in which step 1 is a series of
fixed-bed chromatographic columns and step 2 considers a true
moving bed (TMB) operation with no feed, is used [31]. A new
methodology for the determination of operational limits and
for the construction of the separation regions is presented. The
influence of mass transfer resistance in the separation regions
is also analyzed. Relatively to other methodologies described in
previous works [31-33], this new methodology allows the map-
ping of the operating limits in terms of process performance,
i.e., for a given separation problem and system configuration,
the range of process operation conditions becomes well-
defined. Moreover, the knowledge of the process operation lim-
its is decisive in the further optimization of the process.

2 Mathematical Model

The cyclic operation of the JO process involves the following

two steps:

1) In the first step, the feed and the eluent streams enter into
the system and the intermediate component is collected.

2) In the second step, the system works as a true moving bed
with no feed. The only inlet flow is the eluent, the most ad-
sorbed component is collected in the extract, and the less
adsorbed component is collected in the raffinate.

The mathematical model was defined based on the dimen-
t
sionless variables for space and time x = Z and0=— ,
L Le T2
respectively, with 7, = = 1g; t* and u, = t_*c where £V is the
uS
SMB switching time interval and u is the interstitial solid

velocity in the equivalent TMB, ng; is the number of columns
in section j of the SMB unit, L; is the length of an SMB section,
and L. is the length of one SMB column.

2.1 Mathematical Model for Step 1

The mathematical model for this step considers a series of
chromatographic columns arranged in four sections. Section 2
is disconnected from section 3, and the intermediate stream is
collected at the end of section 2. Besides this output flow, Q,
there are two input flows: the eluent, Qgg;, at the entrance of
section 1, and the feed, Qp, at the entrance of section 3 (Fig. 1).

The model equations [31,32] are based on the assumption of
axial dispersion flow for the fluid phase and a linear driving
force model for intraparticle mass transfer:

Mass balance in the bulk fluid phase:

ac; (Lazcﬁ_ac,-j> (-9

=y, (g% — g 1
0~ Vi\pe o ax . %ilay — ) W

where Cj; and gj; are the fluid and average adsorbed phase con-
centrations of component i in section j, g;* is the adsorbed
phase concentration at the particle surface in equilibrium with

1) List of symbols at the end of the paper.
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STEP 1

Qe @ Q¢

Figure 1. Schematic representation of the JO process. Step 1:
series of fixed-bed columns with feed and collection of the
intermediate product (B); step2: SMB operation with no feed
and collection of raffinate (product A) and extract (product C).

V.
Cij € is the bed porosity, y; = u—] is the ratio of fluid and solid

interstitial velocities, a; = Tzkp is the number of intraparticle
mass transfer units with k;, being the intraparticle mass transfer
v;L;
coefficient, and Pej = 77 is the Péclet number with DLJ, as the
L
axial dispersion coefficient.

Mass balance in the particle:

oa
== (a5 — ay) @

The initial conditions for step 1 are:

q;i(0 =0, step1, cyclel) =

®3)
Cij(0 =0, step1, cyclel)=0
Cij(0 =0, step1, cyclek)= @
Cij(0 = Os,, step 2, cyclek —1)
g;i(0 =0, step 1, cyclek) = %)
qii(0 = 05y, step 2, cycle k —1)
and the two boundary conditions for each section j are:
1 dG;
where
Feed node: Cjo= CiF (7)
. _Q
Eluent node:  Cj; o = 2 Cis (8)
1
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Raffinate and extract nodes :  Cj; = Gy 9)
and
. 3G 0 (10)
X = =
dx x=1

2.2 Mathematical Model for Step 2

In this step, the equivalent TMB model was used. The system
presents two outlet flows, the extract, Qx, and the raffinate, Qg,
and one inlet flow, the eluent Qgg, (Fig.1). There is no feed
flow in this step; therefore, the flow rate in section2 and 3 is
the same.

In this TMB model, the equation for the bulk liquid phase is
the same of Eq. (1). The particle phase equation has to take into
account the movement of the solid phase and is given by:

%0 = ax Tl — i) (an

The initial and boundary conditions for this step are:

Cij(G =0, step2, cyclel)= )
Cj(@ =0, step 1, cycle1)

ii(0 =0, step2, cycel) = )
(0 =0, step 1, cycle1)

Cij(G =0g,, step2, cyclek)= "
Gjj (0 =01, stepl, cyclek)

q;;(0 = 051, step 2, cycle k) = -

qii(0 = 651, step 1, cycle k)

The boundary conditions are given by Egs. (6) and (10). The
eluent node is defined by Eq. (8) and since there is no feed or
any other inlet stream, the remaining nodes are defined by
Eq. (9).

2.3 Numerical Method

The mathematical model was solved with the general Process
Modeling System (gPROMS, version 3.1.5, www.psenterprise.
com). The axial coordinate was discretized using the third-
order orthogonal collocation in finite elements (OCFEM). The
system of ordinary differential equations (ODEs), resulting
from the axial discretization, was integrated over the time by
the DASOLV integrator implemented in gPROMS. For axial
discretization 50 finite elements were employed. All simula-
tions had a fixed tolerance equal to 1077,

www.cet-journal.com
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3 Determination of the Operating
Conditions

After the establishment of the mathematical model it is neces-
sary to determine the operating conditions for both step 1 and
step2 in order to obtain the desired separation and the best
process performance.

The case study used in the present work is the same as that
of Mata and Rodrigues [31], the adsorption equilibrium iso-
therms are considered linear. Adsorption parameters and feed
concentration are presented in Tab. 1.

Table 1. Adsorption parameters and concentrations for the ter-
nary mixture.

Component Linear isotherm  Cp [g L]
parameter (K;)

A (less retained) 0.19 100

B (intermediate) 0.39 100

C (more retained) 0.65 100

This kind of linear adsorption isotherms appears in some
practical separations such as the separation of oligosaccharides
[34,35].

The system consists of twelve chromatographic columns
with characteristics presented in Tab. 2. It is assumed that the
mass transfer coefficient k,, is 0.5s™' and the Péclet number Pe
is 2000.

Table 2. Characteristics of the SMB columns.

Number of columns (total) 12
Column length [cm] 120
Column diameter [cm] 10.84
Column volume [L] 11.1
Number of columns per section 3
Bed porosity & 04

3.1 Operation Conditions for Step 1

The flow rate in section 1 during step 1, Q; 53, is an important
operation condition because it sets the maximum pressure
drop allowed in the system. By setting the value of Qg it is
possible to determine the duration of step 1, fg;, according to
the following expression:

LcAc

ts1 = pqsi€ m% (0 < posi < ns,) (16)
where
1—¢
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The parameter pqs; represents the distance traveled by the
intermediate component inside section 2 during step 1, normal-
ized by the length of one column, Lc. The parameter pos; was
set as 2. This value was chosen since, in almost all cases during
step 2, the intermediate component will be placed within the
last two columns of section 2, counting in liquid flow direction;
therefore, to ensure its recovery, the intermediate component
has to travel at least two columns.

The duration of step 1, ts;, can be also determined based on
the retention time of component B according to Eq.(18). The
complete derivation of Eq. (18) is presented in Appendix A.

N PR A L)
tSltB|:1 2\/Pe+kpt3( . )J (18)

By determining the value of t5; with Eq. (16), ¢ is obtained
from Eq. (18) which allows the calculation of the feed flow rate
during step 1 according to the following equation:

(";'Ach

Iy

Qr = pis1 ®s (0 < pis1 < ng3) (19)

The value of the parameter p;; used was 1, which means
that the intermediate component travels the distance of one
column inside section 3 from the feed point.

In the JO operation, the maximum flow rate occurs in sec-
tion 1. The maximum flow rate results from the maximum
pressure drop allowable in the system and from equipment
limitations such as pump capacity. In this work, the maximum
flow rate was set as Q) 5; = Qmax = 772.9 mL min .

The duration of step 1, the feed, and eluent flow rates can be
calculated by Egs. (16)-(19): t5; = 18.17 min, Qr = 350mL
min’, and Qgs1 =422.9mL min.

3.2 Operating Conditions for Step 2

In the development of the proposed method an auxiliary
parameter, p;, is used which represents the distance traveled by
the component i relatively to the feed point during step2
(Fig.2).

The propagation of the concentration fronts of each compo-
nent during the first cycle of the JO process is illustrated in
Fig.3. During the first step all the components that enter
through the feed port are carried by the liquid phase. During
the second step only the less adsorbed component is carried by
the liquid phase while the most adsorbed and intermediate
components are carried by the solid phase in the opposite
direction.

"X

C  ——
P — pés

pB

Figure 2. Schematic representation of parameter p; during step 2 of the JO pro-

cess.
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Figure 3. Position of concentration fronts during the first cycle
of JO operation. Step 1: ts; = 18.17min, Qr = 350.0 mLmin',
Qes1 = 4229mLmin™. Step2: ts;, = 66min, t* = 5.68min,
Qx=306.0mLmin™", Qg =1454mLmin™", Qgs, =451.4mLmin™".

The flow rate in sections 2 and 3, Qy/3s,, is given by:

PcKp (xcas1 + pcle) — ¢pKe (xp3s1 + pale)
Pc(xcssi + pcle) — ¢ (xp3 st + pole)

Q352 = Qs
(20)
and the duration of step 2, ts;, is defined by:

SAC

Iy = Qs(Ke — Kp) [pc(xcast + pcLe) — ¢p(xp3s1 + poLe)]

@1

where x;;; is the distance traveled by component i inside sec-
tion j during step 1, and is given by:

ts1Qjs1
U J 22
Xij,S1 8Ac¢i (22)
and,
1—¢
p=1+—K (23)

In order to guarantee that all the components are moving in
the correct direction (Fig.2), the following relation should be

satisfied:
Pc (xc.sm ) (KB - KA)
<TC (23S
bB o5 \ Lo pc Ke — K,

_Xc3s81
Lc

(24)

Therefore, the determination of the operation
conditions of step 2 depends on the choice of a pair
of the parameters pp and pc that satisfy Eq.(24).
The complete derivations of Egs.(20), (21), and
(24) are presented in Appendix A.

www.cet-journal.com
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It is also necessary to guarantee that during step 2 of the JO
operation the less retained component (A) is not recycled to
section 1 with the liquid phase and the more retained compo-
nent (C) is not carried with the solid phase to section 4. Mathe-
matically, these constraints can be expressed by:

t

Q1,5 = QK¢ — tZ*; (Qr + Qgs1) (25)
QsKa sy

_ _ St 26

Qus2 8 = Qr (26)

where the safety margin 3 is 1.03.

The equations presented above for the determination of the
flow rate in each section were obtained considering the TMB
concept; therefore, in order to calculate the true flow rates in a
real unit operating in SMB mode, the following equation can
be applied:

Q =Q+ 1—: Qs (27)

where Q* is the flow rate in a real SMB unit.

In the present method, the determination of the operating
conditions for step 2 begins by defining the value of the highest
flow rate (section 1) in the system operating in SMB mode. In
this work, it was considered that section1 operates at the
maximum flow rate allowable in the system (Qjs;* = Qmax =
7729 mLmin™"). By assigning this variable it is possible via
combining Egs. (21), (25), and (27) to obtain an expression for
the solid velocity that will be used in the TMB-based model of
step 2:

Qis2*¢Ac[pc (xcsst + pcLle) — dp(xpsst + pele) ]

Technology

in the presence of mass transfer resistances and axial dispersion
is necessary.

As described above in order to determine the internal flow
rates for step 2 it is necessary to choose the values of parame-
ters pp and pc. First of all it is necessary to determine an opera-
tion region, i.e., the range of values that can be chosen for each
parameter. The relation between the parameters py and pc giv-
en by Eq.(24) has to be satisfied. Graphically, each operating
point (pg, pc) should be above line 2 in Fig. 4 which is a graphi-
cal representation of Eq.(24). Another aspect that should be
taken into account is that the value of the parameter pc is lim-
ited by the number of columns in sections 1 and 2; therefore,
the maximum value of p¢ is (ng; + ng;) = 6. Graphically, the
maximum value of p¢ is represented by line 1 in Fig. 4.

7

6 Line 1

o ] Line 2

0.0 0.5 1.0 1.5 20 25 3.0

Figure 4. JO operation region in the p¢ versus pg plot.

Q=

and the corresponding switching time for the SMB model is
calculated by:

P —e)‘Q’—; (29)

4 Separation Regions

The determination of separation regions for the SMB operation
is typically performed by applying the triangle theory, where
the region construction is based on the dimensionless section
flow rates that guarantee the minimum purity requirements.
However, in the JO process only step 2 works as an SMB, with-
out feed stream; therefore, the triangle theory is only applicable
considering average section flow rates. Moreover, the applica-
tion of the triangle theory is limited to cases without mass
transfer resistance and without axial dispersion. Consequently,
the development of a method more adapted to the JO process

www.cet-journal.com

- eAc (18: +ﬁKC> [Pc(xcss1 + pcLe) — s (xpsst + pole)] — ts1Qusi(Ke — Kg)

© 2015 WILEY-VCH Verlag GmbH & Co. KGaA, Weinheim

(28)

In order to evaluate the performance of the JO process for a
given set of operation parameters, the purity, productivity, and
solvent consumption are calculated for each outlet stream
(extract, intermediate, and raffinate) according to the equations
presented in Tab. 3.

The separation regions for the JO process presented in this
work were constructed by choosing the points inside the opera-
tion region given by Fig. 4 that guarantee a minimum value of
purity. The procedure used to construct the separation region
follows four main steps:

1) Identification of the separation problem and the character-
istics of the system. One needs as inputs the adsorption iso-
therms, the dimension and the number of the chromato-
graphic columns present in the system, the axial-dispersion
and mass-transfer coefficients, and the maximum flow rate
allowable in the system.

2) Determination of the operating conditions for step 1. Based
on the separation problem and characteristics of the sys-
tem, the operation conditions for step 1 can be calculated
by Egs. (16)-(19).

Chem. Eng. Technol. 2015, 38, No. 12, 2316-2326
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Table 3. Performance criteria for the JO process.

Extract Intermediate Raffinate
ity [¥ C G C
Purity [%] PUX =100———<X  pUI=100— 2L PUR = 100—— A%
Cax +Cpx + Ccx Ca1+ GCgr+Ccx Car +Cgr + Ccr
ivi e C t G t C t
Productivity [gh™'L™] prx = XxCex  fs pri = ACB1 _ fs1 pRR — JCAR _ fs2
Vi s+t Vi tg +isy Vi s iy

SCX = Qesits +Qesotsy
QCextsy

Solvent consumption [Lg™']

SCI = st tQisls

_ Qeata+Qests
SCR = —==—==
QiGyts QCirls:

3) Determination of the operating region. The region where
the JO operation is feasible (Fig.4) is found based on
Eq. (24) and on the dimension of the system. The operating
conditions for step2 depend on the operation point cho-
sen.

4) Construction of the separation region. First a set of operat-
ing points (pg, pc) is chosen inside the operation region. To
each operating point corresponds a value of Q3 and ts,
given by Egs. (21) and (22), respectively. The purity of each
stream (Tab. 3) is determined by simulation of the JO pro-
cess, and the operating points which present the minimum
purity requirement are chosen to define the separation
region.

The complete procedure used to construct the separation

region is schematically illustrated in Fig. 5.

The separation region in Fig.6 is obtained using the proce-
dure indicated in Fig. 5 considering a minimum purity require-
ment of 99.9 % in all outlet streams.

The separation region allows choosing an operation point
based on a required purity; however, it is necessary to under-
stand how the other performance parameters change inside the
separation region, namely the productivity and the solvent con-
sumption. This analysis can be made by fixing the value of the
parameter py and increasing the value of pc (Fig.7) or by fixing
the value of parameter pc and increasing the value of pg
(Fig. 8). It can be observed by this analysis that a higher pc in-
side the separation region decreases the productivity and in-
creases the solvent consumption whereas a higher py has the
opposite effect on both productivity and solvent consumption.

In order to better understand the variations on the JO
performance inside the separation region, it is important to
notice that the purity considered in each outlet stream is
almost 100 %. Consequently, from the process mass balance
results that QxCc xts> = QrCcrtsi, QrCartsz = QrCartsi, and
Q1 Cg1ts1 = QrCp pts;. Therefore, inside the considered separa-
tion region, both productivity and solvent consumption

depend only on the parameter
(see Tab. 3). The rise of tg, increases the

gstem definition \

Operating conditions for Step 1

solvent consumption and decreases the
productivity. Therefore, it is important

* Isotherms;

*SMB columns number and
characteristics;

* Axial-dispersion and mass-
transfer coefficients;

|:> * Duration of Step 1 from Eq(19);
* Feed Flow-rate from Eq(22);

to understand the variation of tg, inside
the separation region.

Analyzing Egs. (21) and (28), it can
be concluded that the variation of tg,

* Maximum flow-rate;

- /

with py and pg is directly proportional
to the following function:

f(pp.0¢c) = ¢c(xcss1 + pcle)

— ¢ (xp3s1 + pole)

Operation region (Figure 4) (30)

ﬁgaration region (Figure 6)

*Choose a set of operating points
(Pg, Pc) inside the operation region;
» Determine the operating condition

+ Construction of operation region:
<:I -line 2 from Eq(27);

-line 1 from (ng; + ng,);

The function derivatives are:

- Choose the operating points that
give the minimum purity
requirement to  construct the
separation region;

Figure 5. Flow chart of the procedure used to determine the separation region.
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for each operating point with Eq(23- of (g, b
31), % = —¢ul (31)
* Simulate the JO operation for each Py
point:
- Calculate the purity in each 5f(¢ ) )
stream; # = ¢ch (32)

The analysis of fl¢, ¢c) shows that
ts, decreases with a positive variation
of pp and with a negative variation of
pc. It can be also concluded that since
@c > ¢p, the effect of pc on fg; is high-

www.cet-journal.com
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second SMB is equal to the extract flow rate of

the first SMB.
2) The total amount of adsorbent of the JO system

(&)}
1
u

99.9% Purity

was equally divided by the two SMBs.

3) The operation conditions of both SMBs were
determined considering the equilibrium theory.
The operating conditions are summarized in
Tab.6.

Tab. 7 provides the performance data of the two-
SMB system for the separation of the ternary mix-
ture. The comparison between the performances of
the JO system (Tab.4) with the two-SMB system
(Tab.7) indicates similar results. However, the
investment in two SMBs is always higher than in
one JO system.

Besides the operation parameters, the study of
the influence of the system properties is also
important. Fig. 9 demonstrates the influence of the

4 [ ]
<, ./
tnm
24 !
Best point
14
0 T T T T T T T T T T T
0.0 0.5 1.0 1.5 2.0 25

3.0 mass transfer coefficient, k,, in the separation
region. The results show that the size of the separa-
tion region is reduced when the mass transfer
resistance is higher.

The impact of mass transfer resistance on the

8 0.5 internal concentration profile of component B is
1 illustrated in Fig.10. The decrease of k, enlarges
7 the width of the concentration peak due to the
1 L 0.4 increase of the dispersive effects. This effect limits
6 . / the range positions allowable by the concentration
1 I peaks without causing the contamination of outlet
~ 57 / L 0.3 _c(,j) streams. Consequently, the separation regions
_l§ ] o T are smaller for high mass transfer resistances
£ 47 .\ r % (see Fig.9).

I o - Lo2 & Another feature which can be perceived from
%“ 3 / \I g Fig.9 is the overlapping of the separations regions
1 - & fork,=0.5s"and k,=1s" when pc=3and pc=4.
27 B L 04 This can be explained by two aspects. First, the op-
] —#— Productivity i i here the concentration front of the

14 —o— Solvent Consumption eration points where
r component C travels between pc=3 and pc=4
0 ] | . | . | . 0.0 correspond to high concentrations of component C
3 4 5 6 in the extract stream. Consequently, any small con-
o tamination caused by the concentration front of

B

component B has low impact on the extract stream

Figure 7. Variation of productivity and solvent consumption with pc for a fixed ~ purity, therefore, high values of pg are possible. The

value of pg = 0.5.

er than the effect of pp. Therefore, since inside the separation
region the higher variation allowable is for the parameter pc,
the best operation point will be the maximum pp possible
fixing the minimum pc (see Fig. 6).

The performance of JO at the best operation point is dis-
played in Tab. 4 which corresponds to the operation conditions
presented in Tab. 5.

The performance of the JO process can be compared with that
of two SMBs in series. The comparison was made assuming:

1) The constant feed flow rate of the first SMB was considered

2
to be equal to QF% since in the JO system the feed
sl s2
enters in the process during the time t5; and a complete

cycle has the duration of ts; + f5,. The feed flow rate of the

www.cet-journal.com © 2015 WILEY-VCH Verlag GmbH & Co. KGaA,

second aspect is that the dispersive effect caused by

decreasing k, =15 to k,=0.5s" is relatively small
(Fig. 10), and at high concentrations of component C in the
extract stream the possible contamination caused by the
spreading of the concentration front of component B has a
minor influence on the extract purity.

Table 4. Performance of the JO process at pg = 0.5 and pc =2.5.

Outlet streams

Purity [%] 100
Productivity [gh™'L™"] 2.35
Solvent consumption [Lg™'] 0.05

Weinheim Chem. Eng. Technol. 2015, 38, No. 12, 2316-2326
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Figure 8. Variation of productivity and solvent consumption with pg for a fixed

value of pc = 4.

Table 5. Operation conditions of the JO process for both SMB
and TMB models at pg = 0.5 and pc =2.5.

Step 1

ts; [min] 18.17

Qgs1 [mMLmin™'] 4229

Qr [mLmin™'] 350.0

Step 2 SMB TMB
ts; [min] 103.9

£ [min] 9.8 -
Q152 [mL min™'] 772.9 319.9
Q23,52 [mL min™] 623.1 170.1
Qs> [mMLmin™] 517.2 64.2
Qs [mL min"'] - 679.6
Qx [mLmin™'] 149.8

Qg [mLmin"'] 105.9

Qs> [mMLmin™] 255.7

5 Conclusions

A mathematical model of the JO process for the ternary separa-
tion is presented. Step 1 of the process is modeled as a series of
fixed-bed columns and step2 as a TMB without the feed

stream.

A new methodology for establishing the operating condi-
tions is described which allows the determination of a separa-
tion region, defined by the operating points that provide a min-
imum purity requirement. Therefore, the range of operability
of the process becomes well-defined. The influence of change

Chem. Eng. Technol. 2015, 38, No. 12, 2316-2326

of operation points on the performance parameters
inside the operation region is studied.

Analysis of the influence of mass transfer resist-
ance demonstrates that this parameter affects size
and shape of the separation region; therefore, for
systems with high mass transfer resistances, the
construction of the separation region becomes a
useful tool in order to define the optimum opera-
tion conditions. Moreover, the investigation of the
shape of the separation regions showed that the
dispersive effects in the column play an important
role for its construction and consequently for the
determination of the operation conditions.
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Table 6. Operating conditions fot the two SMBs system.

SMB1 SMB2

Feed

Raffinate

Extract

Eluent

Switching time

Qp=520lmLmin"  Qp=124.90mL min™"

Cao=100gL"! Cpo=4171gL"
Cpo=100gL" Cco=4171gL™"
Ceo=100gL™"

Qr=5354mLmin” Qg = 130.40 mL min~"

Car=9731gL" Cpr=39.96gL"
Qx =12490mLmin™  Qyx = 134.27 mL min™*
Cpx=4171gL™" Cox =3880gL™!
Cox=4171gL™!

QgL =12634mLmin™" Qg = 139.73 mLmin™"

t*=12.8 min t* = 6.9 min

Table 7. Performance of the two SMBs system.

Outlet streams

Purity [%]
Productivity [gh™'L™']

Solvent consumption [L g’l]

100

2.352

0.051
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The retention time of the intermediate compo-
nent (B) is given by the first moment, u;:

A :1{1 44 ;‘S)KB} (A1)

and the variance is obtained from the second cen-
tral moment, t, — p;*:

02_1+< € ) 1 - e -2
22 Pe \1—¢/ kK (1 —¢€)Kg

(A2)

Substituting (A.1) in (A.2), the expression for the
standard deviation is achieved:

B2
o=/ + 5 (tg —7) (A3)

0 — :
0.0 0.5 1.0 1.5 2.0 3.0 In order to ensure that the concentration front of
P component B travels to the position p,s; in section 3
B and in order to guarantee that no component B is
Figure 9. Influence of the mass transfer coefficient in the separation region  present after that position, within an assumed error
(99.9 %). of less than 5 %, the duration of step 1 is given by:
- - 23 2
tg =1ty —20=1y — 2, [=2+ (g —7) (A4
120 s1=1Ip B pe K, (l—71) (A4
100 - Eq. (A4) can be rewritten as follows:
_ 2 2 [¢p—1
ﬂ 80 4 |: Pe kptB ¢B
2
c
i< where
© 60
b= 1—¢
o pp=1+—Kpg (A.6)
o £
c
8 404 ) -
P The calculation of the internal flow rates for
k=18 . step 2 is based on the following assumptions:
4 £ BN k,=0.5 Sw - Component A (less retained component) moves
; ——— kz=01s (paLc — xa351) with the liquid phase in order to
/ be collected in the raffinate.
! . .
0 T T - Component B (intermediate component) moves
0 1 3 4 (xg3s1 + peLc) with the solid phase in order to
Il )1( Section é stay inside section 2.

Figure 10. Internal concentration profile of component B at the end of step 2
(bc = 2.5 and pg = 0.5). The inlet and outlet streams are represented by: (E) elu-

ent; (X) extract; (R) raffinate.

Appendix A

The duration of step 1, fg;, is assumed to be the time required
for the intermediate component to travel from the feed to a
certain position of section 3. f5; is obtained from the expres-
sions proposed by Haynes and Sharma [36] for the first and
second moments of the pulse response of a packed bed consid-
ering the dispersed plug-flow model, macropore and micropore
diffusion, external film resistance, and linear isotherm.

www.cet-journal.com
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- Component C (more retained component)
moves (xc3s1 + pcLc) with the solid phase in
order to be collected in the extract.

The distance traveled by each component i in
section j during step 1 is defined by:

t51Q;

o (A7)
eA, <1 +1 K,.)

Xijs1 =

and the distance traveled by each component i in section j dur-
ing step 2 is given by:
ts2(Q; — QsK;)

= (A8)
eA, (1 + TK,-)

Xijs2 =

Chem. Eng. Technol. 2015, 38, No. 12, 2316-2326
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The above assumptions can be mathematically expressed by Symbols used
the following equations:
A [dm?] column section area
Xa2/352 = Pale = Xazs1 C [gL™] concentration of liquid phase
" X D; [dm2min‘1] axial dispersion coefficient
) A3,S1 .
=—"(Q5 — QKy) (PA 2 ) (A9) f [-] function of ¢ and ¢
€A Le k [min™] intraparticl transfer coefficient
> particle mass transfer coefficien
L. [dm] SMB column length
- L [dm] SMB section length
MB2/382 = (xB3’51 * PBLC) nls [-] number of colurrgms in an SMB section
-2 (Qa-ak) O<peng (g P I] o dmensionles disanceof component
23 [-] dimensionless distance of component B
during step 2
Xc2/382 = — (xc3‘31 + PCLC) pc [-] dimensionless distance of component
to, C during step 2
=—"—(Qy35 — QKc) (pc>0) (A.11) Pe [-] Péclet number
eAcpc Pasi [-] dimensionless distance of component B
where in section 2 during step 1
PR; [gh'L™"] productivity
1—¢ Prs1 [-] dimensionless distance of component B
=1+ K; (A.12) in section 3 during step 1
PU; [%] purity
Looking at the adsorption parameters presented in Tab. 1, it q (gL™] adsorbed phase concentration
can be concluded that in this case the harder separation is Q (L min™] liquid phase flow rate

between the components B and C, since the selectivity factors
are aap = Kg/Ky = 2.1 and apc = Kc/Kg = 1.7. Therefore, a
procedure similar to the Strategy 1 proposed by Borges da Silva
et al. [32,33], for cases where the harder separation is between
the intermediate and the strongly adsorbed component, was
followed and Egs. (A.10) and (A.11) were used to determine
the liquid flow rate in section 2 and 3 during step 2. However, it
is worth noting that the expression for Q,/; obtained is differ-
ent from Borges da Silva et al. since, in the present work, the
solid flow rate is initially fixed and an expression for ts, is
found instead of one for Qs:

Kcex — Pp-Kpx
Qs = PpKexpa/ss: — PcKpxco/sse Q. (A13)
PpXB2/350 — PcXca/3se

Substituting Eq. (A.13) in Eq. (A.11) provides the duration of
step 2:

cA
27 Q5K — Kn) 75" — P (A14
27 Qs(Ke — Kg) (Ppx2/3.5 — PcXcayss:) )

In order to satisfy the constraint associated with Eq. (A.9)
(p A %) , the following inequality should be verified:
C

Qy/3,502 Q5K (A.15)

Substituting Eq.(A.13) in Eq.(A.15) and combining with
Eqgs. (A.9)-(A.12) results in:

X Ky — K, X
pp< ¢_c( €381 +PC)( B A) _ Xcas1 (A.16)
o5 \ Lc Kc—Ka Lc
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liquid phase flow rate in sections 2 and
3 during step 2

Q3s2 (L minfl]

q* (g LY adsorbed phase equilibrium
concentration

Qs [L min™] solid-phase flow rate

SC; [L g’l] solvent consumption

t [min] time variable

t* [min] switching time

Ug [dmmin™]  solid-phase velocity

V. [dm?] column volume

Xijs1 [dm] distance traveled by component i
inside section j during step 1

Xij.s2 [dm] distance traveled by component i
inside section j during step 2

x [-] dimensionless space variable

z [dm] space variable

Greek letters

a [-] number of mass transfer units

B [-] safety margin

14 [-] ratio of fluid and solid interstitial
velocities

€ [-] bed porosity

0 [-] dimensionless time variable

v [dmmin™]  liquid-phase interstitial velocity

T [min] space time

Subscripts

A less retained component

B intermediate retained component

C more retained component

www.cet-journal.com
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