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HYDROCARBON CONVERSION USING
MOLECULAR SIEVE SSZ-75

This application claims benefit under 35 USC 119 of Pro-
visional Application 60/804,248, filed Jun. 8, 2006.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to new crystalline molecular
sieve SSZ-75 and its use in catalysts for hydrocarbon conver-
sion reactions.

2. State of the Art

Because of their unique sieving characteristics, as well as
their catalytic properties, crystalline molecular sieves and
zeolites are especially useful in applications such as hydro-
carbon conversion, gas drying and separation. Although
many different crystalline molecular sieves have been dis-
closed, there is a continuing need for new molecular sieves
with desirable properties for gas separation and drying,
hydrocarbon and chemical conversions, and other applica-
tions. New molecular sieves may contain novel internal pore
architectures, providing enhanced selectivities in these pro-
cesses.

SUMMARY OF THE INVENTION

The present invention is directed to a family of crystalline
molecular sieves with unique properties, referred to herein as
“molecular sieve SSZ-75” or simply “SSZ-75”. SSZ-75 is
believed to have the framework topology designated “STI” by
the [ZA. Materials having the ST topology include naturally
occurring stilbite and the zeolite designated TNU-10. Stilbite
is disclosed in Breck, Zeolite Molecular Sieves, 1984, Robert
E. Krieger Publishing Company where it is reported that
stilbite has a typical silica/alumina mole ratio of 5.2. TNU-10
is reported in Hong et al., J. AM. CHEM. SOC. 2004, 126,
5817-5826 as having a silica/alumina mole ratio of about 14.
When attempts were made to increase the silica/alumina mole
ratio in the product, materials other than TNU-10 were pro-
duced.

In accordance with the present invention there is provided
aprocess for converting hydrocarbons comprising contacting
a hydrocarbonaceous feed at hydrocarbon converting condi-
tions with a catalyst comprising a crystalline molecular sieve
having STT topology and having a mole ratio of at least 15 of
(1) an oxide of a first tetravalent element to (2) an oxide of a
trivalent element, pentavalent element, second tetravalent
element which is different from said first tetravalent element
or mixture thereof. SSZ-75 has, after calcination, the X-ray
diffraction lines of Table II. It should be noted that the phrase
“mole ratio of at least 15” includes the case where there is no
oxide (2), i.e., the mole ratio of oxide (1) to oxide (2) is
infinity. In that case the molecular sieve is comprised of
essentially all silicon oxide. The molecular sieve may be
predominantly in the hydrogen form. It may also be substan-
tially free of acidity.

Further provided by the present invention is a hydrocrack-
ing process comprising contacting a hydrocarbon feedstock
under hydrocracking conditions with a catalyst comprising
the molecular sieve of this invention, preferably predomi-
nantly in the hydrogen form.

Also included in this invention is a process for increasing
the octane of a hydrocarbon feedstock to produce a product
having an increased aromatics content comprising contacting
a hydrocarbonaceous feedstock which comprises normal and
slightly branched hydrocarbons having a boiling range above
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about 40° C. and less than about 200° C., under aromatic
conversion conditions with a catalyst comprising the molecu-
lar sieve of this invention made substantially free of acidity by
neutralizing said molecular sieve with a basic metal. Also
provided in this invention is such a process wherein the
molecular sieve contains a Group VIII metal component.

Also provided by the present invention is a catalytic crack-
ing process comprising contacting a hydrocarbon feedstock
in a reaction zone under catalytic cracking conditions in the
absence of added hydrogen with a catalyst comprising the
molecular sieve of this invention, preferably predominantly
in the hydrogen form. Also included in this invention is such
a catalytic cracking process wherein the catalyst additionally
comprises a large pore crystalline cracking component.

This invention further provides an isomerization process
for isomerizing C, to C, hydrocarbons, comprising contact-
ing a feed having normal and slightly branched C, to C,
hydrocarbons under isomerizing conditions with a catalyst
comprising the molecular sieve of this invention, preferably
predominantly in the hydrogen form. The molecular sieve
may be impregnated with at least one Group VIII metal,
preferably platinum. The catalyst may be calcined in a steam/
air mixture at an elevated temperature after impregnation of
the Group VIII metal.

Also provided by the present invention is a process for
alkylating an aromatic hydrocarbon which comprises con-
tacting under alkylation conditions at least a molar excess of
an aromatic hydrocarbon with a C, to C,,, olefin under at least
partial liquid phase conditions and in the presence of a cata-
lyst comprising the molecular sieve of this invention, prefer-
ably predominantly in the hydrogen form. The olefin may be
a C, to C, olefin, and the aromatic hydrocarbon and olefin
may be present in a molar ratio of about 4:1 to about 20:1,
respectively. The aromatic hydrocarbon may be selected from
the group consisting of benzene, toluene, ethylbenzene
xylene, naphthalene, naphthalene derivatives, dimethylnaph-
thalene or mixtures thereof.

Further provided in accordance with this invention is a
process for transalkylating an aromatic hydrocarbon which
comprises contacting under transalkylating conditions an
aromatic hydrocarbon with a polyalkyl aromatic hydrocarbon
under at least partial liquid phase conditions and in the pres-
ence of a catalyst comprising the molecular sieve of this
invention, preferably predominantly in the hydrogen form.
The aromatic hydrocarbon and the polyalkyl aromatic hydro-
carbon may be present in a molar ratio of from about 1:1 to
about 25:1, respectively.

The aromatic hydrocarbon may be selected from the group
consisting of benzene, toluene, ethylbenzene, xylene, or mix-
tures thereof, and the polyalkyl aromatic hydrocarbon may be
a dialkylbenzene.

Further provided by this invention is a process to convert
paraffins to aromatics which comprises contacting paraffins
under conditions which cause paraffins to convert to aromat-
ics with a catalyst comprising the molecular sieve of this
invention, said catalyst comprising gallium, zinc, or a com-
pound of gallium or zinc.

In accordance with this invention there is also provided a
process for isomerizing olefins comprising contacting said
olefin under conditions which cause isomerization of the
olefin with a catalyst comprising the molecular sieve of this
invention.

Further provided in accordance with this invention is a
process for isomerizing an isomerization feed comprising an
aromatic C, stream of xylene isomers or mixtures of xylene
isomers and ethylbenzene, wherein a more nearly equilib-
rium ratio of ortho-, meta- and para-xylenes is obtained, said
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process comprising contacting said feed under isomerization
conditions with a catalyst comprising the molecular sieve of
this invention.

The present invention further provides a process for oligo-
merizing olefins comprising contacting an olefin feed under
oligomerization conditions with a catalyst comprising the
molecular sieve of this invention.

This invention also provides a process for converting oxy-
genated hydrocarbons comprising contacting said oxygen-
ated hydrocarbon with a catalyst comprising the molecular
sieve of this invention under conditions to produce liquid
products. The oxygenated hydrocarbon may be a lower alco-
hol.

Further provided in accordance with the present invention
is a process for the production of higher molecular weight
hydrocarbons from lower molecular weight hydrocarbons
comprising the steps of:

(a) introducing into a reaction zone a lower molecular
weight hydrocarbon-containing gas and contacting said
gas in said zone under C,, hydrocarbon synthesis con-
ditions with the catalyst and a metal or metal compound
capable of converting the lower molecular weight
hydrocarbon to a higher molecular weight hydrocarbon;
and

(b) withdrawing from said reaction zone a higher molecu-
lar weight hydrocarbon-containing stream.

The present invention further provides a process for hydro-
genating a hydrocarbon feed containing unsaturated hydro-
carbons, the process comprising contacting the feed and
hydrogen under conditions which cause hydrogenation with a
catalyst comprising the molecular sieve of this invention. The
catalyst can also contain metals, salts or complexes wherein
the metal is selected from the group consisting of platinum,
palladium, rhodium, iridium or combinations thereof, or the
group consisting of nickel, molybdenum, cobalt, tungsten
titanium, chromium, vanadium, rhenium, manganese and
combinations thereof.

The present invention also provides a catalyst composition
for promoting polymerization of 1-olefins, said composition
comprising

(A) a crystalline molecular sieve having a mole ratio of at
least 15 of (1) an oxide of a first tetravalent element to (2)
an oxide of a trivalent element, pentavalent element,
second tetravalent element which is different from said
first tetravalent element or mixture thereof and having,
after calcination, the X-ray diffraction lines of Table 11,
and

(B) an organotitanium or organochromium compound.

Also provided is a process for polymerizing 1-olefins,
which process comprises contacting 1-olefin monomer with a
catalytically effective amount of a catalyst composition com-
prising

(A) a crystalline molecular sieve having a mole ratio of at
least 15 of (1) an oxide of a first tetravalent element to (2)
an oxide of a trivalent element, pentavalent element,
second tetravalent element which is different from said
first tetravalent element or mixture thereof and having,
after calcination. the X-ray to diffraction lines of Table
1I; and

(B) an organotitanium or organochromium compound.

under polymerization conditions which include a temperature
and pressure suitable for initiating and promoting the poly-
merization reaction. The 1-olefin may be ethylene.

The present invention further provides a dewaxing process
comprising contacting a hydrocarbon feedstock under dew-
axing conditions with a catalyst comprising a crystalline
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molecular sieve having STI topology and a mole ratio of at
least about 14 of (1) an oxide of a first tetravalent element to
(2) an oxide of a trivalent element, pentavalent, element,
second tetravalent element which is different from said first
tetravalent element or mixture thereof. The molecular sieve is
preferably predominantly in the hydrogen form.

Also provided is a process for improving the viscosity
index of a dewaxed product of waxy hydrocarbon feeds com-
prising contacting a waxy hydrocarbon feed under isomeriza-
tion dewaxing conditions with a catalyst comprising a crys-
talline molecular sieve having STI topology and a mole ratio
ofatleast about 14 of (1) an oxide of a first tetravalent element
to (2) an oxide of a trivalent element, pentavalent element,
second tetravalent element which is different from said first
tetravalent element or mixture thereof. The molecular sieve is
preferably predominantly in the hydrogen form.

Further provided by the present invention is a process for
producing a Cs,, lube oil from a C,, olefin feed comprising
isomerizing said olefin feed under isomerization conditions
over a catalyst comprising a crystalline molecular sieve hav-
ing STT topology and a mole ratio of at least about 14 of (1) an
oxide of a first tetravalent element to (2) an oxide of a trivalent
element, pentavalent element, second tetravalent element
which is different from said first tetravalent element or mix-
ture thereof. The molecular sieve may be predominantly in
the hydrogen form. The catalyst may contain at least one
Group VIII metal.

Also provided is a process for catalytically dewaxing a
hydrocarbon oil feedstock boiling above about 350° F. (177°
C.) and containing straight chain and slightly branched chain
hydrocarbons comprising contacting said hydrocarbon oil
feedstock in the presence of added hydrogen gas at a hydro-
gen pressure of about 15-3000 psi (0.103-20.7 MPa) under
dewaxing conditions with a catalyst comprising a crystalline
molecular sieve having STI topology and a mole ratio of at
least about 14 of (1) an oxide of a first tetravalent element to
(2) an oxide of a trivalent element, pentavalent element, sec-
ond tetravalent element which is different from said first
tetravalent element or mixture thereof. The molecular sieve
may be predominantly in the hydrogen form. The catalyst
may contain at least one Group VIII metal. The catalyst may
comprise a combination comprising a first catalyst compris-
ing the molecular sieve and at least one Group VIII metal, and
asecond catalyst comprising an aluminosilicate zeolite which
is more shape selective than the molecular sieve of said first
catalyst.

The present invention further provides a process for pre-
paring a lubricating oil which comprises:

hydrocracking in a hydrocracking zone a hydrocarbonaceous
feedstock to obtain an effluent comprising ahydrocracked oil;
and

catalytically dewaxing said effluent comprising hydroc-
racked oil at a temperature of at least about 400° F. (204° C.)
and at a pressure of from about 15 psig to about 3000 psig
(0.103 t0 20.7 MPa gauge) in the presence of added hydrogen
gas with a catalyst comprising a crystalline molecular sieve
having STI topology and a more ratio of at least about 14 of
(1) an oxide of a first tetravalent element to (2) an oxide of a
trivalent element, pentavalent element, second tetravalent
element which is different from said first tetravalent element
or mixture thereof. The molecular sieve may be predomi-
nantly in the hydrogen form. The catalyst may contain at least
one Group VIII metal.

Also provided is a process for isomerization dewaxing a
raffinate comprising contacting said raffinate in the presence
of added hydrogen under isomerization dewaxing conditions
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with a catalyst comprising a crystalline molecular sieve hav-
ing STI topology and a mote ratio of at least about 14 of (1) an
oxide of a first tetravalent element to (2) an oxide of a trivalent
element, pentavalent element, second tetravalent element
which is different from said first tetravalent element or mix-
ture thereof. The raffinate may be bright stock, and the
molecular sieve may be predominantly in the hydrogen form.
The catalyst may contain at least one Group VIII metal.

DETAILED DESCRIPTION OF THE INVENTION

The present invention comprises a molecular sieve desig-
nated herein “molecular sieve SSZ-75” or simply “SSZ-75”.
In preparing SSZ-75, a tetramethylene-1,4-bis-(N-meth-
ylpyrrolidinium) dication is used as a structure directing
agent (“SDA”), also known as a crystallization template. The
SDA useful for making SSZ-75 has the following structure:

DN{_<CHZ>4_} ()

Tetramethylene-1,4-bis-
(N-methylpyrrolidinium) dication

The SDA dication is associated with anions (X~) which
may be any anion that is not detrimental to the formation of
the SSZ-75. Representative anions include halogen, e.g.,
fluoride, chloride, bromide and iodide, hydroxide acetate,
sulfate, tetrafluoroborate, carboxylate, and the like. Hydrox-
ide is the most preferred anion. The structure directing agent
(SDA) may be used to provide hydroxide ion. Thus, it is
beneficial to ion exchange, for example, a halide to hydroxide
ion.

The tetramethylene-1.4-bis-(N-methylpyrrolidinium)
dication SDA can be prepared by a method similar to that
described in U.S. Pat. No. 5,166,111, issued Nov. 24, 1992 to
Zones et al., which discloses a method for preparing a bis(1,
4-diazoniabicyclo[2.2.2]alpha, omega alkane compound, or
U.S. Pat. No. 5,268,161, issued Dec. 7, 1993, which discloses
a method for preparing 1,3,3,8,8-pentamethyl-3-azoniabicy-
clo[3.2.1]octane cation. U.S. Pat. No. 5,166,111 and U S. Pat.
No. 5,268,161 are incorporated by reference herein in their
entirety.

In general, SSZ-75 is prepared by contracting (1) an active
source(s) of silicon oxide, and (2) an active source(s) of
aluminum oxide, gallium oxide, iron oxide, boron oxide,
titanium oxide, indium oxide and mixtures thereof with the
tetramethylene-1,4-bis-(N-methylpyrrolidinium)  dication
SDA 1in the presence of fluoride ion.

SSZ-75 is prepared from a reaction mixture comprising, in
terms of mole ratios, the following:

TABLE A

Reaction Mixture

Si0,/X,0; =15 (i.c., 1 5-infinity)
OH—/Si0, 0.20-0.80
Q/Sio, 0.20-0.80
M,,/Si0, 0-0.04
1L,0/SI0, 2-10
HF/Si0, 0.20-0.80

where X is aluminum, gallium, iron, boron, titanium, indium
and mixtures thereof, ais 1 or 2, bis 2 whenais 1 (ie., Wis
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tetravalent); b is 3 when a is 2 (i.e., W is trivalent), M is an
alkali metal cation, alkaline earth metal cation or mixtures
thereof; n is the valence of M (i.e., 1 or 2); Q is a tetrameth-
ylene-1,4-bis-(N-methylpyrrolidinium) dication and F is
flvoride.

As noted above, the Si0,/X O, mole ratio in the reaction
mixture is 215. This means that the Si0,/X O, mole ratio
can be infinity, i.e., there is no X 0, in the reaction mixture.
This results in a version of SSZ-75 that is essentially all silica.
As used herein, “essentially all silicon oxide” or “essentially
all-silica” means that the molecular sieve’s crystal structure is
comprised of only silicon oxide or is comprised of silicon
oxide and only trace amounts of other oxides, such as alumi-
num oxide, which may be introduced as impurities in the
source of silicon oxide.

In practice, SSZ-75 is prepared by a process comprising:

(a) preparing an aqueous solution containing (1) a

source(s) of silicon oxide, (2) a source(s) of aluminum
oxide, gallium oxide, iron oxide, boron oxide, titanium
oxide, indium oxide and mixtures thereof, (3) a source of
fluoride ion and (4) a tetramethylene-1,4-bis-(N-meth-
ylpyrrolidinium) dication having an anionic counterion
which is not detrimental to the formation of SSZ-75;

(b) maintaining the aqueous solution under conditions suf-

ficient to form crystals of SSZ-75; and

(c) recovering the crystals of SSZ-75.

The reaction mixture is maintained at an elevated tempera-
ture until the crystals of the SSZ-75 are formed. The hydro-
thermal crystallization is usually conducted under autog-
enous pressure, at a temperature between 100° C. and 200°
C,, preferably between 135° C. and 180° C. The crystalliza-
tion period is typically greater than 1 day and preferably from
about 3 days to about 20 days. The molecular sieve may be
prepared using mild stirring or agitation.

During the hydrothermal crystallization step, the SSZ-75
crystals can be allowed to nucleate spontancously from the
reaction mixture. The use of SSZ-75 crystals as seed material
can be advantageous in decreasing the time necessary for
complete crystallization to occur. In addition, seeding can
lead to an increased purity of the product obtained by pro-
moting the nucleation and/or formation of SSZ-75 over any
undesired phases. When used as seeds, SSZ-75 crystals are
added in an amount between 0.1 and 10% of the weight of the
first tetravalent element oxide, e.g. silica, used in the reaction
mixture.

Once the molecular sieve crystals have formed, the solid
product is separated from the reaction mixture by standard
mechanical separation techniques such as filtration. The crys-
tals are water-washed and then dried, e.g., at 90° C.to0 150° C.
for from 8 to 24 hours, to obtain the as-synthesized SSZ-75
crystals. The dying step can be performed at atmospheric
pressure or under vacuum.

SS7-75 as prepared has the X-ray diffraction lines of Table
Ibelow. SSZ-75 has a composition, as synthesized (i.e., prior
to removal of the SDA from the SSZ-75) and in the anhydrous
state, comprising the following (in terms of mole ratios):

8i0,X,0, at least 15 (i.e., 1 5-infinity)
M,,/Si0, 0-0.03
Q/Si0, 0.02-0.08
F/Sio, 0.01-0.04

wherein X is aluminum, gallium, iron, boron, titanium,
indium and mixtures thereof, ¢ is 1 or2, dis 2 whencis 1 (i.e.,
W is tetravalent) or d is 3 or Swhencis 2 (ie., dis 3 when W
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is trivalent or 5 when W is pentavalent), M is an alkali metal
cation, alkaline earth metal cation or mixtures thereof; n is the
valence of M (i.e., 1 or 2); Q is a tetramethylene-1,4-bis-(N-
methyl-pyrrolidinium) dication and F is fluoride.

SSZ-75 (whether in the as synthesized or calcined version)
has a Si0,/X.0, mole ratio of 215 (i.e., 15—infinity), for
example 20—infinity or 40—infinity.

SSZ-75 is characterized by its X-ray diffraction pattern.
SSZ-75, as-synthesized, has a crystalline structure whose
X-ray powder diffraction pattern exhibits the characteristic
lines shown in Table 1.

TABLE I
As-Synthesized S87-75
Relative Integrated
2 Theta d-spacing (Angstroms) Intensity (%)
10.04 8.80 Vs
17.17 5.16 w
19.44 4.56 S
21.13 4.20 W-M
22.36 3.97 Vs
22.49 3.95 M
24.19 3.68 W
26.61 335 W
28.49 3.13 W
30.20 2.96 M
@401

{&The X-ray patterns provided are based on a relative intensity scale in
which the strongest line in the X-ray pattern is assigned a value of 100:
W(weak) is less than 20; M(medium) is between 20 and 40; S(strong) is
between 40 and 60; VS(very strong) is greater than 60.

Table 1A below shows the X-ray powder diffraction lines
for as-synthesized SSZ-75 including actual relative intensi-
ties.

TABLE 1A

As-Synthesized SSZ-75

d-spacing Relative Integrated

2 Theta (Angstroms) Intensity (%)
9.84 8.98 7
10.04 .80 100
13.24 6.68 7
14.19 6.24 4
17.17 5.16 13
19.44 4.56 47
20.01 4.43 2
20.17 4.40 7
21.13 4.20 21
22.36 3.97 84
22.49 3.95 38
24,19 3.68 12
26.13 3.41 7
26.61 3.35 17
28.49 3.13 18
29.31 3.04 10
30.20 2.96 30
30.30 2.95 7
31.94 2.80 2
3212 2.78 1
32.61 2.74 3
33.13 2.70 4
33.59 2.67 6
34.86 2.57 7
35.13 2.55 5
35.75 251 6
36.55 2.46 2
36.69 245 1
37.19 242 1

@40,1
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After calcination, the X-ray powder diffraction pattern for
SSZ-75 exhibits the characteristic lines shown in Table II
below.

TABLEII

Calcined SSZ-75

d-spacing Relative Integrared
2 Theta (Angstroms) Intensity (%)

9.64 9.17 W

9.95 8.88 \E)
10.06 8.79 M
13.14 6.73 W
19.38 4.58 W
21.03 4.22 W
22.35 397 M-S
24.19 3.68 W
28.37 314 W
30.16 2.96 W

@401

Table ITA below shows the X-ray powder diffraction lines
for calcined SSZ-75 including actual relative intensities.

TABLE ITA

Calcined SSZ-75

Relative Integrated

2 Theta d-spacing (Angstroms) Intensity (%)
9.64 9.17 1
9.95 8.88 100
10.06 8.79 24
13.14 6.73 7
14.17 6.25 2
17.13 5.17 2
17.25 5.14 3
19.38 4.58 15
20.23 4.39 1
21.03 4.22 10
22.35 3.97 39
22.54 3.94 6
24.19 3.68 7
25.24 353 6
26.08 341 2
26.48 3.36 6
28.37 3.14 7
29.25 3.05 3
30.16 2.96 13
30.32 2.95 2
32.18 2.78 1
33.02 2.71 2
33.54 2.67 2
34.57 2.59 1
34.94 2.57 2
35.09 2.56 1
35.68 251 2
36.58 245 1
37.07 242 1

@e0.1

The X-ray powder diffraction patterns were determined by
standard techniques. The radiation was CuKalpha radiation.
The peak heights and the positions, as a function of 26 where
6 is the Bragg angle, were read from the relative intensities of
the peaks, and d, the interplanar spacing in Angstroms cotre-
sponding to the recorded lines, can be calculated.

The variation in the scattering angle (two theta) measure-
ments, due to instrument error and to differences between
individual samples, is estimated at +0.1 degrees.

Representative peaks from the X-ray diffraction pattern of
calcined SSZ-75 are shown in Table I. Calcination can result
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in changes in the intensities of the peaks as compared to
patterns of the “as-made” material, as well as minor shifts in
the diffraction pattern.

Crystalline SSZ-75 can be used as-synthesized, but pref-
erably will be thermally treated (calcined). Usually, it is desir-
able to remove the alkali metal cation (if any) by ion exchange
and replace it with hydrogen, ammonium, or any desired
metal ion.

SSZ-75 can be formed into a wide variety of physical
shapes. Generally speaking, the molecular sieve can be in the
form of a powder, a granule, or a molded product, such as
extrudate having a particle size sufficient to pass through a
2-mesh (Tyler) screen and be retained on a 400-mesh (Tyler)
screen. In cases where the catalyst is molded, such as by
extrusion with an organic binder, the SSZ-75 can be extruded
before drying, or, dried or partially dried and then extruded.

SSZ-75 can be composited with other materials resistant to
the temperatures and other conditions employed in organic
conversion processes. Such matrix materials include active
and inactive materials and synthetic or naturally occurring
zeolites as well as inorganic materials such as clays, silica and
metal oxides. Examples of such materials and the manner in
which they can be used are disclosed in U.S. Pat. No. 4,910,
006, issued May 20, 1990 to Zones et al., and U.S. Pat. No.
5,316,753, issued May 31, 1994 to Nakagawa, both of which
are incorporated by reference herein in their entirety.

Hydrocarbon Conversion Processes

SSZ-75 molecular sieves are useful in hydrocarbon con-
version reactions. Hydrocarbon conversion reactions are
chemical and catalytic processes in which carbon containing
compounds are changed to different carbon containing com-
pounds. Examples of hydrocarbon conversion reactions in
which SSZ-75 is expected to be useful include hydrocrack-
ing, dewaxing, catalytic cracking and olefin and aromatics
formation reactions. The catalysts are also expected to be
useful in other petroleum refining and hydrocarbon conver-
sion reactions such as isomerizing n-paraffins and naph-
thenes, polymerizing and oligomerizing olefinic or acetylenic
compounds such as isobutylene and butene-1, polymerization
of 1-olefins (e.g., ethylene), reforming, isomerizing polyalkyl
substituted aromatics (e.g., m-xylene), and disproportionat-
ing aromatics (e.g., toluene) to provide mixtures of benzene,
xylenes and higher methylbenzenes and oxidation reactions.
Also included are rearrangement reactions to make various
naphthalene derivatives, and forming higher molecular
weight hydrocarbons from lower molecular weight hydrocar-
bons (e.g., methane upgrading).

The SSZ-75 catalysts may have high selectivity, and under
hydrocarbon conversion conditions can provide a high per-
centage of desired products relative to total products.

For high catalytic activity, the SSZ-75 molecular sieve
should be predominantly in its hydrogen ion form. Generally,
the molecular sieve is converted to its hydrogen form by
ammonium exchange followed by calcination. If the molecu-
lar sieve is synthesized with a high enough ratio of SDA
cation to sodium ion, calcination alone may be sufficient. It is
preferred that, after calcination, at least 80% of the cation
sites are occupied by hydrogen ions and/or rare earth ions. As
used herein, “predominantly in the hydrogen form” means
that, after calcination, at least 80% of the cation sites are
occupied by hydrogen ions and/or rare earth ions.

SSZ-75 molecular sieves can be used in processing hydro-
carbonaceous feedstocks. Hydrocarbonaceous feedstocks
contain carbon compounds and can be from many different
sources, such as virgin petroleum fractions, recycle petro-
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leum fractions, shale oil, liquefied coal, tar sand oil, synthetic
paraffins from NAO, recycled plastic feedstocks. Other feeds
include synthetic feeds, such as those derived from a Fischer
Tropsch process, including an oxygenate-containing Fischer
Tropsch process boiling below about 371° C. (700° F.). In
general, the feed can be any carbon containing feedstock
susceptible to zeolitic catalytic reactions. Depending on the
type of processing the hydrocarbonaceous feed is to undergo,
the feed can contain metal or be free of metals, it can also have
high or low nitrogen or sulfur impurities. It can be appreci-
ated, however, that in general processing will be more effi-
cient (and the catalyst more active) the lower the metal, nitro-
gen, and sulfur content of the feedstocks.

The conversion of hydrocarbonaceous feeds can take place
in any convenient mode, for example, in fluidized bed, mov-
ing bed, or fixed bed reactors depending on the types of
process desired. The formulation of the catalyst particles will
vary depending on the conversion process and method of
operation.

Other reactions which can be performed using the catalyst
of this invention containing a metal, e.g., a Group VIII metal
such platinum, include hydrogenation-dehydrogenation reac-
tions, denitrogenation and desulfurization reactions.

The following table indicates typical reaction conditions
which may be employed when using catalysts comprising
SSZ-75 in the hydrocarbon conversion reactions of this
invention. Preferred conditions are indicated in parentheses.

Process Temp., ©C.  Pressure LHSV
Hydrocracking 175-485  0.5-350 bar 0.1-30
Dewaxing 200-475 15-3000 psig, 0.1-20
(250-450)  0.103-20.7 Mpa (0.2-10)
gauge
(200-3000, 1.38-20.7
Mpa gauge)
Aromarics 400-600  atm.-10 bar 0.1-15
formation {480-550)
Cat. Cracking 127-885  subatm.-! 0.5-50
(atm.-5 atm.)
Oligomerizaticn 232-649%  0.1-50 atm 23 0.2-50?
102320 — 0.05-20°
(27-2047* — (0.1-10)°
Paraffing to 100-700  0-1000 psig 0.5-40°
aromatics
Condensation of 260-538  0.5-1000 psig, 0.5-50°
alcohols 0.00345-6.89 Mpa
gauge
Isomerization 93-538  50-1000 psig, 1-10
(204-315)  0.345-6.89 Mpa 1-4
gauge
Xylene 260-393%  0.5-30 atm? 0.1-100°
iscmerization (315-566)>  (1-5 atm)? (0.5-50)°
38-371*  1-200 atm.* 05-50

!Several hundred atmospheres
?Gas phase reaction
*Hydrocarbon partial pressire
“Liquid phase reaction
SWHSV

Other reaction conditions and parameters are provided below.

Hydrocracking

Using a catalyst which comprises SSZ-75 preferably pre-
dominantly in the hydrogen form, and a hydrogenation pro-
moter, heavy petroleum residual feedstocks, cyclic stocks and
other hydrocrackate charge stocks can be hydrocracked using
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the process conditions and catalyst components disclosed in
the aforementioned U.S. Pat. No. 4,910,006 and U.S. Pat. No.
5,316,753.

The hydrocracking catalysts contain an effective amount of
at least one hydrogenation component of the type commonly
employed in hydrocracking catalysts. The hydrogenation
component is generally selected from the group of hydroge-
nation catalysts consisting of one or more metals of Group
VIB and Group VIII, including the salts, complexes and solu-
tions containing such. The hydrogenation catalyst is prefer-
ably selected from the group of metals, salts and complexes
thereof of the group consisting of at least one of platinum,
palladium, rhodium, indium, ruthenium and mixtures thereof
or the group consisting of at least one of nickel, molybdenum,
cobalt, tungsten, titanium, chromium and mixtures thereof.
Reference to the catalytically active metal or metals is
intended to encompass such metal or metals in the elemental
state or in some form such as an oxide, sulfide, halide, car-
boxylate and the like. The hydrogenation catalyst is present in
an effective amount to provide the hydrogenation function of
the hydrocracking catalyst, and preferably in the range of
from 0.05 to 25% by weight.

Dewaxing

For dewaxing processes, the catalyst comprises a molecu-
lar sieve having STI tpology and having a mole ratio of at least
15 of (1) an oxide of a first tetravalent element to (2) an oxide
ofatrivalent element, pentavalent element, second tetravalent
element which is different from said first tetravalent element
or mixture thereof. Thus, the molecular sieve may be SSZ-75
or TNU-10, preferably predominantly in the hydrogen form.
The catalyst can be used to dewax hydrocarbonaceous feeds
by selectively removing straight chain paraffins. Typically,
the viscosity index of the dewaxed product is improved (com-
pared to the waxy feed) when the waxy feed is contacted with
SSZ-75 or TNU-10 under isomerization dewaxing condi-
tions.

The catalytic dewaxing conditions are dependent in large
measure on the feed used and upon the desired pour point.
Hydrogen is preferably present in the reaction zone during the
catalytic dewaxing process. The hydrogen to feed ratio is
typically between about 500 and about 30,000 SCF/bbl (stan-
dard cubic feet per barrel) (0.089 to 5.34 SCM/liter (standard
cubic meters/liter)), preferably about 1000 to about 20,000
SCF/bbl (0.178 to 3.56 SCM/liter). Generally, hydrogen will
be separated from the product and recycled to the reaction
zone. Typical feedstocks include light gas oil, heavy gas oils
and reduced crudes boiling above about 350° F. (177° C.).

A typical dewaxing process is the catalytic dewaxing of a
hydrocarbon oil feedstock boiling above about 350° F. (177°
C.) and containing straight chain and slightly branched chain
hydrocarbons by contacting the hydrocarbon oil feedstock in
the presence of added hydrogen gas at a hydrogen pressure of
about 15-3000 psi (0.103-20.7 Mpa) with a catalyst compris-
ing SSZ-75 and at least one Group VIII metal.

The SS-75 or TNU-10 hydrodewaxing catalyst may
optionally contain a hydrogenation component of the type
commonly employed in dewaxing catalysts. See the afore-
mentioned U.S. Pat. No. 4,910,006 and U.S. Pat. No. 5,316,
753 for examples of these hydrogenation components.

The hydrogenation component is present in an effective
amount to provide an effective hydrodewaxing and hydroi-
somerization catalyst preferably in the range of from about
0.05 to 5% by weight. The catalyst may be run in such amode
to increase isomerization dewaxing at the expense of cracking
reactions.
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The feed may be hydrocracked, followed by dewaxing.
This type of two stage process and typical hydrocracking
conditions are described in U.S. Pat. No. 4,921,594, issued
May 1, 1990 to Miller, which is incorporated herein by ref-
erence in its entirety.

SSZ-75 or TNU-10 may also be utilized as a combination
of catalysts. That is, the catalyst comprises a combination
comprising molecular sieve SSZ-75 or TNU-10 and at least
one Group VIII metals, and a second catalyst comprising an
aluminosilicate zeolite which is more shape selective than
molecular sieve SSZ-75 or TNU-10. The combination may be
comprised of layers. The use of layered catalysts is disclosed
in U.S. Pat. No. 5,149,421, issued Sep. 22, 1992 to Miller,
which is incorporated by reference herein in its entirety. The
layering may also include a bed of SSZ-17 or TNU=10 lay-
ered with a non-zeolitic component designed for either
hydrocracking or hydrofinishing.

SSZ-75 or TNU-10 may also be used to dewax raffinates,
including bright stock, under conditions such as those dis-
closed in U.S. Pat. No. 4,181,598, issued Jan. 1, 1980 to
Gillespie et al., which is incorporated by reference herein in
its entirety.

Ttis often desirable to use mild hydrogenation (sometimes
referred to as hydrofinishing) to produce more stable dew-
axed products. The hydrofinishing step can be performed
either before or after the dewaxing step, and preferably after.
Hydrofinishing is typically conducted at temperatures rang-
ing from about 190° C. to about 340° C. at pressures from
about 400 psig to about 3000 psig (2.76 to 20.7 Mpa gauge) at
space velocities (LHSV) between about 0.1 and 20 and a
hydrogen recycle rate of about 400 to 1500 SCF/bbl (0.071 to
0.27 SCM/liter). The hydrogenation catalyst employed must
be active enough not only to hydrogenate the olefins, diolefins
and color bodies which may be present, but also to reduce the
aromatic content. Suitable hydrogenation catalyst are dis-
closed in U.S. Pat. No. 4,921,594 issued May 1, 1990 to
Miller, which is incorporated by reference herein in its
entirety. The hydrofinishing step is beneficial in preparing an
acceptably stable product (e.g., a lubricating oil) since dew-
axed products prepared from hydrocracked stocks tend to be
unstable to air and light and tend to form sludges spontane-
ously and quickly.

Lube o1l may be prepared using SSZ-75 or TNU-10. For
example, a C,,, lube oil may be made by isomerizing a C,,,
olefin feed over a catalyst comprising SSZ-75 or TNU-10 in
the hydrogen form and at least one Group VIII metal. Alter-
natively, the lubricating oil may be made by hydrocracking in
a hydrocracking zone a hydrocarbonaceous feedstock to
obtain an effluent comprising a hydrocracked oil, and cata-
Iytically dewaxing the effluent at a temperature of at least
about400° F. (204° C.) and at a pressure of from about 15 psig
to about 3000 psig (0.103-20.7 Mpa gauge) in the presence of
added hydrogen gas with a catalyst comprising SSZ-75 or
TNU-10F in the hydrogen form and at least one Group VIII
metal.

Aromatics Formation

SSZ-75 can be used to convert light straight run naphthas
and similar mixtures to highly aromatic mixtures. Thus, nor-
mal and slightly branched chained hydrocarbons, preferably
having a boiling range above about 40° C. and less than about
200° C., can be converted to products having a substantial
higher octane aromatics content by contacting the hydrocar-
bon feed with a catalyst comprising SSZ-75. Itis also possible
to convert heavier feeds into BTX or naphthalene derivatives
of value using a catalyst comprising SSZ-75.
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The conversion catalyst preferably contains a Group VIII
metal compound to have sufficient activity for commercial
use. By Group VIII metal compound as used herein is meant
the metal itself or a compound thereof. The Group VIII noble
metals and their compounds, platinum, palladium, and iri-
dium, or combinations thereof can be used. Rhenium or tin or
a mixture thereof may also be used in conjunction with the
Group VIII metal compound and preferably a noble metal
compound. The most preferred metal is platinum. The
amount of Group VIII metal present in the conversion catalyst
should be within the normal range of use in reforming cata-
lysts, from about 0.05 to 20 weight percent preferably 0.2 to
0.8 weight percent.

It is critical to the selective production of aromatics in
useful quantities that the conversion catalyst be substantially
free of acidity, for example, by neutralizing the molecular
sieve with a basic metal, e.g., alkali metal, compound. Meth-
ods for rendering the catalyst free of acidity are known in the
art. See the aforementioned U.S. Pat. No. 4,910,006 and U.S.
Pat. No. 5,316,753 for a description of such methods.

The preferred alkali metals are sodium, potassium,
rubidium and cesium. The molecular sieve itself can be sub-
stantially free of acidity only at very high silica:alumina mole
ratios.

Catalytic Cracking

Hydrocarbon cracking stocks can be catalytically cracked
in the absence of hydrogen using SSZ-75, preferably pre-
dominantly in the hydrogen form.

When SSZ-751s used as a catalytic cracking catalyst in the
absence of hydrogen, the catalyst may be employed in con-
junction with traditional cracking catalysts, e.g., any alumi-
nosilicate heretofore employed as a component in cracking
catalysts. Typically, these large pore, crystalline aluminosili-
cates. Examples of these traditional cracking catalysts are
disclosed in the aforementioned U.S. Pat. No. 4,910,006 and
U.S. Pat. No. 5,316,753, When a traditional cracking catalyst
(TC) component is employed, the relative weight ratio of the
TC to the SSZ-75 is generally between about 1:10 and about
500:1, desirably between about 1:10 and about 200:1, pref-
erably between about 1:2 and about 50:1, and most preferably
is between about 1:1 and about 20:1. The novel molecular
sieve and/or the traditional cracking component may be fur-
ther ion exchanged with rare earth ions to modify selectivity.

The cracking catalysts are typically employed with aninor-
ganic oxide matrix component. See the aforementioned U.S.
Pat. No. 4,910,006, and U.S. Pat. No. 5,316,753 for examples
of such matrix components.

Isomerization

The present catalyst is highly active and highly selective
for isomerizing C, to C, hydrocarbons. The activity means
that the catalyst can operate at relatively low temperature
which thermodynamically favors highly branched paraffins.
Consequently, the catalyst can produce a high octane product.
The high selectivity means that a relatively high liquid yield
can be achieved when the catalyst is run at a high octane.

The present process comprises contacting the isomeriza-
tion catalyst, i.e., a catalyst comprising SSZ-75 in the hydro-
gen form, with a hydrocarbon feed under isomerization con-
ditions. The feed is preferably a light straight run fraction,
boiling within the range of 30° F. 10 250°F. (-1°C.t0 121°C.)
and preferably from 60° F. to 200° F. (16° C. to 93° C.)
Preferably, the hydrocarbon feed for the process comprises a
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substantial amount of C, to C, normal and slightly branched
low octane hydrocarbons, more preferably C, and C, hydro-
carbons.

Itis preferable to carry out the isomerization reaction in the
presence of hydrogen. Preferably, hydrogen is added to give a
hydrogen to hydrocarbon ratio (H,/HC) of between 0.5 and
10 H,/HC, more preferably between 1 and 8 H,/HC. See the
aforementioned U.S. Pat. No. 4,910,006 and U.S. Pat. No.
5,316,753 for a further discussion of isomerization process
conditions.

A low sulfur feed is especially preferred in the present
process. The feed preferably contains less than 10 ppm, more
preferably less than 1 ppm, and most preferably less than 0.1
ppm sulfur. In the case of a feed which is not already low in
sulfur, acceptable levels can be reached by hydrogenating the
feed in a presaturation zone with a hydrogenating catalyst
which is resistant to sulfur poisoning. See the aforementioned
U.S. Pat. No. 4,910,006 and U.S. Pat. No. 5,316,753 for a
further discussion of this hydrodesulfurization process.

It is preferable to limit the nitrogen level and the water
content of the feed. Catalysts and processes which are suit-
able for these purposes are known to those skilled in the art.

After a period of operation, the catalyst can become deac-
tivated by sulfur or coke. See the aforementioned U.S. Pat.
No. 4,910,006 and U.S. Pat. No. 5,316,753 for a further
discussion of methods of removing this sulfur and coke, and
of regenerating the catalyst.

The conversion catalyst preferably contains a Group VIII
metal compound to have sufficient activity for commercial
use. By Group VIII metal compound as used herein is meant
the metal itself or a compound thereof. The Group VIII noble
metals and their compounds, platinum, palladium, and iri-
dium, or combinations thereof can be used. Rhenium and tin
may also be used in conjunction with the noble metal. The
most preferred metal is platinum. The amount of Group VIII
metal present in the conversion catalyst should be within the
normal range of use in isomerizing catalysts, from about 0.05
to 2.0 weight percent, preferably 0.2 to 0.8 weight percent.

Alkylation and Transalkylation

SSZ-75 can be used in a process for the alkylation or
transalkylation of an aromatic hydrocarbon. The process
comprises contacting the aromatic hydrocarbon with a C, to
C,, olefin alkylating agent or a polyalkyl aromatic hydrocar-
bon transalkylating agent, under at least partial liquid phase
conditions, and in the presence of a catalyst comprising SSZ-
75.

SSZ-75 can also be used for removing benzene from gaso-
line by alkylating the benzene as described above and remov-
ing the alkylated product from the gasoline.

For high catalytic activity, the SSZ-75 molecular sieve
should be predominantly in its hydrogen ion form. It is pre-
ferred that, after calcination, at least 80% of the cation sites
are occupied by hydrogen ions and/or rare earth ions.

Examples of suitable aromatic hydrocarbon feedstocks
which may be alkylated or transalkylated by the process of the
invention include aromatic compounds such as benzene, tolu-
ene and xylene. The preferred aromatic hydrocarbon is ben-
zene. There may be occasions where naphthalene or naphtha-
lene derivatives such as dimethylnaphthalene may be
desirable. Mixtures of aromatic hydrocarbons may also be
employed.

Suitable olefins for the alkylation of the aromatic hydro-
carbon are those containing 2 to 20, preferably 2 to 4, carbon
atoms, such as ethylene, propylene, butene-1, trans-butene-2
and cis-butene-2, or mixtures thereof. There may be instances
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where pentenes are desirable. The preferred olefins are eth-
ylene and propylene. Longer chain alpha olefins may be used
as well.

When transalkylation is desired, the transalkylating agent
is a polyalkyl aromatic hydrocarbon containing two or more
alkyl groups that each may have from 2 to about 4 carbon
atoms. For example, suitable polyalkyl aromatic hydrocar-
bons include di-, tri- and tetra-alkyl aromatic hydrocarbons,
such as diethylbenzene, triethylbenzene, diethylmethylben-
zene(diethyltoluene), di-isopropylbenzene, di-isopropyltolu-
ene, dibutylbenzene, and the like. Preferred polyalkyl aro-
matic hydrocarbons are the dialkyl benzenes. A particularly
preferred polyalkyl aromatic hydrocarbon is di-isopropyl-
benzene.

When alkylation is the process conducted, reaction condi-
tions are as follows. The aromatic hydrocarbon feed should be
present in stoichiometric excess. It is preferred that molar
ratio of aromatics to olefins be greater than four-to-one to
prevent rapid catalyst fouling. The reaction temperature may
a range from 100° F. to 600° F. (38° to 315° C.), preferably
250°F.t0450°F. (121° C.10 232° C.). The reaction pressure
should be sufficient to maintain at least a partial liquid phase
in order to retard catalyst fouling. This is typically 50 psig to
1000 psig (0.345 to 6.89 Mpa gauge) depending on the feed-
stock and reaction temperature. Contact time may range from
10 seconds to 10 hours, but is usually from 5 minutes to an
hour. The weight hourly space velocity (WHSV), in terms of
grams (pounds) of aromatic hydrocarbon and olefin per gram
(pound) of catalyst per hour, is generally within the range of
about 0.5 to 50.

When transalkylation is the process conducted, the molar
ratio of aromatic hydrocarbon will generally range from
about 1:1 to 25:1, and preferably from about 2:1 to 20:1. The
reaction temperature may range from about 100° F. to 600° F.
(38°C. 10 315° C.), but it is preferably about 250° F. to 450°
F. (121° C. to 232° C.). The reaction pressure should be
sufficient to maintain at least a partial liquid phase, typically
in the range of about 50 psig to 1000 psig (0.345 to 6.89 Mpa
gauge), preferably 300 psig to 600 psig (2.07 to 4.14 Mpa
gauge) The weight hourly space velocity will range from
about 0.1 to 10, U.S. Pat. No. 5,082,990 issued; on Jan. 21,
1992 to Hsieh, et al. describes such processes and is incorpo-
rated herein by reference.

Conversion of Paraffins to Aromatics

SSZ-75 can be used to convert light gas C,-C paraffins to
higher molecular weight hydrocarbons including aromatic
compounds. Preferably, the molecular sieve will contain a
catalyst metal or metal oxide wherein said metal is selected
from the group consisting of Groups IB, IIB, VIII and ITTA of
the Periodic Table. Preferably, the metal is gallium, niobium,
indium or zinc in the range of from about 0.05 to 5% by
weight.

Isomerization of Olefins

SSZ-75 can beused to isomerize olefins. The feed stream is
a hydrocarbon stream containing at least one C, ¢ olefin,
preferably a C, ; normal olefin, more preferably normal
butene. Normal butene as used in this specification means all
forms of normal butene, e.g., 1-butene, cis-2-butene, and
trans-2-butene. Typically, hydrocarbons other than normal
butene or other C,_ normal olefins will be present in the feed
stream. These other hydrocarbons may include, e.g., alkanes,
other olefins, aromatics, hydrogen, and inert gases.
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The feed stream typically may be the effluent from a fluid
catalytic cracking unit or a methyl-tert-butyl ether unit. A
fluid catalytic cracking unit effluent typically contains about
40-60 weight percent normal butenes. A methyl-tert-butyl
ether unit effluent typically contains 40-100 weight percent
normal butene. The feed stream preferably contains at least
about 40 weight percent normal butene, more preferably at
least about 65 weight percent normal butene. The terms iso-
olefin and methyl branched iso-olefin may be used inter-
changeably in this specification.

The process is carried out under isomerization conditions.
The hydrocarbon feed is contacted in a vapor phase with a
catalyst comprising the SSZ-75. The process may be carried
out generally at a temperature from about 625° F. to about
950° F. (329-510° C.), for butenes, preferably from about
700° F. to about 900° F. (371-482° C.), and about 350° F. to
about 650° F. (177-343° C.) for pentenes and hexenes. The
pressure ranges from subatmospheric to about 200 psig (1.38
Mpa gauge), preferably from about 15 psig to about 200 psig
(0.103 to 1.38 Mpa gauge), and more preferably from about 1
psig to about 150 psig (0.00689 to 1.03 Mpa gauge).

The liquid hourly space velocity during contacting is gen-
erally from bout 0.1 to about 50 hr™, based on the hydrocar-
bon feed, preferably from about 0.1 to about 20 hr™', more
preferably from about 0.2 to about 10 hr™', most preferably
from about 1 to about 5 hr™'. A hydrogen/hydrocarbon molar
ratio is maintained from about 0 to about 30 or higher. The
hydrogen can be added directly to the feed stream or directly
to the isomerization zone. The reaction is preferably substan-
tially free of water, typically less than about two weight
percent based on the feed. The process can be carried outin a
packed bed reactor, a fixed bed, fluidized bed reactor, or a
moving bed reactor. The bed of the catalyst can move upward
or downward. The mole percent conversion of, e.g., normal
butene to iso-butene is at least 10, preferably at least 25, and
more preferably at least 35.

Xylene [somerization

SSZ-75 may also be useful in a process for isomerizing one
or more Xylene isomers in a C, aromatic feed to obtain ortho-,
meta-, and para-xylene in a ratio approaching the equilibrium
value. In particular, xylene isomerization is used in conjunc-
tion with a separate process to manufacture para-xylene. For
example, a portion of the para-xylene in a mixed C aromatics
stream may be recovered by crystallization and centrifuga-
tion. The mother liquor from the crystallizer is then reacted
under xylene isomerization conditions to restore ortho-,
meta- and para-xylenes to a near equilibrium ratio. At the
same time, part of the ethylbenzene in the mother liquor is
converted to xylenes or to products which are easily separated
by filtration. The isomerate is blended with fresh feed and the
combined stream is distilled to remove heavy and light by-
products. The resultant Cq aromatics stream is then sent to the
crystallizer to repeat the cycle.

Optionally, isomerization in the vapor phase is conducted
in the presence of 3.0 to 30.0 moles of hydrogen per mole of
alkylbenzene (e.g., ethylbenzene). If hydrogen is used, the
catalyst should comprise about 0.1 to 2.0 wt. % of a hydro-
genation/dehydrogenation component selected from Group
VIII (of the Periodic Table) metal component, especially
platinum or nickel. By Group VIII metal component is meant
the metals and their compounds such as oxides and sulfides.

Optionally, the isomerization feed may contain 10 to 90 wt.

of a diluent such as toluene, trimethylbenzene, naphthenes or
paraffins.
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Oligomerization

It is expected that SSZ-75 can also be used to oligomerize
straight and branched chain olefins having from about 2 to 21
and preferably 2-5 carbon atoms. The oligomers which are
the products of the process are medium to heavy olefins which
are useful for both fuels, i.e., gasoline or a gasoline blending
stock and chemicals.

The oligomerization process comprises contacting the ole-
fin feedstock in the gaseous or liquid phase with a catalyst
comprising SSZ-75.

The molecular sieve can have the original cations associ-
ated therewith replaced by a wide variety of other cations
according to techniques well known in the art. Typical cations
would include hydrogen, ammonium and metal cations
including mixtures of the same. Of the replacing metallic
cations, particular preference is given to cations of metals
such as rare earth metals, manganese, calcium, as well as
metals of Group 11 of the Periodic Table, e.g., zinc, and Group
VIII of the Periodic Table, e.g., nickel. One of the prime
requisites is that the molecular sieve have a fairly low aroma-
tization activity, i.e., in which the amount of aromatics pro-
duced is not more than about 20% by weight. This is accom-
plished by using a molecular sieve with controlled acid
activity [alpha value] of from about 0.1 to about 120, prefer-
ably from about 0.1 to about 100, as measured by its ability to
crack n-hexane.

Alpha values are defined by a standard test known in the
art, e.g., as shown in U.S. Pat. No. 3,960,978 issued on Jun. 1,
1976 to Givens et al. which is incorporated totally herein by
reference. If required, such molecular sieves may be obtained
by steaming, by use in a conversion process or by any other
method which may occur to one skilled in this art.

Condensation of Alcohols

SSZ-75 can be used to condense lower aliphatic alcohols
having 1 to 10 carbon atoms to a gasoline boiling point
hydrocarbon product comprising mixed aliphatic and aro-
matic hydrocarbon. The process disclosed in U.S. Pat. No.
3,894,107, issued Jul. 8, 1975 to Butter et al., describes the
process conditions used in this process, which patent is incor-
porated totally herein by reference.

The catalyst may be in the hydrogen form or may be base
exchanged or impregnated to contain ammonium or a metal
cation complement, preferably in the range of from about
0.05 to 5% by weight. The metal cations that may be present
include any of the metals of the Groups I through VIII of the
Periodic Table. However, in the case of Group 1A metals, the
cation is content should in no case be so large as to effectively
inactivate the catalyst, nor should the exchange be such as to
eliminate all acidity. There may be other processes involving
treatment of oxygenated substrates where a basic catalyst is
desired.

Methane Upgrading

Higher molecular weight hydrocarbons can be formed
from lower molecular weight hydrocarbons by contacting the
lower molecular weight hydrocarbon with a catalyst compris-
ing SSZ-75 and a metal or metal compound capable of con-
verting the lower molecular weight hydrocarbon to a higher
molecular weight hydrocarbon. Examples of such reactions
include the conversion of methane to C,, hydrocarbons such
as ethylene or benzene or both. Examples of useful metals and
metal compounds include lanthanide and or actinide metals
or metal compounds.
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These reactions, the metals or metal compounds employed
and the conditions under which they can be run are disclosed
inU.S. Pat. No. 4,734,537, issued Mar. 29, 1988 to Devries et
al.; U.S.Pat. No.4,939,311 issued Jul. 3, 1990 to Washecheck
et al.,, U.S. Pat. No. 4,962,261, issued Oct. 9, 1990 to Abre-
vaya et al., U.S. Pat. No. 5,095,161, issued Mar. 10, 1992 to
Abrevayaetal., U.S. Pat. No. 5,105,044, issued Apr. 14,1992
to Hanetal.; U.S. Pat. No. 5,105,046, issued Apr. 14, 1992 to
Washecheck; U.S. Pat. No. 5,238,898, issued Aug. 24, 1993
to Hanetal.; U.S. Pat. No. 5,321,185, issued Jun. 14, 1994 to
van der Vaart; and U.S. Pat. No. 5,336,825, issued Aug. 9,
1994 to Choudhary et al., each of which 1s incorporated herein
by reference in its entirety.

Polymerization of 1-Olefins

The molecular sieve of the present invention may be used
in a catalyst for the polymerization of 1-olefins, e.g., the
polymerization of ethylene. To form the olefin polymeriza-
tion catalyst, the molecular sieve as hereinbefore described is
reacted with a particular type of organometallic compound.
Organometallic compounds useful in forming the polymer-
ization catalyst include trivalent and tetravalent organotita-
nium and organochromium compounds having alkyl moieties
and, optionally, halo moieties. In the context of the present
invention the term “alkyl” includes both; straight and
branched chain alkyl, cycloalkyl and alkaryl groups such as
benzyl.

Examples of trivalent and tetravalent organochromium and
organotitanium compounds are disclosed in U.S. Pat. No.
4,376,722, issued Mar. 15, 1983 to Chester et al., U.S. Pat.
No. 4,377,497, issued Mar. 22, 1983 to Chester et al., U.S.
Pat. No. 4,446,243, issued May 1, 1984 to Chester et al., and
U.S. Pat. No. 4,526,942, issued Jul. 2, 1985 to Chester et al.
The disclosure of the aforementioned patents are incorpo-
rated herein by reference in their entirety.

Examples of the organometallic compounds used to form
the polymerization catalyst include, but are not limited to,
compounds corresponding to the general formula.

MY, X, .,

wherein M is a metal selected from titanium and chromium;
Y is alkyl; X is halogen (e.g., Cl or Br); n is 1-4; and m is
greater than or equal to n and is 3 or 4.

Examples of organotitanium and organochromium com-
pounds encompassed by such a formula include compounds
ofthe formula CrY,, CrY,, CrY,X, CrY, X, CrY,X,, CrYX,,
CrYX,, TiY,, TiY,, TiYSX, TiYy, 50X, TIYX,, TIYX,,
wherein X canbe Clor BrandY can be methyl, ethyl, propyl,
isopropyl, butyl, isobutyl, sec-butyl, tert-butyl, pentyl, iso-
pentyl, neopentyl, hexyl, isohexyl, neohexyl, 2-ethybutyl,
octyl, 2-ethylhexyl, 2,2-diethylbutyl, 2-isopropyl-3-methyl-
butyl, etc., cyclohexylalkyls such as, for example, cyclohexy-
Imethyl, 2-cyclohexylethyl, 3-cyclyhexylpropyl, 4-cyclo-
hexylbutyl, and the corresponding alkyl-substituted
cyclohexyl radicals as, for example, (4-methylcyclohexyl)
methyl, neophyl, i.e., beta, beta-dimethyl-phenethyl, benzyl,
ethylbenzyl, and p-isopropylbenzyl. Preferred examples of Y
include C_; alkyl, especially butyl.

The organotitanium and organochromium materials
employed in the catalyst can be prepared by techniques well
known in the art. See, for example the aforementioned Ches-
ter et al. patents.

The organotitanium or organochromium compounds can
be with the molecular sieve of the present invention, such as
by reacting the organometallic compound and the molecular
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sieve, in order to form the olefin polymerization catalyst.
Generally, such a reaction takes place in the same reaction
medium used to prepare the organometallic compound under
conditions which promote formation of such a reaction prod-
uct. The molecular sieve can simply be added to the reaction
mixture after formation of the organometallic compound has
been completed. Molecular sieve is added in an amount suf-
ficient to provide from about 0.1 to 10 parts by weight, pref-
erably from about 0.5 to 5 parts by weight, of organometallic
compound in the reaction medium per 100 parts by weight of
molecular sieve.

Temperature of the reaction medium during reaction of
organometallic compound with molecular sieve is also main-
tained at a level which is low enough to ensure the stability of
the organometallic reactant. Thus, temperatures in the range
of from about -150° C. to 50° C., preferably from about -80°
C. 10 0° C. can be usefully employed. Reaction times of from
about 0.01 to 10 hours, more preferably from about 0.1 to 1
hour, can be employed in reacting the organotitanium or
organochromium compound with the molecular sieve.

Upon completion of the reaction the catalyst material so
formed may be recovered and dried by evaporating the reac-
tion medium solvent under a nitrogen atmosphere. Alterna-
tively, olefin polymerization reactions can be conducted in
this same solvent based reaction medium used to form the
catalyst.

The polymerization catalyst can be used to catalyze poly-
merization of 1-olefins. The polymers produced using the
catalysts of this invention are normally solid polymers of at
least one mono-1-olefin containing from 2 to § carbon atoms
per molecule. These polymers are normally solid homopoly-
mers of ethylene or copolymers of ethylene with another
mono-1-olefin containing 3 to § carbon atoms per molecule.
Exemplary copolymers include those of ethylene/propylene,
ethylene/1-butene, ethylene/1-hexane, and ethylene/1-octene
and the like. The major portion of such copolymers is derived
from ethylene and generally consists of about 80-99, prefer-
ably 95-99 mole percent of ethylene. These polymers are well
suited for extrusion, blow molding, injection molding and the
like.

The polymerization reaction can be conducted by contact-
ing monomer or monomers, e.g., ethylene, alone or with one
or more other olefins, and in the substantial absence of cata-
lyst poisons such as moisture and air, with a catalytic amount
of the supported organometallic catalyst at a temperature and
at a pressure sufficient to initiate the polymerization reaction.
If desired, an inert organic solvent may be used as a diluent
and to facility materials handling if the polymerization reac-
tion is conducted with the reactants in the liquid phase, e.g. in
a particle form (slurry) or solution process. The reaction may
also be conducted with reactants in the vapor phase, e.g., ina
fluidized bed arrangement in the absence of a solvent but, if
desired, in the presence of an inert gas such as nitrogen.

The polymerization reaction is carried out at temperatures
of from about 30° C. or less, up to about 200° C. or more,
depending to a great extent on the operating pressure, the
pressure of the olefin monomers, and the particular catalyst
being used and its concentration. Naturally, the selected oper-
ating temperature is also dependent upon the desired polymer
melt index since temperature is definitely a factor in adjusting
the molecular weight of the polymer. Preferably, the tempera-
ture used is from about 30° C. to about 100° C. in a conven-
tional slurry or “particle forming” process or from 100° C. to
150° C. in a “solution forming” process. A temperature of
from about 70° C. to 110° C. can be employed for fluidized
bed processes.

20

40

45

65

20

The pressure to be used in the polymerization reactions can
be any pressure sufficient to initiate the polymerization of the
monomer(s) to high molecular weight polymer. The pressure,
therefore, can range from subatmospheric pressures, using an
inert gas as diluent, to superatmospheric pressures of up to
about 30,000 psig or more. The preferred pressure is from
atmospheric (0 psig) up to about 1000 psig. As a general rule,
a pressure of 20 to 800 psig is most preferred.

The selection of an inert organic solvent medium to be
employed in the solution or slurry process embodiments of
this invention is not too critical, but the solvent should be inert
to the supported organometallic catalyst and olefin polymer
produced, and be stable at the reaction temperature used. It is
not necessary, however, that the inert organic solvent medium
also serve as a solvent for the polymer to be produced. Among
the inert organic solvents applicable for such purposes may be
mentioned saturated aliphatic hydrocarbons having from
about 3 to 12 carbon atoms per molecule such as hexane,
heptane, pentane, isooctane, purified kerosene and the like,
saturated cycloaliphatic hydrocarbons having from about 5 to
12 carbon atoms per molecule such as cyclohexane, cyclo-
pentane, dimethylcyclopentane and methyleyclohexane and
the like and aromatic hydrocarbons having from about 6 to 12
carbon atoms per molecule such as benzene, toluene, xylene,
and the like. Particularly preferred solvent media are cyclo-
hexane, pentane, hexane and heptane.

Hydrogen can be introduced into the polymerization reac-
tion zone in order to decrease the molecular weight of the
polymers produced (i.e., give a much higher Melt Index, MI).
Partial pressure of hydrogen when hydrogen is used can be
within the range of 5 to 100 psig, preferably 25 to 75 psig. The
melt indices of the polymers produced in accordance with the
instant invention can range from about 0.1 to about 70 or even
higher.

More detailed description of suitable polymerization con-
ditions including examples of particle form, solution and
fluidized bed polymerization arrangements are found in
Karapinka; U.S. Pat. No. 3,709,853; issued Jan. 9, 1973 and
Karol et al; U.S. Pat. No. 4,086,408; issued Apr. 25, 1978.
Both of these patents are incorporated herein by reference.

Hydrogenation

SSZ-75 can be used in a catalyst to catalyze hydrogenation
of a hydrocarbon feed containing unsaturated hydrocarbons.
The unsaturated hydrocarbons can comprise olefins, dienes,
polyenes, aromatic compounds and the like.

Hydrogenation is accomplished by contacting the hydro-
carbon feed containing unsaturated hydrocarbons with
hydrogen in the presence of a catalyst comprising SSZ-75.
The catalyst can also contain one or more metals of Group
VIB and Group VIII, including salts, complexes and solutions
thereof. Reference to these catalytically active metals is
intended to encompass such metals or metals in the elemental
state or in some form such as an oxide, sulfide, halide, car-
boxylate and the like. Examples of such metals include met-
als, salts or complexes wherein the metal is selected from the
group consisting of platinum, palladium, rhodium, iridium or
combinations thereof, or the group consisting of nickel,
molybdenum, cobalt, tungsten, titanium, chromium, vana-
dium, rhenium, manganese and combinations thereof.

The hydrogenation component of the catalyst (i.e., the
aforementioned metal) is present in an amount effective to
provide the hydrogenation function of the catalyst, preferably
in the range of from 0.05 to 25% by weight.
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Hydrogenation conditions, such as temperature, pressure,
space velocities, contact time and the like are well known in
the art.

EXAMPLES

The following examples demonstrate but do not limit the
present invention.

Example 1

Synthesis of Al-Containing SSZ-75

1.5 mM of tetramethylene-1,4-bis-(N-methylpyrroli-
dinium) dication SDA (3 mM OH™) was mixed ina Teflon cup
(for a Parr 23 ml reactor) with 1.26 grams of tetraethylortho-
silicate and the cup was placed in a hood to evaporate (as
ethanol is formed from hydrolysis) over several days. When
all of the visible liquid was gone, the Teflon cup was
reweighed and water was added to bring the H,0/Si0, mole
ratio to about four. Then, 12 mg of Reheiss F2000 (50%
Al,0,) was added and dissolved into the reaction mixture.
This represents a starting synthesis mole ratio of Si0,/AL,O,
of 100. Lastly, 0.135 gram of 50% HF was added using a
plastic pipette. The gel was mixed with a plastic spatula and
then the resulting reaction mixture was heated in a closed
vessel rotating at 43 RPM at 150° C. for 16 days. A crystalline
product formed which was recovered and found by X-ray
diffraction analysis to be molecular sieve SSZ-75.

Example 2

Synthesis of Al-Containing SSZ-75

The procedure described in Example 1 was repeated,
except that the source of aluminum was LZ-210 zeolite (a
form of dealuminated FAU) and the SiO,/Al,O, mole ratio
was 70. The reaction formed SSZ-75 in 10 days.

Example 3
Synthesis of Al-Containing SSZ-75

The procedure described in Example 1 was repeated,
except that the source of aluminum was Catapal B (a form of
pseudoboehmite alumina). The reaction formed SSZ-751n 10
days.

Examples 4-7

Synthesis of All-Silica SSZ-75

A procedure similar to that of Example 1 was repeated
using the reaction mixture (expressed as mole ratios) and
conditions shown in the table below. The reactions were run
until a crystalline product was observed by SEM, and then the
product was recovered. The products are also shown in the
table.

°C.
Ex. SDA/SIO, NH,F/Si0, HF/Si0, H,0/8i0, RPM Prod.

4 050 0.0 0.50 50 150143 SSZ-75
5 040 0.1 0.40 S0 150143 SSZ-75
6 030 02 0.30 50 15043 MTW
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“c/
Ex. SDA/SIO, NH,F/SiO, HF/Si0, H,0/Si0, RPM Prod.
7020 0.3 0.20 5.0 150/43 Amor.
ZSM-48
Example 8

Calcination of SSZ-75

The product from Example 1 was calcined in the following
manner. A thin bed of material was heated in a flowing bed of
air in a muffle furnace from room temperature to 120° C. at a
rate of 1° C. per minute and held at 120° C. for two hours. The
temperature is then ramped up to 540° C. at the same rate and
held at this temperature for three hours, after which it was
increased to 594° C. and held there for another three hours.

Example 9
Conversion of Methanol

The calcined material of Example 8 (0.10) gram) was pel-
leted and meshed (with recycling) to 20-40 mesh and packed
into a 3% inch stainless steel reactor. After sufficient purge
with nitrogen carrier gas (20 cc/min), the catalyst was heated
to 750° F. (399° C.) A feed of 22.5% methanol in water was
introduced into the reactor via syringe pump at a rate of 1.59
cc/hr. A sample of the effluent stream was diverted to an
on-line gas chromatograph at ten minute point of feed intro-
duction. SSZ-75 showed the following behavior:

Methanol conversion=100%

No dimethylether detected

C,-C, is about 70% of the product

C,, showed a mixture of olefins and saturates

Aromatics were made with ethylbenzene the most abundant
single product

Trimethylbenzene isomers were observed as the heaviest
products

At 100 minutes on stream the SSZ-75 was fouling, but still
produced the same products (although very few aromatics
were observed).

What is claimed is:

1. A process for converting hydrocarbons comprising con-
tacting a hydrocarbonaceous feed at hydrocarbon converting
conditions with a catalyst comprising a crystalline molecular
sieve having STT topology and a mole ratio of at least 15 of (1)
an oxide of a first tetravalent element to (2) an oxide of a
trivalent element, pentavalent element, second a tetravalent
element which is different from said first tetravalent element
or mixture thereof.

2. The process of claim 1 wherein the molecular sieve has
amole ratio of at least 15 of (1) silicon oxide to (2) an oxide
selected from aluminum oxide, gallium oxide, iron oxide,
boron oxide, titanium oxide, indium oxide and mixtures
thereof.

3. The process of claim 2 wherein the molecular sieve is
predominantly in the hydrogen form.

4. The process of claim 2 wherein the molecular sieve is
substantially free of acidity.
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5. The process of claim 2 wherein the process is a process
to convert paraffins to aromatics which comprises contacting
paraffins under conditions which cause paraffins to convert to
aromatics with a catalyst comprising the molecular sieve and
gallium, zinc, or a compound of gallium or zinc.

6. The process of claim 2 wherein the process is a process
for isomerizing olefins comprising contacting said olefin
under conditions which cause isomerization of the olefin with
the catalyst.

7. The process of claim 2 wherein the process is a process
for isomerizing an isomerization feed comprising an aromatic
Cy stream of xylene isomers or mixtures of xylene isomers
and ethylbenzene, wherein a more nearly equilibrium ratio of
ortho-, meta and para-xylenes is obtained, said process com-
prising contacting said feed under isomerization conditions
with the catalyst.

8. The process of claim 2 wherein the process is a process
for oligomerizing olefins comprising contacting an olefin
feed under oligomerization conditions with the catalyst.

9. The process of claim 2 wherein the process is a hydro-
cracking process comprising contacting the catalyst with a
hydrocarbon feedstock under hydrocracking conditions.

10. The process of claim 9 wherein the molecular sieve is
predominantly in the hydrogen form.

11. The process of claim 2 wherein the process is a process
for polymerizing 1-olefins, which process comprises contact-
ing 1-olefin monomer with a catalytically effective amount of
a catalyst composition comprising

(A) a crystalline molecular sieve having STI topology and

having a mole ratio of at least 15 of (1) silicon oxide to
(2) an oxide selected from aluminum oxide, gallium
oxide, iron oxide, boron oxide, titanium oxide, indium
oxide and mixtures thereof; and

(B) an organotitanium or organochromium compound

under polymerization conditions which include a tem-
perature and pressure suitable for initiating and promot-
ing the polymerization reaction.

12. The process of claim 11 wherein the 1-olefin monomer
is ethylene.

13. The process of claim 2 wherein the process is a process
for hydrogenating a hydrocarbon feed containing unsaturated
hydrocarbons, the process comprising contacting the feed
with hydrogen under conditions which cause hydrogenation
with the catalyst.

14. The process of claim 13 wherein the catalyst contains
metals, salts or complexes wherein the metal is selected from
the group consisting of platinum, palladium, rhodium, iri-
dium or combinations thereof, or the group consisting of
nickel, molybdenum, cobalt, tungsten, titanium, chromium,
vanadium, rhenium, manganese and combinations thereof.

15. The process of claim 2 wherein the process is a process
for increasing the octane of a hydrocarbon feedstock to pro-
duce a product having an increased aromatics content com-
prising contacting a hydrocarbonaceous feedstock which
comprises normal and slightly branched hydrocarbons hav-
ing a boiling range above about 40° C. and less than about
200° C. under aromatic conversion conditions with the cata-
lyst.

16. The process of claim 15 wherein the molecular sieve is
substantially free of acid.

17. The process of claim 15 wherein the molecular sieve
contains a Group VIII metal component.

18. The process of claim 2 wherein the process is a catalytic
cracking process comprising contacting a hydrocarbon feed-
stock in a reaction zone under catalytic cracking conditions in
the absence of added hydrogen with the catalyst.

19. The process of claim 18 wherein the molecular sieve is
predominantly in the hydrogen form.
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20. The process of claim 18 wherein the catalyst addition-
ally comprises a large pore crystalline cracking component.

21. The process of claim 2 wherein the process is a process
for the production of higher molecular weight hydrocarbons
from lower molecular weight hydrocarbons comprising the
steps of’

(a) introducing into a reaction zone a lower molecular
weight hydrocarbon-containing gas and contacting said
gas in said zone under C,, hydrocarbon synthesis con-
ditions with the catalyst and a metal or metal compound
capable of converting the lower molecular weight
hydrocarbon to a higher molecular weight hydrocarbon;
and

(b) withdrawing from said reaction zone a higher molecu-
lar weight hydrocarbon-containing stream.

22. The process of claim 21 wherein the metal or metal
compound comprises a lanthanide or actinide metal or metal
compound.

23. The process of claim 21 wherein the lower molecular
weight hydrocarbon is methane.

24. The process of claim 2 wherein the process is a process
fortransalkylating an aromatic hydrocarbon which comprises
contacting under transalkylating conditions an aromatic
hydrocarbon with a polyalkyl aromatic hydrocarbon under at
least partial liquid phase conditions and in the presence of the
catalyst.

25. The process of claim 24 wherein the molecular sieve is
predominantly in the hydrogen form.

26. The process of claim 24 wherein the aromatic hydro-
carbon and the polyalkyl aromatic hydrocarbon are present in
a molar ratio of from about 1:1 to about 25:1 respectively.

27. The process of claim 24 wherein the aromatic hydro-
carbon is selected from the group consisting of benzene,
toluene, ethylbenzene, xylene, or mixtures thereof.

28. The process of claim 24 wherein the polyalkyl aromatic
hydrocarbon is a dialkylbenzene.

29. The process of claim 2 wherein the process is an
isomerization process for isomerizing C, to C, hydrocarbons,
comprising contacting a feed having normal and slightly
branched C, to C, hydrocarbons under isomerizing condi-
tions with the catalyst.

30. The process of claim 29 wherein the molecular sieve is
predominantly in the hydrogen form.

31. The process of claim 29 wherein the catalyst has been
calcined in a steam/air mixture at an elevated temperature
after impregnation of the Group VIII metal.

32. The process of claim 29 wherein the molecular sieve
has been impregnated with at least one Group VIII metal.

33. The process of claim 32 wherein the Group VIII metal
is platinum.

34. The process of claim 2 wherein the process is a process
foralkylating an aromatic hydrocarbon which comprises con-
tacting under alkylation conditions at least a molar excess of
an aromatic hydrocarbon with a C, to C,,, olefin under at least
partial liquid phase conditions and in the presence of the
catalyst.

35. The process of claim 34 wherein the molecular sieve is
predominantly in the hydrogen form.

36. The process of claim 34 wherein the olefinisa C,to C,
olefin.

37. The process of claim 36 wherein the aromatic hydro-
carbon and olefin are present in a molar ratio of about 4:1 to
about 20:1, respectively.

38. The process of claim 36 wherein the aromatic hydro-
carbon is selected from the group consisting of benzene,
toluene, ethylbenzene, xylene, naphthalene. naphthalene
derivatives, dimethylnaphthalene or mixtures thereof.
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