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[57] ABSTRACT

A rapid pressure swing adsorption oxygen concentrator is
provided having a plurality of at least three sieve beds cycled
in sequence such that each is pressurized during one seg-
ment of a cycle and depressurized during a plurality of
segments of a cycle while the other sieve beds are being
sequentially pressurized. Preferably, approximately six
sieves are provided and pressurized in sequence, with each
being pressurized for approximately 60° of the cycle and
depressurized for from about 270° to 300° of the cycle. Each
sieve is thereby pressurized for about one to two seconds and
depressurized for about five to ten seconds. By utilizing the
ability of the sieve material to adsorb faster than it can
desorb gas, high output of up to 96% pure oxygen results
with a low sieve volume and low power consumption.

19 Claims, 25 Drawing Sheets
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1
RAPID CYCLE PRESSURE SWING
ADSORPTION OXYGEN CONCENTRATION
METHOD AND APPARATUS

This invention relates to the separation of oxygen of high
purity from air, and particularly to a space and energy saving
method and apparatus for producing concentrated oxygen
gas from air by rapid cycle pressure swing adsorption.

BACKGROUND OF THE INVENTION

Oxygen concentrators have, since their popularity began
in the 1970s, been considered a most cost effective and
preferred delivery system for the supply of supplemental
oxygen therapy in homes and extended care facilities to
many types of patients, such as patients with chronic
obstructive pulmonary disease. These concentrators can, in
a one step real-time process, provide oxygen at levels of 90
to 96 percent concentration, which has been found to be
substantially the clinical equivalent to USP oxygen at 99.5%
purity that is available for such uses from high pressure
cylinders or liquid oxygen systems. Most commercially
available oxygen concentrators separate and concentrate the
oxygen from ambient air to the 90 to 96% concentration
level by the technique of pressure swing adsorption or PSA.

Pressure swing adsorption is a process for separating
gasses from gas mixtures, and is now a process well known
for its ability of producing concentrated oxygen from air. In
pressure swing adsorption processes, the gas mixture, such
as air, is pumped into a sieve bed that is formed of a gas tight
container filled with a granulated or particulate molecular
sieve material, such as zeolite, of a special grade commer-
cially available for such process. For the separation of
oxygen from air, 5A-zeolite(zeolite of five angstrom unit
pore size) is one such molecular sieve material that is
commonly used. In the separation process, the sieve material
selectively attracts and adsorbs gasses from the mixture. In
a process for separating oxygen from air, gasses such as
carbon dioxide and water vapor are first adsorbed by the
particles within the sieve material, More importantly, the
next gas adsorbed by the sieve bed material is nitrogen,
which is adsorbed by the sieve material from the air in
preference to oxygen. As a result, a properly sized, pressur-
ized and cycled sieve bed will remove essentially all of the
gasses from the air leaving a mixture of only oxygen and
argon. The argon will not be adsorbed by the sieve material
before the adsorption of oxygen. The resulting product gas
has a purity of in excess of 90% oxygen, and in many
systems can have a concentration of approximately 96%
oxygen and 4% argon. Molecular sieve beds are, for
simplicity, referred to below as sieves.

The typical oxygen concentrator that uses PSA to produce
oxygen for oxygen therapy uses two sieves of at least 1500
cm? to produce concentrated oxygen at a rate of at least 2
liters per minute (LPM). Operated through a cycle in which
the sieves are alternatively pressurized for 30 seconds to 30
psig (30 pounds per square inch above atmospheric
pressure), and then depressurized for 30 seconds to atmo-
spheric pressure, the sieves each produce one liter of product
gas per cycle, or two LPM. The oxygen concentrator sys-
tems of the prior art have, however, been larger and heaver
than is desirable, have consumed more energy in the opera-
tion of the pump than is desirable, and have generated noise
and vibration. When the flow rates are increased or the
pressures varied in an effort to reduce the size of the
concentrator, it has been found that the concentration of
oxygen in the product gas quickly declines as nitrogen
breaks through the bed and enters the effluent product gas
stream.
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2

Accordingly, there remains a need for a superior oxygen
concentrator that is light in weight and compact in size, that
is quiet, that utilizes energy efficiently and that produces
oxygen at 2 to 5 LPM in concentrations of at least 90% and
preferably 96%.

SUMMARY OF THE INVENTION

A primary objective of the present invention is to provide
a PSA oxygen concentrator for use in oxygen therapy that
improves upon those of the prior art in one or more respects.
It is a particular objective of the present invention to provide
an oxygen concentrator and method of concentrating oxygen
that is lighter in weight and more compact in size than the
concentrators of the prior art, that is quiet in operation, that
utilizes less energy and operates more efficiently than the
concentrators of the prior art and that produces oxygen at 2
to 5 LPM in concentrations of at least 90% and preferably
up to at least 96%.

According to principles of the present invention, there is
provided a pressure swing adsorption oxygen concentrator
having at least three sieve beds, operated sequentially, with
each operated in an asymmetric cycle to optimize the
function of the sieves by allowing greater time for the sieves
to desorb nitrogen and other adsorbed gases and less to
adsorb such gasses, taking advantage of the ability of the
sieve material to adsorb gases at a much faster rate than they
can be desorbed, thereby increasing product gas output with
relatively small sieves.

In accordance with the preferred embodiment of the
invention, there is provided a pressure swing adsorption
oxygen concentrator that utilizes more than two sieves and
that operates according to a method that depressurizes each
sieve for a greater portion of the PSA cycle than the sieve is
subjected to pressure. In the preferred embodiment of the
invention, the cycles of each of the sieves of the plurality of
sieves are shifted in phase relative to each other by an
amount that will equally space the cycles around the cycle,
or preferably by 360° divided by the number of sieves.
Preferably further, an asymmetrical pressurize-depressurize
cycle is employed such that one sieve at a time is subjected
to pressurization while more than one of the other sieves of
the plurality are being depressurized, so that each sieve is
depressurized for more than twice as long as it is subjected
to pressure. A plurality of sieves in the range of from three
to ten sieves is preferred, with four to six sieves being
presently regarded as most preferable. Preferably, for a
plurality of N sieves, with each sieve being depressurized
N-1 times as long as the sieve is pressurized. In terms of a
360° pressurization-depressurization cycle, a bed will pref-
erably be pressurized for not more than 1/N of the cycle and
depressurized for about (N-1)/N of a cycle. With six beds,
for example, a bed might be pressurized for not more than
Ysth of the time it is depressurized, or pressurized for not
more than 60° and depressurized for about 300° of the cycle.

Further in accordance with the preferred embodiment of
the present invention, sieves having a small volume of from
50 to 150 cm® are provided in a circular array. Where the
number of sieves is six, the sieves are each cycled five to ten
times per minute, or for a six to twelve second cycle, with
the sieves each being pressurized for about one sixth of a
cycle and depressurized for about five-sixths of a cycle, with
the cycles of the sieves being phased in sequence at 60°
intervals relative to each other. In the illustrated
embodiment, six 50 cm® sieves are each cycled so as to be
pressurized for about one second and depressurized for
about five seconds each cycle to produce concentrated
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oxygen at a rate of about 2 LPM. Preferably, the portion of
the cycle during which the sieve is vented to atmosphere is
four to five times longer than the remaining portion of the
cycle.

In the preferred and illustrated embodiment of the
invention, each of the sieves is brought to the end of a cycle
by being vented to atmosphere at the end of its depressur-
ization sub-cycle. At the end of the depressurization sub-
cycle as the sieve approaches the low pressure point in its
cycle, a small amount of oxygen rich product gas is allowed
to flow backward through the sieve, either from a product
outlet reservoir or, preferably, from an adjacent sieve that is
in the pressurization portion of its cycle, to purge the sieve
of removed component gasses. Then the pressurization
portion of the sieve cycle is begun by connecting the sieve
to the previously pressurized sieve from which product
oxygen has just been output, to salvage both product oxygen
and pressure (and thereby pressurization energy that has
already been expended by the pump) in a pressure equal-
ization portion of the cycle. This oxygen rich gas can either
be introduced into the sieve at the inlet or the outlet sides
thereof from the outlet side of the previously pressurized
sieve. Then, the pressurization portion of the cycle is con-
tinued by injecting inlet air into the sieve by the pump until
the sieve has reached the high pressure point in its cycle.
Then, an amount of oxygen product is output from the sieve
to a product reservoir. During this output portion of the
cycle, the sieve is still under sufficient pressure so that, for
the duration of the short output portion of the cycle, removed
nitrogen and other gasses do not desorb from the sieve
material and enter the product gas stream. Following the
outlet portion of the cycle and before the sieve is vented or
dumped to atmosphere, the sieve is connected to the next
sieve to be pressurized and a pressure equalization portion of
the cycle is started for the next sieve with oxygen rich gas
being first injected into the next sieve before air is inlet from
the pump. When the pressures of the two sieves have
somewhat equalized, the previously pressurized sieve is
vented to atmosphere. For a six sieve concentrator, the sieve
is dumped or vented to atmosphere for 270° to 290° of its
cycle, with the pressure in the sieve declining for about 300°
of the cycle and increasing for about 60° of the cycle.

The present invention provides the advantages of a
method and apparatus for producing therapy grade, contami-
nant free oxygen, 90% to 96% pure, at a 2 to 5 LPM rate,
in a quiet energy efficient manner, with a light weight, low
volume apparatus.

These and other objectives and advantages of the present
invention will be more readily apparent from the following
detailed description of the drawings of the preferred embodi-
ment of the invention, in which:

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a perspective view of an oxygen supply appa-
ratus that includes an oxygen concentrator according to one
preferred embodiment of the present invention.

FIG. 2 is an perspective view of a rapid cycle pressure
swing adsorption oxygen concentrator, according to prin-
ciples of the present invention, of the oxygen supply appa-
ratus of FIG. 1.

FIG. 3 is a schematic diagram of the oxygen concentrator
of FIG. 2.

FIGS. 3A-3G are sequential flow diagrams, similar to
FIG. 3, illustrating the gas flow at various points in the
operating cycle of a sieve bed and valves associated there-
with of the oxygen concentrator of FIG. 2.
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FIG. 4 is a side view, partially in cross-section, of the
sieve bed and valve assembly of one embodiment of the
oxygen concentrator of FIGS. 1-3G.

FIG. 5 is a disassembled schematic diagram of the
embodiment of FIG. 4 illustrating particularly the valve and
port configuration.

FIGS. 6A-6D are diagrammatic plan views of the
embodiment of the inlet side and outlet side valve manifolds,
the control line manifold and control valve aperture plate,
respectively, of FIGS. 4 and 5, taken respectively along lines
5A—S5A through SD—5D of FIG. §, with FIGS. 6B and 6C
being top views and FIGS. 6A and 6D being bottom views.

FIG. 7 is a timing diagram of the valves of the embodi-
ment of FIG. 4 illustrating the relative operation of the
valves of the different sieve beds over the 360° of a cycle.

FIG. 8 is a more detailed timing diagram of a portion of
the diagram of FIG. 7 illustrating in detail the preferred
relative timing of the valves of a single sieve bed.

FIG. 9 is a diagram of the pressure within a bed as a
function of the portion of the cycle illustrated by the timing
diagram of FIG. 8.

FIG. 10 is a side view, similar to FIG. 4, of the sieve bed
and valve assembly of another embodiment of the oxygen
concentrator of FIGS. 1-3G.

FIG. 11 is a schematic diagram, similar to FIG. 5, in the
form of an exploded perspective view of the embodiment of
FIG. 10 illustrating particularly the valve and port configu-
ration.

FIGS. 12A-12D are diagrammatic plan views, similar to
FIGS. 6A—6D, respectively, but of the lower sieve, upper
sieve and valve manifolds and of the valve face cam of the
embodiment of FIG. 10, taken respectively along lines
6A—6A through 6D—6D of FIG. 11, with FIGS. 12A and
12C being top views and FIGS. 12B and 12D being bottom
views.

FIG. 13 is a cross-sectional view of an individual valve of
the embodiment of FIG. 10 in the closed condition.

FIG. 14 is a cross-sectional view of an individual valve of
the embodiment of FIG. 10 in the open condition.

FIG. 15 is a detailed timing diagram similar to FIG. 8
illustrating in detail the preferred relative timing of the
valves of a single sieve bed in the embodiment of FIG. 10.

FIG. 16 is a diagram of the pressure within a bed as a
function of the portion of the cycle illustrated by the timing
diagram of FIG. 15.

DETAILED DESCRIPTION OF THE DRAWINGS

An oxygen supply apparatus 10 embodying principles of
the present invention is illustrated in FIG. 1 as a compact
single user module that includes an oxygen concentrator 11
and a humidifier 12. The concentrator 11 is contained in a
floor standing or table mounted housing 13. The humidifier
12 is mounted on top of the housing 13, and is connected in
series with and downstream of the concentrator 11 to restore
moisture to the output of the concentrator 11 to replace the
moisture that is inherently removed from the incoming air in
the course of concentrating the oxygen. The humidifier 12
includes an output product flow control knob 14 and flow
rate indicator 15 for use in setting and monitoring the output
of the supply apparatus 10, which is emitted from the
apparatus 10 at a system outlet 16 that connects to a cannula,
face mask or other device 17 for delivery of humidified
concentrated oxygen to a patient. The humidifier 12 has an
intake that is connected to the product outlet duct 19 of the
concentrator 11 so that the oxygen rich product gas from the

GCE - Exhibit 1043, Page 28
GCE Gas Control Equipment Inc. v. VBOX, Inc.
IPR2023-00527



5,827,358

5

concentrator outlet 19 is humidified to an acceptable level
before being delivered to the patient. The humidifier 12 may
have either an internal refillable or external water supply 18
connected thereto.

The concentrator 11, contained within the housing 13,
includes a plurality of molecular sieves 20, preferably three
to ten in number, and more preferably four to six in number.
In the illustrated embodiment, the preferred number of six
sieves 20a-20f is provided. Each of the sieves 20 is pref-
erably in the form of a cylindrical canister 21 filled with
porous granules 22 or particles of a material such as zeolite
(FIGS. 2 and 4). The granules 22 selectively adsorb water
vapor and gaseous impurities from pressurized air brought in
contact therewith and further adsorb other gases in an order
of priority, with nitrogen being adsorbed from the air in
preference to oxygen and argon. The sieves 20 each have an
inlet side 23 at the bottom thereof and an outlet side 24 at the
top.

The general function of the sieves 20 in concentrating
oxygen is known in the art. Inlet gas, usually air, is pumped
into the inlet side of a sieve 20 and pressurized to 20 to 50
psi within the canister 21. In the illustrated embodiment, 30
psi is preferred. Under such pressures, water vapor, impurity
gasses and nitrogen, which typically make up about 79
percent of the incoming air are adsorbed into the particles
22. This leaves a gas mixture of the remaining components
that constitute 21 percent of the incoming air, which typi-
cally has a composition of about 96% oxygen and 4% argon.
This 96% oxygen product can be removed from the outlet
side 24 of the sieve 20 while maintaining sufficient pressure
to keep the adsorbed components from being dissolved from
the particles 22. This 96% concentration of oxygen is
attainable as long as the particles 22 have not become
saturated with the nitrogen and other removed components,
which would result in nitrogen passing through to the outlet
side of the sieve 20, diluting the concentration of the oxygen
from the product gas. Therefore, periodic cycling of the
pressure back to atmospheric pressure from the inlet side 23
of the sieve 20 is carried out to purge the particles 22 of the
adsorbed gasses and to refresh the sieve 20 for another cycle.

Further referring to FIG. 2, the sieves 20 are arranged in
the housing 13 in a circular array, for example, with their
axes vertically oriented and equally spaced from a control
vertical axis of the concentrator 11. At the lower or inlet
sides 23 of the sieves 20 are mounted six sets of inlet side
valves, one set for each of the sieves 20a—20f, preferably
contained in a single inlet side valve assembly 25. Similarly,
at the upper or outlet sides 24 of the sieves 20 are mounted
six sets of outlet side valves, one set for each of the sieves
20a-20f, preferably also in a single outlet side valve assem-
bly 26. Below the inlet side valve assembly 25 is a pump or
air compressor 30 driven by an electric pump motor 29. The
motor 29 is located in the center of the array of sieves 20.
The pump 30 is preferably a positive displacement centrifu-
gal pump of the type described in U.S. Pat. No. 5,484,268 to
Robert P. Swank and assigned to Impact MST Incorporated,
the assignee of the present invention, which patent is hereby
expressly incorporated by reference herein. Such a pump has
a particular suitability for the use in an oxygen concentrator
11 in that it is small and light for a pump that is capable of
producing several standard liters per minute (SLM) of
output at several atmospheres of pressure, and in that it does
not require lubricants that can contaminate the output air.
For the embodiments illustrated herein, the pump or com-
pressor 30 is preferably capable of producing approximately
1 SCFM (one standard cubic foot per minute), or 30 SLM of
flow at a pressure of 30 psi. The pump 30 has an air inlet 31
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around its perimeter through which air is drawn by the pump
30 from the inside of the housing 13, through the cavity 32
within the housing 13, past the sieves 20 from an air intake
33 at the top of the housing 13. Somewhere between the
intake 33 and the air inlet 31 of the pump may be provided
one or more dust or bacteria filters. In addition, a muffler is
preferably provided in the inlet 31. The pump or air com-
pressor 30 has a high pressure air outlet 34 that is connected
to the inlet side valve assembly 25.

An exhaust manifold and fan assembly 35 is mounted
below the pump 30. The fan assembly 35 is mounted on the
shaft of the motor 29 below 10 the pump or compressor 30
and is driven along with the pump 30, either directly or
through a speed changing gear or belt assembly (not shown)
at the end of the shaft 29. The fan 35 should have a capacity
of delivering about 50 to 60 CFM at low pressure. The fan
35 has an annular inlet 35a that surrounds the motor 29
through the valve assembly 25, so that air is drawn into the
chamber 32 from the top of the housing 11, around the sieves
20 and past the motor 29 to the inlet 354, thereby cooling the
motor 29. An exhaust port 36 extending from the inlet side
valve assembly 25 also serves as an inlet to the pump 34.
The fan assembly 35 further has exhaust outlet ports 37 that
communicate with the ambient atmosphere outside of the
housing 13. The fan assembly 35 has a seal 38 around its
periphery that seals the fan assembly 35 to the housing 13 to
isolate the chamber 32 from exhaust ports 37. A muffler may
also be provided at the exhaust ports 37.

On the top of the outlet side valve assembly 26 of the first
embodiment of the invention is mounted a control valve
assembly 40 driven by an electrical motor 40a, which cycles
the valve assembly at a precisely maintained rate, for
example, 10 RPM. The cycle rate may be varied over a range
of from one to 100 RPM, depending on the number of sieve
beds and on the sieve size and design, but a rate of from 4
or 5 RPM to 20-40 RPM is more likely to be the most
practical range, producing cycle times of from 1.5 to 15
seconds for a six sieve bed system. According to one
embodiment of the invention, the control valve 40 is a rotary
aperture control valve that controls pilot air to each of the
controllable valves of the valve assemblies 25 and 26. The
pilot air, in this embodiment, is communicated to the control
valve 40 through a duct 41 connected through a check valve
41a (FIG. 4) from the high pressure outlet of the pump 30.
The duct 41 is of sufficient diameter, approximately 3 cm for
example, so as to serve as a pressurized control air reservoir.
In addition, the duct 41 should be oriented so that any
condensate that might accumulate, which usually is signifi-
cant only on startup, will flow away from and not clog the
valves and eventually evaporate during concentrator opera-
tion. The duct 41 may include additional volume to hold
moisture absorbing material such as silica gel crystals
through which the control air may pass. Similar provision
may be made to prevent condensate from entering the sieves
20 by providing for a similar dehumidification in line with
the inlet line 34. The pilot air from the control valve 40 is
communicated to each of the valves of the lower or inlet side
valve assembly 25 through two sets of conduits 43 and 44,
and to each of the valves of the upper or outlet side valve
assembly 26 through ducts between the control valve 40 and
assembly 26 (not shown). The control air conduits 43 and 44
to the respective inlet valves 53 and outlet valves 54 are
distributed at angular intervals around the valve 40 and
downward to the lower manifold 72, where they connect
through passages therein to the control ports of the inlet
valves 53 and outlet valves 54. The references to valves, e.g.
valve 53, refer collectively to the corresponding individual
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valves 53a—f of the individual sieves 20a—f. Above the
control valve 40 is mounted an oxygen product gas reservoir
45, which is connected through a product outlet duct 46 from
the outlet side valve assembly 26. The product gas reservoir
45 has an outlet 47 that connects to a pressure regulator 48
and from the pressure regulator 48 through a flow control
valve 49a, which is responsive to the setting of the flow
control knob 14 (FIG. 1), and a flow meter 49, which drives
the flow indicator 15 (FIG. 1), to the product outlet tube 19
to which the intake of the humidifier 11 is connected.

The interconnections of the sieves 20 and the valves of the
assemblies 25 and 26 are diagrammatically illustrated in
FIG. 3, which shows each of the sieves 20¢—20f and the inlet
sides 23 and outlet sides 24 thereof. Each of the sieves 20
has two ports on the inlet side 23 thereof, including an inlet
port 51 and an exhaust port 52. Each of the inlet ports 51 is
connected through a pilot controlled diaphragm valve 53 to
the high pressure outlet 34 of the pump 30. Each of the
exhaust ports 52 is connected through a diaphragm con-
trolled exhaust valve 54 to the exhaust port 36 and the fan
assembly 35. The valves 53 and 54 may be valves of types
other than diaphragm types of valves that perform the same
or a similar function. For example, two way mechanical
valves that selectively connect a port 51 or 52 to the high
pressure inlet 34 or the exhaust port 36 may be substituted
for the diaphragm valves 53 and 54. In the case of mechani-
cal valves, they would preferably be contained the control
valve assembly 40, which would, for example, be driven by
cams. This mechanical valve embodiment is discussed in
more detail in the description of FIG. 10. The valves 53 are
sometimes referred to herein as the sieve inlet valves while
the valves 54 are sometimes referred to herein as the dump
valves.

The outlet side 24 of each of the sieves 20 is provided with
five ports or port connections, including one or more cross-
over ports 55,56 that are each connected through a respec-
tive one of diaphragm valves 57,58 to an adjacent sieve 20,
preferably to the outlet side 24. Port 55 of each sieve 20 is
a purge port, which is connected through the valve 57 and a
flow restriction valve 59 with a port 61 in the outlet side 24
of the adjacent sieve, that is from sieve 20a to sieve 200,
from 2056 to sieve 20c¢, from sieve 20c to sieve 20d, from
sieve 204 to sieve 20¢, from sieve 20e to sieve 20f, and from
sieve 20f to sieve 20a. The port 56 of each sieve 20 is a
pressure equalization port that preferably connects to a port
62 of the correspondingly adjacent sieve 20 through a
corresponding one of valves 58. This port 62 may,
alternatively, be provided in the inlet sides 23 of the sieves
20. The outlet sides 24 of each of the sieves 20 is further
provided with a product outlet port 63 that connects through
a pilot controlled diaphragm valve 65 and then a check valve
64 to the inlet 46 of the reservoir 45. The valves 57 are
sometimes referred to herein as the purge valves, while the
valves 58 are sometimes referred to herein as the pressure
equalization valves. The valves 65 are sometimes referred to
herein as the product outlet valves. Hereafter to a valve or
port of a specific one of the sieves 20a—20f may be referred
to with a corresponding letter suffix as, for example, port S1a
of sieve 20a or valve 65¢ of sieve 20¢, etc.

One acceptable set of arrangements of the valves 53, 54,
57-59, 64 and 65 is represented in FIGS. 4, 5 and 6A—6D,
which show each of the valve assemblies 25 and 26 each
made of two plates or manifolds. The inlet side valve
assembly 25 is made up of a main manifold 71 which houses
the ducts that direct the inlet and exhaust gases, and a pilot
or control air manifold 72, which houses the ducts that
directs control air to operate the valves. The outlet side valve
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assembly 26 is similarly made up of a main manifold 73 and
a control air manifold 74. The manifold 71 contains the ducts
that connect the ports 51 to inlet valves 53 through which
they are selectively connectable through a duct 81 to the
high pressure outlet 34 of the pump 30. Similarly, manifold
71 contains the ducts that connect the ports 52 to dump
valves 54 through which they are selectively connectable
through a duct 82 to the low pressure outlet 36 to atmosphere
through the fan 35. Manifold 73 contains the ducts that
connect the ports 63 with the outlet valves 65 through which
they are selectively connectable to a duct 83 through ducts
83a and check valves 64 to the product outlet 46 to the
reservoir 45. Manifold 73 also contains ducts that connect
ports 55 to the purge valves 57 through which they are
selectively connectable to a respective one of a set of ducts
84 that connect through flow restriction valves 59 to ports 61
of an adjacent sieve 20. Manifold 73 further contains ducts
that connect ports 56 to pressure equalization valves 58
through which they are selectively connectable through a
respective one of a set of ducts 85 to ports 62 of an adjacent
sieve 20.

The ports 51, 52, 55, 56 and 61-63 are preferably also
carried in and through washer extender discs 71 a for the
inlet sides 23 and 73a for the outlet side 24 of the sieves 20.
These discs 71 a and 73a may be separately formed, as
illustrated, or may be integrally molded or otherwise inte-
grally formed with the manifolds 71 and 73, respectively.
The discs 71a and 73a extend into the cylindrical canister
walls 21 of the sieves 20 to communicate through a porous
wave washer compression element 75 and spacer washer 76
on the inlet side 23, then, on both the inlet and outlet sides
23,24, through a mesh screen 77 and filter medium 78. The
wave washer 75 may alternatively be a compression spring
having approximately one half inch of compressibility. The
wave washer compression element or compression spring 75
facilitates compression of the particles 22 in the cylinder 21
and accommodate for variations in the volume occupied by
the particles 22. The spacer washer 76 has a plurality of
holes through it so gas will flow through it with little
resistance. The mesh 77 and filter paper 78 facilitate the flow
of gas between the particles 22 and the ports 51, 52, 55, 56
and 61-63 and prevent any fine particles or powder from
escaping the sieves 20. The cylindrical bodies 22 of the
sieves 20 seal to the manifolds 71 and 73 through seals 79,
and thereby the manifolds 71 and 73 form end covers of the
sieves 20. Each of the sieves 20 preferably has an actual
volume of about 50 c¢cm® of uncompressed zeolite.
Preferably, the volume of all of the ports and valves asso-
ciated with each sieve 20 is not more than approximately 5
percent of the sieve output volume per cycle of each sieve
20. The output or working volume of a 50 ¢cm? sieve cycling
between atmospheric pressure and 30 psi, or about two
atmospheres above ambient, is about 33 c¢cm® per cycle,
allowing a maximum loss of about 1.67 cm? per cycle per
sieve. This allows for ducts to be about Ysth inch in diameter
in the manifolds, with the manifold plates not more than
about %ths inches thick.

The manifold 72 is firmly secured to the bottom of the
manifold 71 on the inlet or lower side of the sieves 20 and
holds between it and manifold 71 a diaphragm plate 70 in a
sealable relationship with both of the manifolds 71 and 72.
The portions of the diaphragm plate 70 that intersect the
valves 53 and 54 are moveable, with control air applied
through control ducts 86a and 874, respectively, in the valve
cavities within the manifold 72, to selectively open or close
the valves 53 and 54. Similarly, manifold 74 is firmly
secured to the top of the manifold 73 on the outlet or upper
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side of the sieves 20 and to hold between it and the manifold
73 a diaphragm plate 80 in a sealable relationship with both
of the manifolds 73 and 74. The portions of the diaphragm
plate 80 that intersect the cavities of the valves 57, 58 and
65 are similarly moveable, with control air applied through
control ducts 88a, 894 and 904, respectively, in the manifold
74, to selectively open or close the valves 57, 58 and 65. The
ducts 88a, 89a and 90a respectively connect to holes 88-90
in housing 99 of the control valve assembly 40. The ducts
88a and 90a are out of vertical alignment with holes 88 and
90 and are interconnected by channels 886 and 90b,
respectively, in the top of manifold 74 to connect the
unaligned ends of the holes 88 and 90. These channels are
sealed at their tops against the body of the valve assembly
40 which is bonded or tightly bolted to the top of manifold
74.

In the embodiment of the invention in which diaphragm
valves are used, control air is selectively applied to the ducts
8690 by the rotary aperture control or timing valve 40. The
ducts 86a and 87a to the inlet side manifold 72 are con-
nected through conduits 43 and 44 from ducts 86 and 87,
respectively, in housing 99, while the ducts 88-90 connect
directly from the housing of the timing valve 40 to the
manifold 74 to which the timing valve 40 is mounted.
Pressurized control air is communicated to the timing valve
40 through duct 41 (FIG. 5) connected from the high
pressure outlet 34 of the pump 30 to a plenum area 91
formed by the indentation on the bottom of a rotatable
aperture plate 92 in the timing valve 40 selectively apply the
pressurized control air from the plenum area 91 to the
control ducts 86-90 of the valves 53-56 and 65 of each of
the sieves 20 through apertures 93—97 in the plate 92. The
plate 92 rotates once per cycle. In the preferred embodiment,
the plate 92 rotates ten times per minute, cycling the valves
of each sieve every six seconds. The cycles of each of the
sieves 20 are 60° out of phase with the adjacent sieves 20,
which is provided by spacing the apertures 86-90 of the
sieves 20 at intervals of 60° around the axis 98 of the plate
92. A timing diagram illustrating the respective portions of
the cycle during which the valves of the sieves 20 are opened
(higher state) and closed (lower state) is presented in FIG. 7.
The apertures 93-97 in the plate 92, in FIGS. 5 and 6D,
determine those portions of the cycles of the sieves 20 at
which the respective duct 86—92 is vented to atmospheric or
low pressure, through ducts 93a and 944 in plate 92, to open
the respective valve 53, 54, 57, 58 and 65. The ducts 934 and
944 vent through the outer rim of the aperture plate 92 into
a channel 99 on the inside of the cover 92a of the valve
assembly 40, which channel is vented through spaced holes
in the cover 92a to the unpressurized atmosphere within the
housing 12 of the concentrator 11. At other times in the
cycle, pressurized control air from the duct 91 is commu-
nicated to the valves to force the valve diaphragm against the
main manifold, thereby isolating the ducts from each other
to close the valves. The plate 92 rotates counter-clockwise in
FIG. 7.

The cycle of operation of the concentrator 11 can best be
understood by first considering the portion of the cycle that
relates to one of the sieves 20 of this embodiment, for
example, sieve 20g, particularly by reference to FIG. 8
(which is a more detailed timing diagram of the portion of
the diagram of FIG. 7 that relates to sieve 20a) and to the
sieve pressure diagram of FIG. 9, as well as to the timing
valve aperture plate diagram of FIG. 6. At the top in FIG. 8
is illustrated the timing of sieve 20f, which appears at the
bottom in FIG. 7. This is to show that the cycle of the
previously cycled sieve, sieve 20f, is relevant to the opera-
tion of sieve 20a.
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The beginning of the cycle is represented as 0°, which is
the position of the aperture plate 92. At this point, the dump
valve 54, which connects the inlet side 23 of sieve 20a to
atmosphere, has been open for about 4.6 seconds of the six
second cycle, and, as will be explained below. At this 0°
point in the cycle, a small stream of oxygen-rich purge gas
has been flowing backward from the previously cycled
sieve, sieve 20f, to the outlet side of sieve 20a through port
61a thereof. Sieve 20z is in its most fully purged state and
is at the end of the depressurization portion of its cycle. The
pressure in sieve 20g is at its minimum, as illustrated at A in
the pressure diagram of FIG. 9. At this point in the cycle, the
dump valves 54 of sieves 206-20¢ are open and the other
valves of these sieves are closed, so the sieves 206—20¢ are
in the main depressurization portions of their cycles, venting
to atmosphere through duct 36 from port 52 in their inlet
sides. The pressures in each of the beds 20h—20e is dropping
toward but is not yet at, their minimums. The gas flow
through the concentrator 11 at this point is illustrated in FIG.
3A. At this point, the dump valve 54f of sieve 20f remains
closed while its purge valve 57f is open, bleeding a small
amount of oxygen rich gas into the port 61« in the outlet side
24 of sieve 20a. At this 0° point, the dump valve 544 of sieve
20a closes, beginning the pressurization portion of its cycle.

At a nominal instant after valve 54a closes, for example
at 1° into its cycle, the pressure equalization valve 58f of
sieve 20f opens, causing oxygen rich gas to flow from sieve
20f into port 62a at the outlet side 24 of sieve 20a, as
illustrated in FIG. 3B. At this point, the pressure in bed 20f
drops, while the pressure in bed 204 rises, as illustrated at B
in FIG. 9. A purpose of this pressurize equalization position
of the cycle is to utilize the energy remaining in the
compressed gas in sieve 20f while also salvaging oxygen
rich gas to partially fill the next sieve, sieve 20a. While valve
57f may remain open for a few additional degrees at this
portion of the cycle, its contribution is now insignificant.
This equalization portion of the cycle continues until about
16° into the cycle, at which point the equalization valve 58f
closes, while the inlet valve 53a of sieve 20a opens, causing
air to flow through port 51a into sieve 20a, as illustrated in
FIG. 3C. The pressure in sieve 20a thereupon continues to
rise, as illustrated at C in FIG. 9. While the pressure
equalization is illustrated here to direct gas from the outlet
side 24 of one sieve (sieve 20f) to the outlet side 24 of the
next sieve (sieve 20a), an alternative pressure equalization
sub cycle can be carried out by directing gas from the outlet
side 24 of one sieve into the inlet side 23 of the next sieve.

At 21° into the cycle, the dump valve 54f of sieve 20f
opens to begin the main depressurization portion of its cycle,
which has no effect on the sieve 20g at this point in the cycle.
In addition, at 40° into the cycle, the purge valve 57a of
sieve 20a opens, flowing a small amount of oxygen rich gas
into port 61b of sieve 205 and backward through sieve 205,
through its dump valve 54b, which is open. This is illustrated
in FIG. 3D. During these valve state changes, the pressure
in sieve 20a continues to rise to a maximum as air is pumped
into its inlet side through port 514, as illustrated at D in FIG.
9. Then, as the pressure in sieve 20a reaches its maximum
and before the sieve 20a becomes saturated and thereby
allow unvented nitrogen to pass through to the outlet side 24
of sieve 20a, the outlet valve 65a opens in a brief pulse,
lasting from about the 53° to 59° points of the cycle, to allow
the concentrated oxygen (a gas mixture of about 96%
oxygen and 4% argon), to flow through the outlet 46 to the
product reservoir 45, as illustrated in FIG. 3E. At this point,
even though pressurized air is flowing into the inlet side 23
of sieve 20a, the pressure in sieve 20a might tend to drop
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slightly toward the pressure of the product reservoir 45, as
illustrated at E in FIG. 9, or at least the slope of the line or
rate of the pressure rise will be slightly reduced. Except
upon initialization or start-up of the concentrator 11, the
reservoir pressure is only a few psi below the maximum
sieve pressure, so that output of the product gas to the
reservoir does not start the desorbtion of nitrogen or other
adsorbed gases from the sieve 20a.

Approaching the 60° point in the cycle, three things
happen in close sequence. First, at 59°, the outlet valve 65a
closes, as mentioned above, then, at 60°, the dump valve 54b
of the next sieve, sieve 20b, closes. Since sieve 20b is 60°
behind sieve 20a in phase, sieve 20b is, at this point, ready
to begin the pressurization portion of its cycle, to follow the
pressure curve starting at A, as described above for sieve
20a. At 61°, the pressure equalization valve 58a opens,
allowing oxygen rich gas to flow from the port 56a of sieve
20a to the port 62b on the outlet side of sieve 20b, as
illustrated in FIG. 3F, which begins the pressurization of
sieve 20b (which is at B in its cycle), while the pressure in
sieve 20a thereupon drops, as illustrated at F in FIG. 9.
Then, purge valve 57a closes at 64°, inlet valve 53a closes
at 67°, equalization valve 58a closes at 76° and dump valve
52a opens at 81°, whereupon sieve 20a enters the main
depressurization portion of its cycle, dumping gas to atmo-
sphere from the inlet side thereof, as illustrated in FIG. 3G,
whereupon its pressure drops toward the minimum, as
illustrated at G in FIG. 9. Also, from the time the inlet valve
53a closes at 67° until the inlet valve 53b of the next sieve
20b opens at 76°, the check valve 41a will open causing the
pump 30 to direct its output into the control air tube and
reservior 41.

In the concentrator 11, the portion of the cycle of each
sieve 20 during which the pressure is increasing from
minimum to maximum is substantially shorter than the
portion of the cycle in which the pressure is declining back
to its minimum. Preferably, the entire portion of the cycle in
which the dump valve is closed is substantially shorter in
duration than the portion of the cycle during which the dump
valve is open. Preferably, the ratio of dump valve open to
dump valve closed approaches at least approximately 2 to
one, which is appropriate for a three sieve concentrator, for
example. Preferably the ratio is about 3 or 4 to one, and more
preferably, approaches approximately 5 to one, which is
suitable for a six sieve concentrator. For a six sieve
concentrator, the ratio is more precisely about 4.5 to one, as
in the illustrated embodiments described above. It is more
particularly preferred that the portion of the cycle from the
minimum pressure of a sieve, through the pressure equal-
ization into the sieve, pump air into the sieve and output of
product O, rich gas from the sieve is not more than half the
depressurization portion of the cycle, and preferably
approaches one divided by the number of sieves 20 in the
concentrator 11. The purpose of this asymmetry to the cycle
is to optimize the function of the sieves by allowing suffi-
cient time for the sieves to desorb the nitrogen and other
adsorbed gases but to take advantage of the ability of the
sieves to adsorb such gasses at a much faster rate, thereby
increasing product gas output with relatively small sieves.

In an alternative embodiment, the concentrator 11 is
provided with mechanically actuated valves and a configu-
ration that differs in certain other respects, as illustrated in
FIG. 10. In this embodiment, the sieve beds 20 have
extruded plastic canisters 121 which are formed as part of an
integral extruded plastic sieve bed assembly 120, illustrated
in cross section in FIG. 12B. The sieve bed assembly 120
includes six of the sieve bed canisters 121 interconnected by
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a web 122, in which air vents 123 are cut to permit cooling
air to flow past the motor 29, which is mounted within and
at the center of the assembly 120. Integrally formed in the
extruded assembly 120 are a high pressure inlet extension
134 and an exhaust port extension 136 that respectively
communicate with and extend the high pressure inlet 34 and
exhaust port 36 at the inlet side 23 of the beds 20 at the
bottom thereof to a mechanical valve assembly 140 at the
outlet side 24 of the beds 20 at the top thereof. Also
integrally formed in the extruded assembly 120 on opposite
sides of each of the canisters 121 adjacent the web 122 are
conduits 181 and 182 that connect between the valve assem-
bly 140 at the top of the assembly 120 and the bottom or inlet
side 23 of the assembly 120. Further, provision may be made
to prevent water condensation from entering and damaging
the material within the sieves 120. This may be accom-
plished by dehumidifying the inlet air. Such dehumidifica-
tion can be accomplished by providing a water absorbing
material such as silica gel crystals 135, either within the tube
134 through which all inlet air to the sieves 120 will be
required to flow as illustrated in FIG. 12A, or preferably in
the inlet ends 23 of each bed to dehumidify and then be
purged by gas flowing into and out of the inlet ends 23 of
each bed 20.

In this embodiment, lower and upper thermoplastic mani-
fold assemblies 125 and 126 respectively replace the valve
assemblies 25 and 26 of the embodiment of FIG. 4. The
manifold assemblies 125 and 126, however, contain no
valves. The manifold assembly 125 includes a manifold
body 171, preferably of molded plastic, having six extender
discs 171a formed integrally thereon which are inserted into
the inlet ends 23 of the canisters 121 of the assembly 120.
The manifold assembly 125 also includes a manifold cover
172, also preferably of molded plastic, that is secured to the
manifold body 171 preferably by fusion welding, or by bolts
(not shown). Formed on the bottom of the main manifold
171 between it and the cover 172 are sets of ports 181a and
182a respectively interconnecting the lower ends of the
conduits 181 and 182 of the assembly 120 with inlet ports
151 and dump or exhaust ports 152 of the beds 20, as
illustrated in FIG. 12B. The port 151 and conduits 181 and
181a are comparable to port 51 and conduit 81 in the first
embodiment while port 152 and conduits 182 and 1824 are
comparable to port 52 and conduit 82 of the first embodi-
ment. The main manifold 171 is sealably connected to the
rim of the inlet ends of the sieve bed canisters 121, prefer-
ably by fusion welding. The fan inlet 354 is formed in the
center of the manifold body 171 and the cover 172, with the
motor 29 being supported on a spider 1724 integrally formed
in the cover 172.

The upper or outlet end manifold assembly 126 includes
a main manifold 173 on which are integrally formed
extender discs 173a that are inserted into the outlet ends 24
of the canisters 121 of the assembly 120. An upper manifold
cover 174 is sealably secured to the top of the main manifold
173, preferably by fusion welding, or by bolts (not shown).
The cover 174 forms the body of the valve assembly 140.
The manifold passages within the upper manifold assembly
126 are illustrated in FIG. 12C. The configuration of the
passages in the manifold 173 for the valve assembly 140 are
illustrated in phantom in FIG. 12C. The passages of the
upper manifold assembly 126 include those that are com-
parable to the ports and passages of the manifolds 73 and 74
of the embodiment of FIGS. SA and 5B, the flow through
which is also represented by the diagram of FIG. 3, with the
diaphragm valves 53, 54, 57, 58 and 65 being replaced, in
the mechanical valve embodiment, by their corresponding
mechanical valve counterparts 153, 154, 157, 158 and 165.
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The details of the individual mechanical valves 153, 154,
157, 158 and 165 are identical to each other. Each includes
a mechanical valve mechanism 150 as illustrated in FIG. 13.
Each mechanism 150 is each assembled in a bore 170 in the
cover 174 that forms the body of the valve assembly 140.
The valve mechanisms 150, thirty in number, are mounted
with one in each of thirty bores 170 drilled radially into the
manifold 174 of the valve assembly 140, in the pattern
illustrated in FIG. 12C. Each valve mechanism 150 includes
a compression spring 201 that is inserted in the bore 170. A
valve poppet 202 is inserted into and slidable within the bore
170 against the force of the compression spring 201. The
poppet 202 is held in place and moveable axially in the bore
by an operating lever 203 of a bell crank assembly 204,
which is pivotally mounted on a rigid support 205, which is
fixed relative to the manifold 174. A valve seat 206 is
inserted into the bore 170 and rests against a tapered
shoulder 207 where the bore diameter steps down. A plug
208 is threaded into the end of the bore 170 to retain seat 206
against the shoulder 207. The seat 206 holds poppet 202 and
spring 201 within the bore and positions the seat 206 in
contact with the outer end of the poppet 202 when the poppet
is moved outward in the bore to close the valve. The end of
the poppet 202 is spaced from the seat 206 when the poppet
202 is moved into the bore 170 to open the valve. Because
the different valves 153, 154, 157, 158 and 165 are cach at
a different radial distance from the rim of the manifold 174,
the plugs 207 are either of different depths or are accom-
panied by spacers or stiff compression springs 209 to hold
the assemblies 150 within the bores 170. Inlet gas flows into
the valve through an inlet port 210 and through an axial
passage 211 in the seat 206. When the valve is open, the gas
flows from passage 211 past the tip of the seat 206 and out
an outlet 212. The mechanism of FIG. 13 is shown as an inlet
valve 153, with the inlet 210 thereof connected to port or
hole 1344 and the outlet 212 thereof connected to port or
hole 181b. The valve 150 illustrated in section in FIG. 10 is
an equalize valve 158.

A face cam 192 is rotatably mounted on a vertical shaft
215 at the center of the valve assembly 140. The cam 192 is
driven by the motor 40a (FIG. 2) in the same manner that the
aperture plate 92 of the control valve 40 is driven in the first
embodiment described above. Five cam surfaces 193-197
are provided on the face cam 192, one for each of the valve
types 153, 154, 157, 158 and 165. Each of the bell crank
assemblies 204 has an arm 213 with a cam follower 214
rotatably mounted on the remote end thereof. Each of the
different valves 153, 154, 157, 158 and 165 is mounted at a
specific radial position, with the inlets 210 and outlets 212
lining up with the appropriate passages in the manifold 173,
which are placed so that the cam followers 214 of the
respective valves align radially with the cams 193-197,
respectively, which are at different radii on the face cam 192.

Cam 194 operates dump valve 154, cam 193 operates inlet
valve 153, cam 196 operates purge valve 157, cam 195
operates equalize valve 158 and cam 197 operates outlet
valve 165. The positions of the cams 193-197 relative to a
0° reference position in the operating cycle of the concen-
trator is the same as the corresponding slots 93-97 of the
pneumatic control valve 40, except that they are progres-
sively offset by some circumferential amount, which is 11°
in the illustrated embodiment of FIG. 12D, to allow for the
planar circumferentially spaced arrangement of the valves
150 in the spaced radial bores 170 in the manifold 174. This
is illustrated in Table I as follows:
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TABLE 1
Valve Open  Close Offset Cam down  Cam up
Dump 81° 0° 0° 81° 0°
Inlet 16° 76° 44° 60° 120°
Purge 40° 64° 22° 62° 86°
Outlet 53° 59° 33° 86° 92°
Equalize 61° 76° 11° 72° 87°

The timing provided by the face cam 192 is the same as that
provided by the aperture plate 92 of the control valve 40 of
FIG. 6, except that, because no portion of the output of the
pump 29 is needed to provide control air, the inlet valves 153
are open for 60° of the cycle rather than only 51° as with the
pneumatically operated diaphragm valves 53.

As illustrated in FIG. 12C, the ports of the manifold 126
include, for each sieve 20, an inlet gas passage 181b and an
exhaust gas passage 182b that respectively align with con-
duits 181 and 182 of the extruded sieve bed assembly 120,
ports 155,156 and 163, that correspond to ports 55, 56 and
63 of the first embodiment described above, that communi-
cate with the outlet end of the sieve bed 20. The ports 1825,
155, 156 and 163 align with ports in the manifold 174 that
communicate with the inlets 210 respectively of a dump
valve 154, a purge valve 155, an equalize valve 156, and an
outlet valve 165, while the port 1815 aligns with the port of
the manifold 174 that communicates with the outlet 212 of
an inlet valve 153. The inlet 210 of each inlet valve 153 in
manifold 174 aligns with an annular passage 134b in the
manifold 173 that connects to a hole 1344, which is the
pressurized inlet extension 134 of the assembly 120. The
outlet 212 of each dump valve 154 in the manifold 174
aligns with an annular passage 136b in the manifold 173,
which passage 136b in turn connects with a hole 136a that
connects to the exhaust port extension 136 of the assembly
120. The outlet 212 of each purge valve 157 in the manifold
174 aligns with a hole 184a that connects to an arcuate
passage 184 in the manifold 173, which passage 184 in turn
connects through restriction valve 59 with the purge inlet
port 161 on the outlet side of the adjacent sieve 20. The
outlet 212 of each equalize valve 158 in the manifold 174
aligns with a hole 1854 that connects to an arcuate passage
185 in the manifold 173, which passage 185 in turn connects
with the equalize inlet port 162 on the outlet side of the
adjacent sieve 20. The outlet 210 of each outlet valve 165 in
the manifold 174 aligns with a hole 1834 that connects to an
annular passage 183 in the manifold 173, which passage 183
in turn connects through a passage 183b with the outline line
146 to reservoir 145 that is in the form of either the reservoir
45 of FIG. 2, or is preferably in the form of a vertically
oriented cylindrical tube 145 (FIG. 10).

The cycle of operation of the mechanical valve embodi-
ment of the concentrator 11 is illustrated in FIG. 15, and may
be identical to that illustrated in the timing diagrams of
FIGS. 7 and 8, except that, because no portion of the pump
output is needed to supply control air, the inlet cycle is
preferably a full 60°. In addition, the other valves are
preferably timed as set forth in Table 1 above. Subject to this
same exception, the sieve pressure diagram, as set forth in
FIG. 16, is also the same for the mechanical valve embodi-
ment of the concentrator as for the pneumatic valve embodi-
ment. The cam illustrations of FIG. 12D are the mechanical
counterpart of the aperture plate diagram of FIG. 6D. The
beginning of the cycle is represented as 0°, which is the
position of the face cam 192. Also at the beginning of the
cycle, the dump valve 154 of the first sieve 20a is open while
the other valves for that sieve are closed. Other sieves are
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phased at 60° intervals around the machine cycle, as with the
embodiment above.

Variations of pressures, sieve size, pump size, valve type
and subcycle timing may be made utilizing the principles of
the invention embodied in the above described versions of
the concentrator 11. Those skilled in the art will appreciate
that compensating variations can be made to meet various
design considerations and system requirements for a variety
of applications. Those skilled in the art will appreciate that
the applications of the present invention are varied, that the
invention is described in its preferred embodiments, and,
accordingly, that these and other additions and modifications
can be made without departing from the principles of the
invention.

Therefore, the following is claimed:

1. A rapid pressure swing adsorption concentrator com-
prising:

a plurality of at least three molecular sieves connected to
operate in sequence in a cycle during which each sieve
is pressurized to a pressure higher than atmospheric
pressure, each sieve having an inlet side and an outlet
side;

valve means for operating each of the sieves sequentially
through the cycle such that each sieve has a venting
subcycle during which the sieve is vented substantially
to atmospheric pressure from the inlet side thereof and
remaining portion of the cycle during which the sieve
is pressurized from its inlet side and exchanges product
rich gas at its outlet side, with each sieve substantially
being in the remaining portion of its cycle when a
majority of the other sieves are simultaneously in their
respective venting subcycles.

2. The concentrator of claim 1 wherein:

the valve means is operative to cycle each of the sieves
sequentially through the cycle such that each sieve has
a pressurization subcycle, included in said remaining
portion of the cycle, of approximately one to two
seconds and a depressurization subcycle, which
includes the venting subcycle, of approximately five to
ten seconds.

3. The concentrator of claim 1 wherein:

the valve means is operative to cycle each of the sieves
sequentially through the cycle such that each sieve has
a pressurization subcycle, included in said remaining
portion of the cycle, of approximately one to two
seconds and a depressurization subcycle, which
includes the venting subcycle, of approximately five
times as long as the pressurization subcycle.

4. The concentrator of claim 1 wherein:

the valve means is operative to cycle each of the sieves
sequentially through the cycle such that each sieve has
a pressurization subcycle, included in said remaining
portion of the cycle, of less than approximately two
seconds and a depressurization subcycle, which
includes the venting subcycle, of more than approxi-
mately five seconds.

5. The oxygen concentrator of claim 4 wherein the at least

one valve assembly further comprises:

at least one outlet side valve assembly having a product
outlet port, at least one sieve outlet port connected to
the outlet sides of each of the sieves, and outlet side
ducts selectively interconnecting the ports of the outlet
side valve such that the outlet side of each of the sieves
is, between two input depressurization subcycles
thereof, connected to the product outlet for an output
subcycle of the sieve, and to the outlet side of other of
the plurality of the sieves for a reverse flow subcycle
thereof.
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6. The concentrator of claim 1 wherein:

the plurality of molecular sieves includes N molecular
sieves, where N equals at least 3, connected to operate
in sequence in the cycle, with each sieve having a
pressurization subcycle, included in said remaining
portion of the cycle, that is not more than approxi-
mately 360/N° in duration and a depressurization
subcycle, which includes the venting subcycle, that is
not more than and not substantially less than approxi-
mately 360x(N-1)/N° in duration.

7. The concentrator of claim 1 wherein:

the plurality of molecular sieves includes 6 molecular
sieves connected to operate in sequence in a cycle, with
each sieve having a pressurization subcycle, which is
included in said remaining portion of the cycle, that is
not more than approximately 60° in duration and a
depressurization subcycle, which includes the venting
subcycle, that is not between 270° and 300° in duration.

8. The concentrator of claim 1 further comprising:

valving and interconnecting ductwork between the sieves
and a common output having a volume that is approxi-
mately 2%, and not more than approximately 5% of the
output per cycle of the sieves.

9. The concentrator of claim 1 wherein:

the venting subcycle is at least approximately four and
one-half seconds.

10. The concentrator of claim 1 wherein:

the plurality of molecular sieves includes N molecular
sieves, where N is greater than or equal to 3, connected
to operate in sequence in the cycle, with each sieve
having a pressurization subcycle, which is included in
said remaining portion of the cycle, that is not more
than approximately 360/N° in duration, the venting
subcycle being not more than approximately 360x(N-
1)/N°® in duration and not substantially less than
approximately (N+1)/2N° in duration.

11. An oxygen concentrator comprising:

a plurality of more than two molecular sieves each sieve
having an inlet side and an outlet side;

a pump having an ambient air intake connected to atmo-
sphere and a high pressure outlet;

at least one valve assembly having an inlet port connected
to the high pressure outlet of the pump, a low pressure
outlet port, at least one sieve port connected to the inlet
sides of each of the sieves, and inlet side ducts selec-
tively interconnecting the ports such that the inlet side
of each of the sieves is connected to the high pressure
outlet of the pump during an inlet pressurization sub-
cycle thereof and to the low pressure outlet during an
inlet depressurization subcycle thereof; and

a valve control connected to the valve assembly and
configured to operate the valve assembly in a cycle that
includes alternating the inlet pressurization and depres-
surization subcycles for each sieve, with each inlet
pressurization subcycle being not more than half the
duration of the inlet depressurization subcycle of the
sieve, with the inlet pressurization subcycles of at least
two other sieves of the plurality totally occurring
during the inlet depressurization cycle of each sieve.

12. The oxygen concentrator of claim 11 wherein:

the inlet pressurization subcycle is not more than one third
the duration of the inlet depressurization subcycle of
each sieve.

13. The oxygen concentrator of claim 11 wherein:

the inlet pressurization subcycle is not more than one
fourth the duration of the inlet depressurization sub-
cycle of each sieve.
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14. The oxygen concentrator of claim 11 wherein:
the pressurization inlet subcycle is not more than one fifth
the duration of the inlet depressurization subcycle of
each sieve.

15. The oxygen concentrator of claim 11 wherein: the
inlet pressurization subcycles of all other sieves of the
plurality substantially totally occur during the inlet depres-
surization cycle of each sieve.

16. The oxygen concentrator of claim 11 wherein:

the inlet pressurization subcycle of each sieve is between

one sixth and one tenth the duration of the cycle.

17. The oxygen concentrator of claim 11, wherein:

the plurality of sieves includes N sieves, where N is an
interger greater than 2; and
the inlet pressurization subcycle is not more than 1/Nth
the duration of the inlet depressurization subcycle of
each sieve.
18. The oxygen concentrator of claim 11 wherein the at
least one valve assembly further comprises:
at least one outlet side valve assembly having a product
outlet port, at least one sieve outlet port connected to
the outlet sides of each of the sieves, and outlet side
ducts selectively interconnecting the ports of the outlet
side valve such that the outlet side of each of the sieves
is, between two input depressurization subcycles
thereof, connected to the product outlet for an output
subcycle of the sieve, and to the outlet side of an other
of the plurality of the sieves for a subcycle thereof.
19. A rapid pressure swing adsorption oxygen concentra-
tor for producing oxygen of at least ninety percent purity at
a rate of in the approximate range of two to five liters per
minute, the apparatus comprising:

an air compressor having a compressor outlet;
a product outlet;

a plurality of molecular sieves having a total volume of
less than approximately one liter, each sieve having an
inlet side and an outlet side;

outlet-side valves connected to the outlet sides of each of
the sieves and the product outlet;

inlet-side valves connected to the inlet sides of each of the
sieves, the air compressor outlet and atmosphere;

a valve cycle control connected to the inlet-side valves
and to the outlet-side valves to operate each of the
sieves in a cycle of not longer than approximately
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twelve seconds with the sieves phased relative to each
other at approximately equal intervals around the cycle;
and

the valve cycle control being programmed to operate each
one of the sieves through a sequence of subcycles,
including:

(a) a venting subcycle of at least four and one-half
seconds duration during which the sieve is vented from
its inlet side through one of the inlet-side valves and
substantially to atmosphere,

(b) an inlet subcycle during which the sieve is pressurized
with air from the compressor outlet through one of the
inlet-side valves into the inlet side of said one of the
sieves

() an outlet subcycle during which oxygen rich gas is
output from the outlet side of said one of the sieves
through one of the outlet-side valves to the product
outlet,

(d) a pair of equalization subcycles during which (1)
oxygen rich gas is output from the outlet side thereof
through one of the outlet-side valves and into the outlet
side of one of the other sieves without venting the other
sieve from its inlet side to atmosphere, and (2) oxygen
rich gas is input to the outlet side of said one of the
sieves through one of the outlet-side valves from the
outlet side of another one of the sieves without venting
said one of the sieves from its inlet side to atmosphere,
and

(e) a pair of purge subcycles during which (1) oxygen rich
gas output from the outlet side thereof through one of
the outlet-side valves and into the outlet side of one of
the other sieves while gas is venting from its inlet side
of such other sieve to atmosphere, and (2) oxygen rich
gas is input to the outlet side thereof through one of the
outlet valves from the outlet side of another one of the
sieves while gas

is venting from the inlet side of said one of the sieves
through one of the inlet-side valves to atmosphere and;

the inlet subcycle (b), the outlet subeycle (c), the equal-
ization subeycles (d)(1) and (d)(2) and the purge sub-
cycle (e)(1) for each one of the sieves collectively
occupying a portion of the cycle that is shorter in
duration than the venting subcycle (a).

#* #* #* #* #*
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