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Abstract 

 

The overall aim of this thesis is to demonstrate how food supply chain waste (FSCW) 

could be used as a renewable feedstock for a product-focused biorefinery. The 

volumes of FSCW produced as a result of common food processing operations have 

been estimated using a new methodology. The latter is based on sold manufactured 

goods published every year by the European Union (PRODCOM) and highlights the 

geographical waste hot spots for common food processing operations. The use of 

this methodology led to the selection of waste orange peel (WOP) as a raw material 

for the design of an integrated biorefinery. A SWOT analysis was carried out to 

analyse the opportunity for the design of a WOP valorisation process aimed at the 

extraction of a maximum of the chemical components, while avoiding the use of acid, 

additives or pretreatment. The successful development of a microwave biorefinery 

process centred on the valorisation of WOP was designed based on the integration 

of microwave assisted D-limonene extraction and a low temperature hydrothermal 

extraction of pectin.  

The work carried-out using microwave hydrothermal treatment proved that pectin 

can be extracted between 100 and 150 °C under acid-less conditions on a 100 mL 

scale. A competitive molecular weight distribution was obtained for pectin produced 

at a temperature of 110 and 120 °C using WOP from which D-limonene, flavonoids 

and sugar had been previously extracted. A CPMAS 13C-NMR technique was 

developed to determine the degree of esterification of pectin. D-limonene was 

extracted under microwave-assisted solvent-less conditions. The optimised 

conditions studied led to a yield of 1.09 ± 0.18% food grade D-limonene with a high 

reproducibility on a 1 L scale (500 mbars). Finally, the process used also allowed for 

the isolation and characterisation of flavonoids and monosaccharides. Following 

ethanol extraction, a mixture of polymethoxy flavonoids (tetra-O-methyl scutellarein, 

tangeritin, nobiletin and heptamethoxyflavone), hesperidin and sugar monosaccharides 

were obtained with yields of 5.87%, 0.24% and 18.35% respectively on a wet basis. 

The later fraction was composed of 74.21% glucose and 25.35% fructose, as 

determined by quantitative 13C NMR, showing the potential for this fraction as a 

fermentation feedstock. 
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1 Introduction  

 

Today fossil fuel resources supply 86% of our energy and 96% of organic 

chemicals.2 However, they are not renewed in a time interval relevant to our 

resource utilisation: according to our actual consumption, the future petroleum 

ÐÒÏÄÕÃÔÉÏÎ ÉÓ ÕÎÌÉËÅÌÙ ÔÏ ÍÅÅÔ ÏÕÒ ÓÏÃÉÅÔÙȭÓ ÇÒÏ×ÉÎÇ ÎÅÅÄÓ. By 2025, our energy 

demands are expected to increase by 50%.3 Green chemistry is an area which is 

attracting increasing interest as it provides unique opportunities for innovation via 

the use of clean and green technologies, product substitution and especially the use 

of renewable feedstocks such as dedicated crops or food supply chain by-products 

for the production of bio-derived chemicals, materials and fuels.4 This chapter will 

provide an introduction to the concepts of green chemistry and the biorefinery, the 

use of waste as a biorefinery feedstock and the role of clean technology such as 

microwave technology followed by a discussion of the core concepts behind 

microwave heating in the area of biomass processing. 

 

1.1  Green chemistry and the biorefinery  

1.1.1 The 12 green chemistry principles  

 

ȰGreen chemistry is the design of chemical products and processes that reduce or 

eliminate the use and generation of hazardous substancesȱ.5, 6 The concept emerged 

20 years ago with the introduction by Paul T. Anastas and John C. Warner of the 12 

principles of green chemistry (see Table 1).  

  



29 
 

 

Table 1: The 12 Green Chemistry Principles.5, 6 

1. Prevention  

It is better to prevent waste than to 
treat or clean up waste after it has 

been created. 

7. Use of Renewable Feedstocks 

A raw material or feedstock should 
be renewable rather than depleting 

whenever technically and 
economically practicable 

2. Atom Economy 

Synthetic methods should be 
designed to maximize the 

incorporation of all materials used 
in the process into the final 

product. 

8. Reduce Derivati ves 

Unnecessary derivatisation (use of 
blocking groups, protection/ 

deprotection, temporary 
modification of physical/chemical 
processes) should be minimized or 
avoided if possible, because such 
steps require additional reagents 

and can generate waste. 

3. Less Hazardous Chemical 
Syntheses 

Wherever practicable, synthetic 
methods should be designed to use 

and generate substances that 
possess little or no toxicity to 

human health and the 
environment. 

9. Catalysis 

Catalytic reagents (as selective as 
possible) are superior to 
stoichiometric reagents. 

4. Designing Safer Chemicals 

Chemical products should be 
designed to effect their desired 
function while minimizing their 

toxicity. 

10. Design for Degradation  

Chemical products should be 
designed so that at the end of their 

function they break down into 
innocuous degradation products and 

do not persist in the environment. 

5. Safer Solvents and Auxiliaries  

The use of auxiliary substances 
(e.g., solvents, separation agents, 
etc.) should be made unnecessary 
wherever possible and innocuous 

when used. 

11. Real-time analysis for 
Pollution Prevention  

Analytical methodologies need to be 
further developed to allow for real-

time, in-process monitoring and 
control prior to the formation of 

hazardous substances. 

6. Design for Energy Efficiency  

Energy requirements of chemical 
processes should be recognized for 
their environmental and economic 
impacts and should be minimized. 

If possible, synthetic methods 
should be conducted at ambient 

temperature and pressure. 

12. Inherently Saf er Chemistry for 
Accident Prevention  

Substances and the form of a 
substance used in a chemical process 

should be chosen to minimize the 
potential for chemical accidents, 

including releases, explosions, and 
fires. 
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Efficiency being the key, the subject continues to develop strongly around the 

following principles in its pursuit of more sustainable processes: 7,8 

¶ maximum conversion of reactants into a targeted product, 

¶ minimum waste production through improved reaction design, 

¶ the use and production of non-hazardous raw materials and 

products, 

¶ safer and more energy efficient processes and  

¶ the use of renewable feedstocks. 

 

1.1.2 Green chemistry and Industry  

 

According to these principles, in an ideal case, a reaction would only produce the 

targeted product. Waste and pollutants would be prevented, improving the reaction 

yield and reducing losses, thus improving the overall economics of a process. Since 

our society and industries are governed by increasing efficiency and profit, green 

chemistry should theoretically fit every ÍÁÎÕÆÁÃÔÕÒÉÎÇ ÃÏÍÐÁÎÙȭÓ ÁÇÅÎÄÁȟ ÎÏÔ ÏÎÌÙ 

appealing to chemical producers. 

Today, the principles of green chemistry are still as meaningful as 20 years ago given 

the increasing interest this area of research attracts due to concerns over 

sustainability.9 The implementation of REACH legislation (Registration, Evaluation, 

Authorization and restriction of Chemicals or directive EC 1907/2006), ROHS 

legislation (Restriction of the Use of Certain Hazardous Substances in Electrical and 

Electronic Equipment or directive 2003/108/EC) together with  other initiatives 

highlighting the hazardous character of some chemicals used in day-to-day 

consumer products such as the SIN list,10 are pushing hard for their replacement to 

avoid harm to human and/or environmental health. However, the substitutes used 

need to be genuinely safer across the whole life cycle, whilst also being as effective 

as their unsafe alter-ego. Investing in research and development focused on 

identifying truly greener substitutions, thus eliminating rushed and weak 

alternatives which often contain a greater number of formulation components to 

compensate for the lower performance of a given ȰÇÒÅÅÎÅÒȱ ÆÏÒÍÕÌÁÔÉÏÎȢ 4ÈÅ ÓÁÍÅ 

applies to the substitution of fossil-derived chemicals with more sustainable bio-

derived chemicals. When using renewable feedstocks such as biomass, we have to 

use clean and efficient synthetic routes, minimising the amount of unwanted by-

products and the use of scarce resources (i.e. scarce metals).11 Water available for 
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industrial operations is increasingly seen as a scarce resource but its use as a green 

solvent is increasingly envisaged due to its non- toxicity (amongst other benefits) in 

comparison to hydrocarbon-based solvents.12 Nevertheless, contaminated water is 

difficult , energy consuming and expensive to treat and re-use.  

Biodegradability is an important ÃÈÁÒÁÃÔÅÒÉÓÔÉÃ ÆÏÒ ȰÇÒÅÅÎÅÒȱ ÐÒÏÄÕÃÔÓȟ ÂÕÔ 

increasing the life-time of a molecule to promote its re-use could be another 

strategy, allowing for each molecule produced by nature to be used to its full 

potential.13  

Re-using and valorising resources available, including waste, is an area gaining in 

momentum. One of them is food supply chain waste (FSCW), which is a feedstock 

rich in functionalised molecules.4 Although it is biodegradable, it should be valorised 

as a source of renewable chemicals, materials and bio-fuels, leading towards waste 

minimisation and waste valorisation. Wasting resources should be avoided in any 

optimi sed process. 

The different strategies highlighted in Figure 1 show how important it is to assess 

the greenness of a process through every single step, including the upstream and 

downstream stages of production, raw material employed, its use, end-use and 

disposal and as a result, guaranteeing the true sustainability of a product.14  

 

Figure 1ȡ )ÌÌÕÓÔÒÁÔÉÏÎ ÏÆ Á ÐÒÏÄÕÃÔȭÓ ÌÉÆÅ-cycle. 

 

One change can affect several of these steps and it is important to assess a process 

through its full life cycle however time consuming and data dependent this is. Life 

cycle assessment can help assess the use of bio-processes versus chemo-processes 

for example. Many believe bio-processes are preferable to chemo-processes as they 

  Raw 
material 

      Product 
manufacturing 

 Product   
delivery 

 Use 
  Re-use 
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are superior in terms of environmental impact as they use non-toxic enzymes to 

selectively catalyse a reaction and yield the targeted product. Nielsen et. al. have 

highlighted how the production of enzymes is energy and resource intensive too, 

showing enzymatic processes are not necessarily the greenest option for the 

manufacturing of chemicals even though they represent a product selective 

process.15 

 

1.1.3 Drivers for change 

 

Current manufacturing practices are strained by a number of factors, most 

significant is the increasing price of feedstocks such as oil.16 This results in 

increasing costs of energy and petrochemicals. There is also the increasing cost of 

waste treatment and/or disposal.  

The increasing impact of legislation is also affecting almost all aspects of 

manufacturing supply chains (e.g. what can be made, the supply of raw material, 

manufacturing, end-use and disposal stages). It now affects the type of process, 

process steps, emissions, end treatment of waste, meaning every stage of the supply 

chain of a chemical product now has to be the least polluting possible (i.e. Integrated 

Pollution Prevention and Control legislation, IPPC).17 New regulations such as 

REACH have had an important impact on the industrial sectors like home and 

personal care products, the pharmaceutical industry and the agricultural sector. 

Resource acquisition is a stage in the product life cycle where green chemistry can 

have a major impact in the future. The use of renewable resources, typically 

biomass, instead of finite resources is now recognised as more environmentally 

sound. Biomass is a resource which can be renewed within a time interval which can 

compete with our resource consumption (as described in Figure 2), biomass being a 

ȰÂÉÏÌÏÇÉÃÁÌ ÍÁÔÅÒÉÁÌ ÄÅÒÉÖÅÄ ÆÒÏÍ ÌÉÖÉÎÇȟ ÏÒ ÒÅÃÅÎÔÌÙ ÌÉÖÉÎÇ ÏÒÇÁÎÉÓÍÓȱȢ18 16 
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Figure 2: Compared production cycles of chemicals derived from biomass and oil. 

 

The emergence of E.U. standards for bio-based products (Mandate M/429) will, in 

the near future, embrace life cycle considerations and introduce specifications along 

the entire supply chain for new and existing products. This should have the effect of 

further lowering  the use of fossil fuel resources in favour of renewable feedstocks 

such as biomass including bio- wastes.  

The public, and consequently the retail sector, have increasingly been made aware 

of the issues associated with the use of some unsafe chemicals in consumer product 

formulations (i.e. volatile chlorinated compounds used in dry cleaning, sulfonated 

surfactants, polybrominated compounds in flame retardants). Manufacturers have 

been increasingly pressured to produce bio-derived chemicals and reduce the 

environmental impact of their production. This change in consumer behaviour led to 

the marketing of a greater number of green and renewable alternatives in many 

sectors, especially in home and personal care products. 

Furthermore, the European Commission proposed further steps for the creation of 

lead markets in 2006 with the introduction of a new policy aimed at supporting the 

development of high economic- and societal-value markets. Bio-based products are 

the subject of one of the identified lead markets and fall into this category for several 

reasons:19  

¶ ȰÕÓÅ ÏÆ Òenewable and expendable resources, 
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¶ less dependency on limited and increasingly expensive fossil 

resources, 

¶ the potential to reduce greenhouse gas emissions (carbon 

neutral/low carbon impact),  

¶ the potential for sustainable industrial production, 

¶ increased industrial competitiveness through innovative eco-

efficient products, 

¶ support to rural development, 

¶ ÐÏÔÅÎÔÉÁÌÌÙ ÉÍÐÒÏÖÅÄ ÐÏÐÕÌÁÔÉÏÎ ÈÅÁÌÔÈȟȱ19 and 

¶ potential for transfer to other regions of the world including the 

transfer of appropriate technologies discovered and proven in the 

E.U. 

All the above arguments are believed to catalyse the growth of the bio-economy in 

Europe in the future. 

 

1.1.4 The bio -based economy 

 

A recent study estimates that by 2025, over 15% of the $3 trillion global chemical 

market will be derived from bio-derived sources.20 Yet in 2011, the technical 

feasibility of substituting over 90% of the annual global plastic production (270 

million tonnes) by bioplastics had already been highlighted.21 ȰIn 2005, bio-based 

products already ÁÃÃÏÕÎÔÅÄ ÆÏÒ χϷ ÏÆ ÇÌÏÂÁÌ ÓÁÌÅÓ ÁÎÄ ÁÒÏÕÎÄ Όχχ ÂÉÌÌÉÏÎ ÉÎ ÖÁÌÕÅ ÉÎ 

the chemical sector, with the E.U. industry accounted for approximately 30% of this 

ÖÁÌÕÅȢȱ22 Estimates of the ad-hoc advisory group for bio-based products have 

ÉÄÅÎÔÉÆÉÅÄ ȰÐÏÌÙÍÅÒÓ Ǫ ÆÉÂÒÅÓȟ ÁÃÔÉÖÅ ÐÈÁÒÍÁÃÅÕÔÉÃÁÌ ÉÎÇÒÅÄÉÅÎÔÓȟ ÃÏÓÍÅÔÉÃÓȟ ÏÒÇÁÎÉÃ 

ÃÈÅÍÉÃÁÌÓ ÁÎÄ ÄÅÔÅÒÇÅÎÔÓ ÁÓ ÔÈÅ ÍÏÓÔ ÉÍÐÏÒÔÁÎÔ ÓÅÇÍÅÎÔÓȢȱ19 Overall, the market for 

bio-ÄÅÒÉÖÅÄ ÐÒÏÄÕÃÔÓ ÈÁÓ ÂÅÅÎ ÐÒÅÄÉÃÔÅÄ ÔÏ ÂÅ ×ÏÒÔÈ Όυρυ ÂÉÌÌÉÏÎ ÉÎ ςπςπ in 

Europe.23 

 

1.1.5 Product -focused biorefinery  

 

It is crucial to ensure that the resources and the process technology used as well as 

the products made are environmentally acceptable. The 20th century saw the 
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development of processes designed for the production of energy and organic 

chemicals based on the oil refinery. The 21st century must see the development of 

similar processes based on the use of biomass. This is especially relevant as 

iÍÐÒÏÖÅÍÅÎÔÓ ÏÆ ÔÏÄÁÙȭÓ ÍÏÄÅÒÎ ÆÏÒÍÕÌÁÔÉÎÇ-based industries at the production 

stage of the life-cycle, is restricted (although moving towards renewable energy and 

zero waste is important and not trivial), the use of renewable feedstocks could offer 

an important margin for progress, especially for companies, such as fast moving 

consumer goods manufacturers, keen to dramatically improve the environmental 

performance (and decrease the CO2 emissions) of their products.  

 

A biorefinery is an analogue to the current petro-refinery, in the sense it produces 

energy and chemicals. The major difference lies in the raw material it will use, 

ranging from biomass to waste. The use of clean technology is another imperative 

for the biorefinery, ensuring its output(s) are truly sustainable, following LCA 

analysisȢ 4ÈÅ )%! "ÉÏÅÎÅÒÇÙ 4ÁÓË τς ÄÅÆÉÎÅÓ ÂÉÏÒÅÆÉÎÉÎÇ ÁÓ ȰÔÈÅ ÓÕÓÔÁÉÎÁÂÌÅ 

processing of biomass into a spectrum of bio-based products (food, feed, chemicals 

ÁÎÄȾÏÒ ÍÁÔÅÒÉÁÌÓɊ ÁÎÄ ÂÉÏÅÎÅÒÇÙ ɉÂÉÏÆÕÅÌÓȟ ÐÏ×ÅÒ ÁÎÄȾÏÒ ÈÅÁÔɊȱȢ24 Various 

biorefinery  designs varying in size and output number will emerge commercially in 

the future,25 taking advantage of flexible technology, helping the concept of a 

biorefinery to process locally available biomass to its fullest extent in an integrated 

fuel-chemical-material-power cycle. This will help to improv e cost-efficiency, the 

quality of life of the local population and lowering the environmental impact 

governed by the three dimensions of sustainability: environmental protection, social 

progress and economic development (see Figure 3). Flexibility is the key for a 

successful biorefinery as maximum throughput will only be achieved if they are 

adapted to the best technology for the feedstock available in a given geographical 

location. 

 

Figure 3: The three cornerstones of sustainability. 

Environmental 

protection 

 

Social progress 

 Economic 

development 
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The aim is to design an integrated process capable of generating a cost-effective 

source of energy and chemical feedstocks using biomass as a raw material. The 

chosen biomass should be available in high quantities and of a low cost, non-food 

type. Further selection criteria will be highlighted in chapter 2. It should be 

processed using green chemical technology; ensuring products obtained are truly 

green as well as sustainable. Technologies used should ideally be flexible enough to 

accommodate the natural variation of biomass associated with season or variety 

change.26 The efficiency of the process needs to be maximal: ideally every out-put 

has to have a use and a value/market. Practices based on industrial symbiosis 

looking at re-using the waste produced by one process to feed another one located 

near-by, converting waste into useful by-products with a marketable value 

represent an ideal scenario. The aim would be to achieve a zero waste biorefinery 

capable to compete economically with traditional oil -based refineries. Such a model 

has successfully been applied in Kalundborg, Denmark. There, a power station, a 

plasterboard factory, a pharmaceutical plant, an enzyme producer, an oil refinery , a 

waste company and Kalundborg Municipality exchange steam and water 

resources.27 

 

1.1.6 Technologies used 

 

Adding value to every output of the biorefinery can be achieved by combining 

several technologies together, using a sequential approach to extract chemicals 

before biomass is converted to energy.  

The main green extraction processes used to extract valuable compounds from 

biomass include: liquid and supercritical CO2, ultrasonic or microwave assisted 

extraction and accelerated extraction.28 Microwave-assisted extraction is a 

commercial reality with Crodarom®  using this technique to extract purer and more 

degradation stable plant materials.29 The extraction can be followed by biochemical 

or thermochemical processes and internal recycling of energy and waste gaseous 

effluents. This approach ideally constitutes an economically sound starting point for 

the design of a biorefinery (Figure 4). 
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Figure 4: Scheme describing an integrated biorefinery as a mixed feedstock source 
of chemicals, energy, fuels and materials. 

 

Biomass contains an array of functionalised molecules, many of them having a 

market value. Compounds such as natural dyes or colorants (i.e. carotenoids), 

polyphenols, sterols, waxes, nonacosanol or flavonoids (i.e. hesperidin), amino acids 

and fatty acid derivatives can be extracted selectively using clean extraction 

techniques prior to the treatment of biomass by  biochemical and thermochemical 

processes. These compounds have known uses in cosmetics, as nutraceuticals or 

semiochemicals.13, 30  

Biochemical and thermochemical processes complement each other well, the former 

being very selective but slow compared to the later. Biochemical processes require 

low temperatures but pre-treatments are often required (e.g. ammonia fiber 

expansion or AFEX, dilute acid hydrolysis) to open-ÕÐ ÂÉÏÍÁÓÓȭÓ ÆÉÂre structure and 

yield intermediates requiring further downstream processing.31, 32 Thermochemical 

processes, which include gasification, pyrolysis and direct combustion (Table 2), 

operate usually above 500 °C and are much less selective, yielding oils, gas, chars 

and ash.33  
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Table 2: Most common thermochemical and biochemical processes. 

 Process name 
Temperature 

(°C) 
Conditions  Product(s)  Application  

T
h

e
rm

o
ch

e
m

ic
al

 p
ro

ce
s
s
es

 

Gasification 700 

Low 

oxygen 

level 

Syngas 

(mixture of 

H2, CO, CO2, 

CH4) 

Fuel or 

chemical 

intermediate 

to ethanol or 

dimethyl ether 

or isobutene 

Pyrolysis 300-600 No oxygen 

Bio-oil, 

char and 

low 

molecular 

weight 

gases 

Transportation 

fuel and 

chemicals 

B
io

ch
e

m
ic

a
l 
p

ro
ce

s
s
e

s
 

Fermentation 5< T °C <30 
Presence of 

oxygen 

Alcohol 

(e.g. 

ethanol), 

organic 

acids (e.g. 

succinic 

acid) 

Transportation 

fuel (e.g. 

ethanol) 

Anaerobic 

digestion 
30-65 No oxygen 

Biogas 

(CO2, CH4) 

Production of 

natural gas 

(>97% CH4) 

 

Biomass with a high acid, alkali metal and water content can be difficult to use in 

conventional thermal treatments. For example, the high water content can render 

pyrolysis or gasification processes very difficult and the acidity of the feedstock can 

hinder the use of the pyrolysis oil obtained. Microwave technology for the pyrolysis 

of straw was shown to improve the quality of bio-oils obtained at lower 

temperatures (typically below 200 °C), yielding bio-oils with properties comparable 

to commercial fuel additives with the advantage that the microwave bio-oils have a 

lower oxygen, alkali, acid and sulphur content.34 

 

1.1.7 Waste as a renewable feedstock 

 

Early research on renewable resources focused greatly on plants such as rapeseed, 

corn or sugar cane. However the controversial competition between food and non-

food uses of biomass had an negative effect on crop prices as well as on the public 
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perception on biofuels.35 Other sources of biomass are now studied and waste is 

increasingly considered as another renewable feedstock for the production of bio-

derived chemicals, materials and fuels. 

In times which increasingly value resource efficiency, waste has become a luxury., 

The Department of Environment, Food and Rural Affairs (DEFRA) in the UK, has 

estimated that businesses could save up to £23 billion by re-using resources more 

efficiently.36 In the E.U., the Landfill directive or Council Directive 99/31/EC , will 

drastically reduce the amount of landfill space available as the amount of 

biodegradable waste sent to landfill will have ÔÏ ÒÅÁÃÈ συϷ ÏÆ ρωωυȭÓ ÌÅÖÅÌ by 2016 

in members countries. As a result, the landfill gate fee has increased from £40-£74 to 

£90-£110 per tonne (including landfill tax) in the UK between 2009 and 2014.37-39 

Policy makers support alternatives to landfill (e.g. value recovery from waste), 

especially in the context of achieving a zero waste economy and the vision of the 

European Bioeconomy 2030 within the context of a resource crisis. 38  To illustrate 

this argument, it has been estimated that ȰσπϷ ÆÅ×ÅÒ ÒÅÓÏÕÒÃÅÓ ɍÁÒÅ ÎÅÅÄÅÄɎ ÔÏ 

produce one Euro or Dollar of GDP than 30 years ago; however, overall resource use 

ÉÓ ÓÔÉÌÌ ÉÎÃÒÅÁÓÉÎÇ ɍȣɎ ÁÓ ×Å ÃÏÎÓÕÍÅ ÇÒÏ×ÉÎÇ ÁÍÏÕÎÔÓ ÏÆ ÐÒÏÄÕÃÔÓ ÁÎÄ ÓÅÒÖÉÃÅÓȱȢ40  

As traditional resources such as oil and minerals become scarcer, their availability is 

likely to be susceptible to highly politicised negotiations and pricing. 

Therefore, waste valorisation represents a promising research topic from both an 

environmental and economic point of view.41 Current waste management practices 

should be replaced by strategies allowing the recovery of marketable products for 

existing or new markets, thus offering added revenues for industry . Valorising waste 

also has the potential to lower Á ÐÒÏÃÅÓÓȭÓ ÃÁÒÂÏÎ ÆÏÏÔÐÒÉÎÔ ÁÎÄ ÄÅÐÅÎÄÅÎÃÅ ÏÎ ÆÏÓÓÉÌ 

fuel resources, increase its efficiency and cost-effectiveness and moving towards 

ȬÃÌÏÓÅÄ ÌÏÏÐ ÍÁÎÕÆÁÃÔÕÒÉÎÇȭȟ ÏÎÅ ÏÆ %Ȣ5Ȣȭs clear strategies, highlighted in the Europe 

2020 strategy document.42,44 There is a growing recognition that the twin problems 

of waste management and resource depletion can be solved together through the 

utilisation of waste as a resource. However, despite the clear benefits, the utilisation 

of FSCW represents a challenge.43 A regular and consistent supply chain is important 

for the successful realisation of a biorefinery based on FSCW. But high accumulative 

volumes of waste are often only generated over a period of a couple of months per 

year, potentially affecting the year-round availability of chemicals and materials 

produced from FSCW. 
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Although the availability of some FSCW is clearly an advantage regarding security of 

supply, several limitations exist and need to be taken into account as part of the 

logistics needed to valorise this resource. FSCW can be/can have: 

¶ a heterogeneous and variable composition (lipids, carbohydrates, 

proteins),44 

¶ fluctuate in volumes available across the year,44 

¶ a high water content and41  

¶ a low calorific value.41 

The later characteristics of FSCW can rapidly become a disadvantage when trying to 

select a suitable technology for valorisation purposes, especially when dealing with 

high moisture contents. Microwave technology represents an ideal choice  given its 

good interaction with water-rich biomass feedstocks.45, 46 Biomass can be used wet, 

by-passing drying operations. The latter is critical given the high costs and energy 

requirements of drying operations. Proving the suitability of FSCW as a valuable 

renewable material was one aim of this project. Hence, microwaves have been 

selected as the core technology for this project.  

 

1.2  Fundamentals of microwave technology  

 

The microwave frequency and the magnetron were first used for radar technology 

during Second World War. After the end of the war, this technology was used as a 

source of heat to avoid limitations linked with the use of induction heating (i.e. 

thermal diffusivity and surface temperature). Microwaves are essentially a high 

frequency alternating wave produced by the combination of an electrical field and a 

magnetic field, resulting in an electromagnetic wave. For microwaves, the frequency 

of this wave must be between 0.3 GHz and 300 GHz.47 Above 300 GHz, it is the 

domain of infra red and below 0.3 GHz, it is the domain of radio waves according to 

the electromagnetic spectrum. The Intercontinental Telecommunications Union 

limits the frequency of microwave apparatus to 915 and 2450 MHz for industrial, 

scientific and medical use.47 The relationship between the energy E and the 

frequency ʉ of a microwave  is given by the Planck equation and is highlighted 

below, where h is the Planck constant, c ÔÈÅ ÓÐÅÅÄ ÏÆ ÌÉÇÈÔ ÁÎÄ ʇ ÉÓ ÔÈÅ ×ÁÖÅlength.47 

Ὁ Ὤ’  
Ὤὧ

‗
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1.2.1 Heat production mechanisms under microwave conditions  

 

Heat production within a given substance using microwaves is the result of this 

ÓÕÂÓÔÁÎÃÅȭÓ dielectric properties. Upon polarisation of a dielectric material following 

the application of an electric current, ÔÈÅ ÍÏÌÅÃÕÌÅȭÓ ÐÅÒÍÁÎÅÎÔ ÄÉÐÏÌÅ tr ies to align 

itself with the oscillating microwave applied. The high specific frequency used 

creates a rapid reversal of the electromagnetic wave which is difficult to follow for 

the permanent dipole. A delay in alignment is observed and energy is lost from the 

molecule to the surroundings under the form of kinetic energy to re-orient the 

molecular dipole. This creates heat via friction at the molecular scale of the 

material.48 Heat generation is therefore the result of the energy released by the 

molecule to re-orient its dipolar moment. This heat generating mechanism is called 

the dipolar polarisation mechanism and is illustrated in Figure 5 for water.49  

 

Figure 5: Illustration of the effect of microwaves on a drop of water. 

 

This mechanism can only be applied to polar polarisable substances. The capacity of 

a substance to be polarised is characterised by its dielectric properties which are 

ÓÕÍÍÁÒÉÓÅÄ ÉÎ ÔÈÅ ÅÑÕÁÔÉÏÎ ÂÅÌÏ× ÆÏÒ ÔÈÅ ÃÏÍÐÌÅØ ÄÉÅÌÅÃÔÒÉÃ ÃÏÎÓÔÁÎÔ ʀɕ ÉÎ ÁÎ 

alternating electrical field.47 

‐z  ‐ Ὦ‐  ‐‐ᴂ Ὦ‐‐ᴂᴂ 
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)Î ÔÈÅ ÅÑÕÁÔÉÏÎ ÁÂÏÖÅȟ ʀ0ȟ ʀȭ ÁÎÄ ʀȭȭ ÒÅÓÐÅÃÔÉÖÅÌÙ ÃÏÒÒÅÓÐÏÎÄ ÔÏ ÔÈÅ ÄÉÅÌÅÃÔÒÉÃ 

permittivity of the vacuum (which is equal to a constant), the relative dielectric 

constant and the relative dielectric loss. The relative dielectric constant ʀȭ relates to 

Á ÍÁÔÅÒÉÁÌȭÓ ÃÁÐÁÂÉÌÉÔÙ ÔÏ Ótore electromagnetic energy (i.e. be polarised). ʀȭ ÉÓ Á ÒÅÁÌ 

ÎÕÍÂÅÒ ÁÎÄ ÉÓ Á ÆÕÎÃÔÉÏÎ ÏÆ ÔÈÅ ÐÅÒÍÉÔÔÉÖÉÔÙ ÏÆ ÆÒÅÅ ÓÐÁÃÅ ʀ0.50 The relative dielectric 

loss (or loss factor) ʀȭȭ ÒÅÌÁÔÅÓ ÔÏ Á ÍÁÔÅÒÉÁÌȭÓ ÃÁÐÁÂÉÌÉÔÙ ÔÏ ÃÏÎÖÅÒÔ ÔÈÅ ÓÔÏÒÅd 

electromagnetic energy into heat.48, 50, 51 

 

They are specific for a material in a given state, microwave frequency and 

temperature.50  4ÈÅ ÒÁÔÉÏ ʀȭȭȾ ʀȭ ÉÓ ÃÁÌÌÅÄ ÔÈÅ ÌÏÓÓ ÔÁÎÇÅÎÔ ÔÁÎ ɿ ÏÒ ÔÈÅ ÄÉÓÓÉÐÁÔÉÏÎ 

factor. It characterises the ability of a substance to absorb the electrical field and 

convert the electromagnetic energy into heat for a given frequency and 

temperature.52 The value of the loss tangent for a given material is proportional to 

its ability to absorb microwaves.49 Consequently, as the dielectric loss decreases 

with an increase in temperature, microwave absorption decreases and penetration 

depth increases.52 For glass, a microwave transparent materialȟ ÔÁÎ ɿ ÉÓ ÉÎÆÅÒÉÏÒ ÔÏ 

0.01.53 In the case of water, the dielectric loss of water decreases as temperature 

increases,54 increasing the penetration depth of microwaves which is interesting 

when operating at higher scale. Consequently, it is interesting to note that the value 

of the loss tangent are inversely proportional to the values of the temperature.49 

Furthermore, the loss tangent is proportional to ion concentration, ion size, 

microwave frequency and the viscosity of the reaction medium.52  

Following energy adsorption, the conversion of electromagnetic energy into heat is 

characterized by the dielectric power absorption P, which is expressed as a function 

of the relative dielectric loss ʀȭȭȢ 

 

ὖ ς“Ὢ‐Ὁ 

In the equation above, f and E correspond respectively to the applied frequency and 

strength of the electric field applied to the substances heated. The latter is only 

applicable to uniform electrical fields. 

A different heat generating mechanism has been identified. It applies to ion 

containing solutions only though. Upon oscillation of the charged ions of the solution 

following their interaction with microwaves, the incurred displacement of the 

charged ions generates an electric current. Hence heat is generated within the bulk 

of the solution as an energy dissipation mechanism. This mechanism is called ion 
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conduction and in an ion containing solution, its contribution is more important 

than the one of the dipolar polarisation mechanism.48, 49, 55 

 

1.2.1.1 Single and multimode microwaves  

 

Multimode and single mode microwave equipment is available. The choice lies upon 

design constraints. A single mode microwave relies on the production of a free-

standing wave which is directed towards the sample using a waveguide. Care is 

taken to design the microwave cavity to produce a standing wave (i.e. the incident 

and the reflected wave resonate producing a standing wave). This makes the 

position of the sample inside the microwave cavity crucial. In the case of a 

multimode microwave, a mode deflector is used to produce reflected waves which 

can either be constructive or destructive. This results in a less homogeneous field of 

irradiation in the case of multimode microwaves. Hot and cold spots or high and low 

field intensity spots can then occur, leading to temperature gradients.56 However 

this phenomenon can also be observed when using single mode microwaves. 

Typically, single mode microwave reactors can only be applied to samples of a 

volume below 50 mL.49 This is because at 2450 MHz, the wavelength of a single 

mode (half a wavelength) is of ~ 6 cm, making scale-up of mono-mode microwaves 

difficult. 57 

 

1.2.1.2 Temperature control and super -heating 

 

Conventional and microwave heating essentially differ by their temperature profile. 

Fast heating of the bulk of the targeted material is one of the main advantages of 

microwave technology.49 This property is often used under closed vessel conditions, 

to heat a solvent past its boiling point.56 Ȱ3ÕÐÅÒÈÅÁÔÉÎÇȱ ÈÁÓ ÂÅÅÎ ËÎÏ×Î ÔÏ ÏÃÃÕÒ ÉÎ 

the case of microwave heating: as the temperature increases, the value of the loss 

tangent increases too, causing the apparent boiling point of a given solvent to 

increase by up to 28 °C.55 

Under such conditions, efficient stirring is a necessity to ensure maximum 

reproducibility. 49 This is to avoid the formation zones of heterogeneous field which 

would result in the creation of temperature gradients within the sample causing 

ȰÈÏÔ ÓÐÏÔÓȱ ÏÒ ȰÓÕÐÅÒ-ÈÅÁÔÉÎÇȱȢ52, 58 Additionally, providing temperature control is 

precise and efficient. Microwaves instantly respond, allowing fast power changes to 
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achieve constant temperature settings, which is an advantage compared to 

convection heating for example. Narrow and optimum temperature ranges are 

ÈÅÎÃÅȟ ÅÁÓÉÌÙ ÁÃÃÅÓÓÉÂÌÅ ×ÈÅÎ ÕÓÉÎÇ ÍÉÃÒÏ×ÁÖÅ ÔÅÃÈÎÏÌÏÇÙȢ !Ó Á ÒÅÓÕÌÔȟ ÔÈÅ Ȱ×ÁÌÌ 

ÅÆÆÅÃÔȱ ÏÂÓÅÒÖÅÄ ÕÎÄÅÒ ÃÏÎÖÅÎÔÉÏÎal heating conditions can be avoided, which is not 

the case when using conventional heating on a batch process.56 However, the 

geometry of the microwave cavity and the algorithm used to control the operational 

parameters used can cause a certain variability of the results when carrying-out the 

same experiments using different microwave equipments.49 

 

1.2.1.3 Application of microwave technology at larger scale  

 

Achieving precise temperature control is an important area of research when 

considering microwave technology. The determination of the exact temperature 

within the bulk of the sample is still discussed within the research community 

especially as the existence of a non-ÔÈÅÒÍÁÌ ȰÍÉÃÒÏ×ÁÖÅ ÅÆÆÅÃÔȱ ÉÓ ÓÔÉÌÌ waiting to be 

proven. With the combined use of an external and an internal probe (i.e. typically an 

infra red and a fiber optic probe), a consensus has been reached within the research 

community.58  Such a set-up also provides accurate readings in the context of energy 

consumption measurements, especially when the microwave absorbing properties 

of the sample change upon heating. However, this solution only provides bulk 

temperature readings, hence short term localised hot spots would not be detected. 

 

When applied at a larger scale, the efficiency of the energy transfer is critical to 

ensure the best end-performance, rendering temperature measurement secondary.  

The measure of reflected energy then becomes essential, helping to determine how 

much energy is actually absorbed by the system. However, other parameters such as 

ÍÉÃÒÏ×ÁÖÅ ÐÅÎÅÔÒÁÔÉÏÎ ÄÅÐÔÈ ÏÒ ÔÈÅ ÖÁÒÉÁÔÉÏÎ ÏÆ ÔÈÅ ÓÁÍÐÌÅȭÓ ÖÉÓÃÏÓÉÔÙ ÏÒ ÄÉÅÌÅÃÔÒÉÃ 

properties are to be considered too. Often, microwave constructors will build 

specific equipment operating at a precise frequency to allow for a maximised energy 

transfer for a given application.56 Some benefits are associated with the scale-up of 

microwave technology. It is known that the penetration depth increases as the 

dielectric loss decreases, which is interesting at larger scale. However, the 

penetration depth of the microwaves decreases with the ability of the system to 

absorb microwaves.56 Typically, microwaves have a penetration depth of 1.4 cm in 

water at 25 °C and 5.7 cm at 95 °C (both at 2450 MHz), which needs to be taken into 

consideration when moving from lab scale to pilot scale. Sairem® has shown the use 
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of lower frequencies can circumvent low penetration depth beyond lab scale, 

improving energy efficiency too. Given the influence the microwave frequency, 

reactor size and geometry as well as the vessel material and size or the use of mono- 

or multi -mode microwave, optimisation is necessary for each change of scale, to 

optimise process parameters and minimise energy consumption. Just like for 

conventional heating, especially as magnetrons are usually designed for a 1000 kg 

load.55 However, one can argue that at larger scale the capacity to absorb microwave 

energy increases with mass for a given loss tangent, and the surface-to-volume ratio 

decreases minimising energy losses to the surrounding environment. Both factors 

will have for effect to increase energy efficiency. This however needs to be balanced 

by the conversion efficiency of electrical energy for example to heat using a 

magnetron.56 

 

1.2.2 Associated benefits of the use of microwav es on food supply chain 

waste 

 

The use of microwaves instead of conventional thermal heating has increasingly 

been studied, especially in the last 20 years.52 Advantages linked with the use of this 

technology include high heating rates, volumetric and contactless heating as well as 

a high control of the energy input.59 In chemistry, microwave heating is believed to 

offer selective heating as well as rapid heating times.56, 60 The latter has been 

recognised as a source of energy savings compared to conventional heating under 

small scale, closed-vessel conditions, under single mode conditions and when 

normalised on the basis of moles of product generated.61 Above 100 mL, multimode 

microwave reactors have been classified as more energy efficient at increasing 

scale.62 

The use of microwave technology was chosen for the particular valorisation of food 

supply chain waste for the reasons highlighted above. Additionally, this technology 

has other advantages: it is adaptable for use in continuous processes and scalable, 

potentially allowing for the design of an integrated conversion process. The 

technology has known uses in the food industry for sterilising or drying purposes 

under continuous conditions.63 In the food industry, the use of microwaves 

represents an advantage as air is not heated during drying operations for example, 

creating more selective heating conditions. 
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More importantly ,  this technology is not limited by the high water content present 

in such feedstocks (up to 90%).64 This is quite the contrary, given the dielectric 

properties of water (i.e. at 25 °# ÁÎÄ ρ'(Úȟ ʀȭ ÁÎÄ ʀȭȭ ÁÒÅ ÏÆ χχ ÁÎÄ υȢςɊ65. This results 

in a good interaction between microwaves and water-based systems,66 which is 

important for future industrial scale applications given the importance of WOP 

drying costs.67 The criteria cited above show that microwave technology has the 

potential to allow the valorisation of a pre-consumer type of waste generated on a 

million ton ne scale while using an integrated conversion process.  

Regarding biomass processing for chemical and fuel production, thermal 

decomposition of biomass under anaerobic conditions or pyrolysis, has been studied 

under microwave conditions, taking advantage of the high heating rates to increase 

ÂÉÏÍÁÓÓȭÓ ÅÎÅÒÇÙ ÄÅÎÓÉÔÙȢ68 Such a process typically produces bio-char, bio-oil and 

gas (CO, H2, CO2 and CH4).46 The purpose of this work is to apply microwaves to a 

specific type of food supply chain waste. Citrus peels will be used as a feedstock to 

demonstrate the possible use of microwave technology for the extraction of D-

limonene, polymethoxylated flavonoids, hesperidin, glucose, fructose and pectin 

from non pre-treated peel. Less extreme conditions will be used compared to 

microwave pyrolysis, which typically occurs between 200 °C and 380 °C.46 The work 

presented in this thesis will use hydrothermal conditions relying on the dielectric 

properties of as a microwave absorber to extract chemicals from wet biomass below 

200 °C, defining the scope of this project.  

The next chapter will focus on the characteristics and the availability of food supply 

chain waste. The use of citrus peel waste as a resource and the opportunities offered 

by this feedstock in the context of the design of a microwave waste biorefinery will 

be highlighted in chapter 3. 
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feedstock for the 
production of chemicals. 
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2 The use of FSCW as a feedstock for the production  of 

chemicals . Availability and location in Europe.  

 

Our society currently faces the twin challenges of resource depletion and waste 

accumulation leading to rapidly escalating raw material costs together with 

increasingly expensive and restrictive waste disposal legislation. The variety of food 

processes used in the food and drink industry globally generates FSCW on a multi 

tonne scale every year. This chapter will demonstrate the opportunity FSCW 

represents as a chemical feedstock and highlight the advantages of using FSCW as a 

raw material for the production of chemicals, materials and fuels. A method 

designed for the estimation of FSCW available in the E.U.-27 from food processing 

operations will also be developed upon and the main conclusions reached will be 

presented. 

 

2.1  Use of food supply chain waste (FSCW) as a resource 

2.1.1 Definition of the term food supply chain waste  

 

&3#7 ÈÁÓ ÂÅÅÎ ÐÒÅÖÉÏÕÓÌÙ ÄÅÆÉÎÅÄ ÁÓ ȰÔÈÅ ÏÒÇÁÎÉÃ ÍÁÔÅÒÉÁÌ ÐÒÏÄÕÃÅÄ ÆÏÒ ÈÕÍÁÎ 

consumption that is discarded, lost or degraded. This includes waste arising because 

ÏÆ ÐÅÓÔ ÄÅÇÒÁÄÁÔÉÏÎ ÏÒ ÆÏÏÄ ÓÐÏÉÌÁÇÅȢȱ43 It is estimated tÈÁÔ ȰÁÓ ÍÕÃÈ ÁÓ υπϷ ÏÆ ÔÈÅ 

ÆÏÏÄ ÐÒÏÄÕÃÅÄ ÉÓ ÌÏÓÔ ÏÒ ×ÁÓÔÅÄ ÂÅÆÏÒÅ ÁÎÄ ÁÆÔÅÒ ÉÔ ÒÅÁÃÈÅÓ ÔÈÅ ÃÏÎÓÕÍÅÒȱȢ69 On a 

ÇÌÏÂÁÌ ÓÃÁÌÅȟ ÔÈÅ ÌÁÔÅÓÔ &!/ ÒÅÐÏÒÔ ÓÕÇÇÅÓÔÓ ÔÈÁÔ Ȱ1.3 billion tonnes per year of food 

ÐÒÏÄÕÃÅÄ ÆÏÒ ÈÕÍÁÎ ÃÏÎÓÕÍÐÔÉÏÎ ÉÓ ɍÂÅÉÎÇɎ ÌÏÓÔ ÏÒ ×ÁÓÔÅÄȱȟ representing a huge 

environmental, economic and social problem.70 Our food supply chain has recently 

been recognised as being inefficient, producing large and accumulative quantities of 

waste.71, 72 7ÉÔÈ ȰÁÒÏÕÎÄ ψω ÍÉÌÌÉÏÎ ÍÅÔÒÉÃ ÔÏÎÎÅÓ ÏÆ ÆÏÏÄ ×ÁÓÔÅ ÁÒÅ ÇÅÎÅÒÁÔÅÄ ÅÖÅÒÙ 

year in the E.U.-ςχȢȱ4 39% is generated by the manufacturing sector, 42% by the 

household sector (other sectors: 19%). In this case, food waste encompasses 

domestic, waste produced by individuals in their homes.73  

The paragraph above highlights one of the first issues encountered when attempting 

to work with such a type of resource: the definition of FSCW varies from one 

organisation to another and hence the data reported on the volumes available 

cannot be compared. In this thesis, FSCW will include all food wastes produced by 
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the supply chain, excluding food packaging. It will concentrate especially on non-

avoidable FSCW and it will include food losses produced as a result of poor stock 

management at a pre-consumer stage. Agricultural residues and industrial 

processing waste generated by the food processing industry are examples of types 

of waste selected for further study here. It would not include household waste, 

which is very heterogeneous in composition. Criteria will be developed to select 

suitable types of FSCW for valorisation using clean and green technologies (see 

section 2.2). Valorisation is defined here as gaining revenue from a co-product 

traditionally disposed of and/or  lost within the value chain or as one with a current 

low value. 

 

2.1.2 Drivers for the use of FSCW as an alternative carbon feedstock for 

chemical production  

 

The food supply chain encompasses a wide range of manufacturing processes.  The 

seasonal nature of food production means that large quantities of FSCW, all of which 

are organic, can accumulate over short periods of time.  The latter contain valuable 

functionalised molecules such as flavonoids, amino acids, proteins, waxes, pigments, 

lipids, sugars, fibres, biopolymers (cellulose, starch) or fatty acids as shown in 

Figure 6. These will have uses in all sectors of the chemical industry, including 

cosmetics, foods, pharmaceuticals, textiles as well as in  fuels.23 An exhaustive 

publication by Galanakis et. al. lists a large number of examples of sources of FSCW 

types for given chemical compounds and associated recovery techniques.74 

Functional compounds generated by food processing operations have also been 

reviewed by Schieber et. al.75 When using FSCW as a feedstock for 1st generation 

valorisation strategies, those chemical functionalities are lost or at best, 

underutilised. First generation strategies include electricity generation (i.e. through 

anaerobic digestion), fuel generation (e.g. conversion of cellulosic biomass to bio-

ethanol) or the production of animal feed. It has recently been reported that the 

conversion of biomass waste to bulk chemicals for example was  nearly 7.5 and 3.5 

times more profitable than its conversion to animal feed or transportation fuel 

respectively, highlighting the marginal value of 1st generation FSCW valorisation 

strategies.43, 76 
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Figure 6: Components present in FSCW and their uses in common end-user products 
showing how the use of FSCW as a renewable feedstock could have implications in 

all main sectors of the chemical industry (originally in colour). 

 

Maximising the chemical content extracted from FSCW is even more relevant in the 

light of the amount of fertilisers, pesticides, energy and water consumed for the 

production of food.77  In the U.S.A., the United States Department of Agriculture 

estimated that the American agricultural sector is responsible for the consumption 

ÏÆ ψπϷ ÏÆ ÔÈÅ ÃÏÕÎÔÒÙȭÓ ÄÒÉÎËÉÎÇ ×ÁÔÅÒ ÁÎÄ ÏÃÃÕÐÉÅÓ υπϷ ÏÆ ÔÈÅ ÓÕÒÆÁÃÅ ÏÆ ÔÈÅ 

usable land. &ÕÒÔÈÅÒÍÏÒÅȟ ȰÁÄÄÅÄ ÔÏ ÔÈÅ ×ÁÓÔÅ ÏÆ ÒÅÓÏÕÒÃÅÓȟ ÔÈÅÒÅ ÁÒÅ ÁÌÓÏ ÔÈÅ 

consequences of haviÎÇ ÔÏ ÍÁÎÁÇÅ ÌÁÒÇÅ ÑÕÁÎÔÉÔÉÅÓ ÏÆ ×ÁÓÔÅȢȱ78 The loss of resources 

in the form of land, labour, energy needs to be considered as well.  The latter have 

been estimated on a global scale by the Food and Agriculture Organization of the 

United Nations for wasted edible and non-edible parts of foods.79 As one example of 

the amount of resources lost in 2008, 377 tonnes of tomatoes were lost from the 

food supply chain in the U.S.A., as estimated by Buzby et. al.80 The data they gathered 

is highlighted in Figure 7. 
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Figure 7: Estimation of the resources lost following the loss of 377 metric tonnes of 
fresh tomatoes (originally in colour). 

 

The growing demand for environmentally friendly chemicals and fuels together with 

stricter U.K. and E.U. legislation are encouraging the development of more 

sophisticated FSCW valorisation strategies, namely 2nd generation FCSW 

valorisation schemes. 4ÈÅ ÓÅÃÏÎÄ ÁÒÔÉÃÌÅ ÏÆ ÔÈÅ %ÕÒÏÐÅÁÎ 5ÎÉÏÎȭÓ funding treaty 

declares the sustainable use of natural resources as one of the objectives of the E.U.-

ςχȭÓ ÅÎÖÉÒÏÎÍÅÎÔÁÌ ÐÏÌÉÃÙȢ81 Major drivers include increasingly tighter European 

regulations and standards, associated with their compliance costs. Recent 

developments in legislation focus heavily on reducing volumes of waste produced. 

On a European level, the Integrated Pollution Prevention and Control (IPPC) 

legislation 96/61/EC and the Landfill directive 1999/31/EC respectively introduce 

ÔÈÅ ÎÏÔÉÏÎ ÏÆ ȰÐÏÌÌÕÔÅÒÓ ÐÁÙȱ ÁÎÄ ÌÁÎÄÆÉÌÌ ÒÅÄÕÃÔÉÏÎ ÏÆ ÂÉÏÄÅÇÒÁÄÁÂÌÅ ×ÁÓÔÅȢ81 

Additionally, the REA#( ÌÅÇÉÓÌÁÔÉÏÎ ×ÉÌÌ ÐÒÏÖÉÄÅ ȰÃÈÅÍÉÃÁÌÓ ÍÁÎÕÆÁÃÔÕÒÅÒÓ ×ÉÔÈ ÁÎ 

ÏÐÐÏÒÔÕÎÉÔÙ ÔÏ ÐÒÏÖÉÄÅ ÉÎÎÏÖÁÔÉÖÅ ÓÕÂÓÔÉÔÕÔÅÓ ÂÁÓÅÄ ÏÎ ÒÅÎÅ×ÁÂÌÅ ÆÅÅÄÓÔÏÃËÓȢȱ82 At 

the level of the U.K., the Pollution Prevention and Control Act was implemented to 

fulfil the requirements set by the IPPC and the landfill legislation.81 The combination 

of the use of new renewable feedstocks such as FSCW and clean technology will 

represent another achievement for the creation of a bio-economy. The latter is 

ÐÅÒÆÅÃÔÌÙ ÁÌÉÇÎÅÄ ×ÉÔÈ 5+ȭÓ ,Ï× #ÁÒÂÏÎ 4ÒÁÎÓÉÔÉÏÎ 0ÌÁÎ and the Climate Change Act. 

All are focused on reducing polluting emissions and therefore, waste. The Courtauld 

commitment (now in its 3rd  phase) represents an important development in the area 

of waste reduction in the U.K. This voluntary commitment has brought together 

more than 53 companies, all of which aim to reduce the environmental impact of the 

food retail sector by mainly looking through minimising packaging, the objective 



52 
 

ÂÅÉÎÇ Ȱa cumulative reduction of 1.1 million tonnes of waste and 2.9 million tonnes 

of CO2 ÅÍÉÓÓÉÏÎȱ ÂÙ ςπρυȢ83  

 

The potentially valuable chemical content of FSCW, recent developments in E.U.-27 

legislation together with the chemical ÉÎÄÕÓÔÒÙȭÓ ÓÈÉÆÔ ÔÏ×ÁÒÄÓ ÈÉÇÈÅÒ ÓÕÓÔÁÉÎÁÂÉÌÉÔÙ 

and improve cost-effectiveness, process efficiency and its green credentials make 

the development of sustainable and innovative strategies for the valorisation of the 

chemical components present in FSCW an interesting research avenue. Valorisation 

of FSCW is especially important since the sustainability of the food chain is being 

ÑÕÅÓÔÉÏÎÅÄ ÉÎ ÔÈÅ ÌÉÇÈÔ ÏÆ ÔÈÅ ÅÖÅÒ ÉÎÃÒÅÁÓÉÎÇ ÇÒÏ×ÔÈ ÏÆ ÔÈÅ ×ÏÒÌÄȭÓ ÐÏÐÕÌÁÔÉÏÎȢ 

However, despite the clear benefits, the utilisation of FSCW as a biorefinery 

feedstock is largely unexploited and represents a challenge. These issues will be 

highlighted in the next paragraph. 

 

2.2  FSCW selection criteria - Food for thoughts   

 

FSCW can be divided into two parts: pre-consumer and post-consumer FSCW. Figure 

8 describes the four main points of the FSC and the associated types of FSCW 

produced.  

 

Figure 8: Simplified diagram of the food supply chain highlighting the distinction 
between pre- and post- consumer FSCW (originally in colour) . 
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Although post-consumer waste is often the most visible, especially on a daily basis 

from our societyȭÓ ÐÅÒÓÐÅÃÔÉÖÅȟ ÉÔ ÉÓ ÎÏÔ ÏÎÌÙ ÄÉÆÆÉÃÕÌÔ ÔÏ ÃÏÌÌÅÃÔ ÁÎÄ ÓÅÇÒÅÇÁÔÅȟ ÂÕÔ 

also challenging to valorise given its heterogeneous composition.43 Pre-consumer 

waste is generated in a more concentrated manner, especially when considering the 

ever increasing rate of global food production84 and processing.43 ȰMore than 70 % 

of the agricultural goods produced in the E.U.-27 are used to be transformed into 

ÆÏÏÄ ÉÎÄÕÓÔÒÙ ÐÒÏÄÕÃÔÓȱ.85 Consequently, pre-consumer FSCW would display a lower 

feedstock variability compared to post-consumer FSCW. In terms of logistics, FSCW 

such as agricultural residues or food processing residues should therefore be 

preferred for economic valorisation.  

Pre-consumer waste, such as food processing residues, represents a growing sector 

of waste production. In the U.K. for example, food manufacturers generate 4.1 

million tonnes of food waste out of the 8.8 million tonnes of waste produced 

annually along the food supply chain. As a matter of comparison, the catering sector 

and retailers generate respectively 1.6 and 3.0 million tonnes of waste.86  The food 

industry  is omnipresent in our society: in 2010, the food and drink generated Ό953 

billion  in sales.87 )Î ÃÏÍÐÁÒÉÓÏÎȟ ÔÈÅ ÃÈÅÍÉÃÁÌ ÓÅÃÔÏÒ ÃÏÎÔÒÉÂÕÔÅÓ Ότωρ ÂÉÌÌÉÏÎ in sales 

to the E.U.-27 economy (excluding pharmaceuticals).88  Second generation 

valorisation of FSCW for the production of bio-derived chemicals, materials and 

fuels could boost the efficiency and competitiveness of two major sectors of the 

European economy. The food and chemical industry could form a symbiotic 

relationship instead of competing against each other for the same resources, as 

highlighted by the food versus fuel debate.89 

 

However, several issues are linked with the use of FSCW as a renewable feedstock 

and their handling needs to be carefully considered. FSCW is mostly of organic 

nature (although they contain a number of useful inorganic compounds) and are 

characterised by high associated chemical and biological oxygen demand (COD and 

BOD)90 and a high water content.91 Additionally, it is prone to rapid bacterial 

contamination75 and accumulates very rapidly over a short harvesting season, all of 

which lead to disposal management problems71, 92 and consequently increasing 

disposal cost.38 

These limitations dictate the logistics needed for the efficient production of novel 

added-value materials, chemicals and fuels from FSCW. The use of transportable 

continuous processing technology is needed to avoid rapid fermentation/bacterial 

contamination without the need for stabilisation and pre-treatment (which, to some 
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extent, could be responsible for loss of functionality). This would also favour 

decentralised valorisation processes where FSCW is produced, limiting the 

transport of low value and low density material and reducing operating costs.   

The high water content often characterising FSCW should not be an obstacle to 2nd 

generation valorisation strategies as technologies allowing on-site conversion of 

waste without resorting to a drying stage exist. Microwave technology has been 

previously highlighted as a suitable type of technology (see chapter 1). Those 

technologies should then be coupled with sophisticated extraction techniques 

capable of selectively removing easily degraded compounds such as carotenoids or 

flavonoids from the biopolymer matrix that constitutes the bulk of FSCW.  Such a 

combination of technologies is key to the successful integration of FSCW as a raw 

material next to non food crops for example.  

Regardless of the potential efficiency of the valorisation process used, it would be 

rendered unproductive without careful selection of the type of FSCW used as a raw 

material. In order to qualify as a feedstock for chemical production, availability is 

key. Not only in terms of continuation of supply but also in terms of consistency. 

High, concentrated volumes of FSCW are needed to fit the large production capacity 

necessary to achieve economy of scale, making the use of in-situ valorisation 

technology even more important, especially if transport costs can be avoided. Those 

high volumes of FSCW should preferably occur around the globe (strengthening 

security of supply at a regional scale) and display the least variable composition (i.e. 

ÔÏÍÁÔÏ ÐÏÍÁÃÅȟ ×ÈÅÁÔ ÓÔÒÁ×ȟ ÒÉÃÅ ÈÕÓËÓȟ ÓÐÅÎÔ ÂÒÅ×ÅÒȭÓ ÇÒÁÉÎɊȢ 4ÈÅ ÁÖÁÉÌÁÂÌÅ ÒÁÎÇÅ 

of extractable chemicals and biopolymers is also important, as the combined 

production of several marketable components from a single feedstock is essential to 

guarantee the cost-effectiveness of the process. 

Finally, processing operations in the food sector can be classified into two 

categories: activities processing either animal-derived or plant-derived feedstocks. 

Fish and meat processing produce waste associated with a high sanitary risk and 

require strict handling and waste management legislation, making the valorisation 

of such agro-industrial residues less feasible. On the other hand, plant-derived FSCW 

represents a lower risk of bacterial and transmissible spongiform encephalopathie 

contamination and should therefore be favoured for the design of 2nd generation 

FSCW valorisation strategies.  

 



55 
 

2.3  Method for the evalu ation of FSCW volumes produced by the 

food sector in Eur ope 

 

As mentioned earlier, the availability of high volumes of a given type of FSCW is of 

great importance: the possibility of securing a consistent and regular supply of a 

given type of FSCW will determine whether industry will start considering this raw 

material as a viable source of bio-derived chemicals. The drivers responsible for 

mapping volumes of FSCW available in the E.U.-27 are highlighted in Figure 9. 

 

Figure 9: Drivers pushing for the estimation of available volumes of FSCW 
prior to future use as a renewable feedstock in industry (originally in colour). 

 

Data on the exact amount of FSCW produced by the food supply chain is limited. As 

an example, no detailed data is issued on an annual basis by the E.U.-27 because of 

the commercial sensitivity of this information for the food industry. However 

published data exists, especially at a regional level,73, 81, 91, 93-97 but discrepancies 

occur due to  variations in the definition of waste and by-products used by the food 

sector and/or the author of the study for example. This renders a comparison 

exercise difficult across a geographical region. Published studies are the result of 

separate initiatives that vary in the methodology used and sometimes in their 

objectives (e.g. measuring and data gathering are two different endeavours). This 

will affect the boundaries of the study carried -out.98 Waste can be defined as 

edible/inedible food in the retail part of the food supply chain whereas in the 

processing sector this will come down to whether a given product can enter the 

value chain or not.98 The definition chosen for waste, if stated at all, will also 
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influence whether waste water, surpluses, off-spec material, packaging and/or by-

products suitable for animal feed use will be taken into account for example.  

As a result of these observations, a methodology has been designed to estimate the 

volumes of FSCW produced in the E.U.-27 for defined food processing operations, 

focusing especially on FSCW consistent with the selection criteria developed above. 

The objective was to obtain a database allowing for the comparison of FSCW 

volumes available by country with the aim of being able to identify hot spots, or 

locations concentrating a high volume of a given type of FSCW. Ultimately, a priority 

list could be obtained by country or for the whole of the E.U.-27, helping to focus the 

research effort on FSCW generated on an important scale. Such a method can be 

seen as a selection tool for further cradle-to-cradle assessment, using tools such as 

life cycle assessment or even techno-economic assessment. This will ensure FSCW 

will be used in a truly sustainable manner, bringing our society one step closer to a 

zero waste economy. 

 

2.3.1 Methodology used  

 

The novel methodology developed consisted in estimating FSCW arising following 

common food processing operations from statistical data. This allowed the 

utilisation of a large amount of data collected using a similar method, increasing 

comparability  of the final study between countries. The data used in the present 

study was Prodcom data published by Eurostat. This data source reports sales 

volumes of manufactured goods for the E.U.-27 every year. Preceding studies in this 

area of research have used Eurostat data on volumes of waste produced for 

manufactured goods including food. Inconsistencies in data collection for the 

Eurostat database are a known issue: each country is free to choose its own method 

to complete the requested survey, which renders a comparison exercise difficult 

across countries.99 The original raw data could not be accessed for Prodcom data. 

However care has been taken to verify the quality of the data through the associated 

quality reports issued with Prodcom data. 

The objective of this piece of work was to estimate the volumes of FSCW arising for a 

known for types and food production processes by calculating the difference 

between the material input and the material output of the process considered. It was 

assumed the material output was equal to the sold manufactured product, the latter 

being obtained from Prodcom data.100 !Ó Á ÒÅÓÕÌÔȟ ÓÕÒÐÌÕÓ ÁÎÄ ȰÏÆÆ-ÓÐÅÃȱ ÇÏÏÄÓ 
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produced are not included and have not been accounted as waste per se in the 

calculations presented here. On the other hand, no distinction is made between 

edible and inedible production streams here and the data will include by-products 

ÁÎÄ ȰÇÒÅÅÎ ×ÁÓÔÅÓȱȢ98 From an ethical point of view, such types of waste streams are 

avoidable and the priority should be their reduction rather their valorisation. In the 

5Ȣ+Ȣȟ ÉÔ ÈÁÓ ÂÅÅÎ ÅÓÔÉÍÁÔÅÄ τπϷ ÏÆ ÆÁÒÍÅÒÓȭ ÃÒÏÐÓ ÁÒÅ ×ÁÓÔÅÄ ÄÕÅ ÔÏ ÔÈÅ 

implementation of aesthetic criteria for fruit and vegetables by retailers and by bad-

weather forecasting.83  

0ÒÏÄÃÏÍ ÄÁÔÁ ɉÏÒ Ȱ02/ÄÕÃÔÉÏÎ #/-ÍÕÎÁÕÔÁÉÒÅɊ ÉÓ ÕÓÅÄ ÆÏÒ ÂÕÓÉÎÅÓÓÅÓ ÁÎÄ 

marketing analysis, for example to forecast market demand.101 Prodcom data is 

obtained by the National Statistical Institutes (NSIs) who conduct a survey of 

enterprises of 20 employees of more. Survey completeness has been reported to 

exceed 95%. It  includes the volume of production sold during the targeted period 

for both the domestic and external markets.  

A common nomenclature is used for Prodcom, making the data comparable at a 

European level (i.e. definition of the population, the type of statistical unit, the 

definitions of the variables, the reporting on each type production).100-102 

Confidential data is suppressed at national level but included as appropriate at the 

E.U.-27 level to allow the calculations of totals for the whole of the European 

Union.100-102 IÆ Á -ÅÍÂÅÒ 3ÔÁÔÅȭÓ ÐÒÏÄÕÃÔÉÏÎ ÒÅÐÒÅÓÅÎÔÓ ÌÅÓÓ ÔÈÁÎ ρϷ ÏÆ ÔÈÅ %Ȣ5Ȣ-ςχȭÓ 

total for a given food product, then the data does not need to be collected and the 

production is reported as zero.100-102 

Data checks are performed by the Eurostat office. They include value comparisons 

across countries and over the years. Abnormal variations or questionable accuracy 

are reported to the declarant country and further explanations and/or corrections 

are required. This is done by comparing mean value, the minimum/maximum value 

and the median value for the total production for example. Additionally, the 

coherence between monthly and annual data is checked, and its coherence with 

external sources (i.e. foreign trade data).100-102 Since the methodology presented 

herein is derived from statistical Prodcom data, the reliability of the methodology 

depends on the reliability of the underlying statistics. Prodcom data was deemed a 

reliable source of information which has the advantage of offering a mean of 

comparison across all E.U.-27 countries. 

Eurostat data were used in combination with product percentages obtained from 

published process flow sheets of common food processing operations. The input 
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volume was estimated using the product percentage of the process considered 

found in the literature103-108 and the amount of product sold. Peer-reviewed 

publications were preferred when possible to lower the error margin on the results. 

The input volume was then calculated by dividing the amount of product sold by the 

product percentage. The concept used is highlighted in Figure 10. 

 

Figure 10: Calculation method used to estimate relative volumes of FSCW 
 produced following food processing operations (originally in colour). 

 

The calculation used is further illustrated using frozen un-concentrated orange juice 

production in Spain as an example in Figure 11. If 44,450 tonnes of frozen un-

concentrated  juice are sold annually in Italy, the material input can be calculated by 

dividing this value by 49.95% which is the product percentage published for the 

production of frozen un-concentrated  juice.103 The material input is therefore equal 

to 88,989 tonnes. When subtracting the material input to this value, 44,539 tonnes 

of FSCW are produced each year in Italy as a result of the production of frozen un-

concentrated orange juice. 

 

Figure 11: Calculation method used to estimate relative volumes of FSCW 
 generated during the production of frozen un-concentrated orange juice in Italy 

(originally in colour). 
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The method allows the comparison of the FSCW data obtained over all the E.U.-27 

countries. This is one of the advantages linked with the use of Eurostat data. 

Furthermore, the database is very detailed, compiled systematically and updated 

every year, strengthening the ensemble. However, data is missing for some food 

processing operations, depending on the country considered. Some assumptions still 

had to be made for some food processes and need to be further refined. This is for 

example the case for some preserved foods where a 9.32% waste percentage was 

used for preserved mushrooms and preserved asparagus. It was obtained by 

averaging the waste percentage obtained for potato and carrot peel waste, since no 

data was available for those specific cases. 

Furthermore, material outputs reported in volume units represent a difficulty in 

converting to mass since finding precise density data for materials such as citrus 

pomace can be a challenge. In these specific cases, a density of 1.04 kg/L has been 

used for the conversion of the output material data from L to kg.109, 110 This value is 

valid at 20 °C for 10° Brix according to the data reported in the literature. 

Additionally, the database does not distinguish between different waste streams for 

a given processing operation. Given the limitations highlighted above, using this 

method should be used for relative comparisons only, not as estimations of absolute 

values. 

 

2.3.2 Main results obtained  

 

The methodology presented above allowed the creation of a database listing the 

amount of waste generated by country for each processed food type sold in the E.U.-

27 for the year 2012. Furthermore, a classification by waste type (cereal, dairy, fruit, 

vegetable, nut, oil crops, sugar production, bakery, candy and fermented drinks 

derived wastes) renders the database searchable by waste type in addition to by 

country and by processed food type.  

The combination of the database with Google mapsTM allows the identification of 

ȰÈÏÔÓÐÏÔÓȱ ÆÏÒ Á ÇÉÖÅÎ &3#7 ÔÙÐÅ ÂÙ ÃÏÕÎÔÒÙȢ !Î ÅØÁÍÐÌÅ ÉÓ ÇÉÖÅÎ ÉÎ Figure 12 for 

the production of frozen un-concentrated orange juice. The hotspots shown for both 

Italy and Germany respectively account for 44,539 tonnes and 26,591 tonnes of 

waste produced as a result of the orange processing. Such a functionality is 

interesting when designing a biorefinery for example, as it allows governmental 

organisations to make informed decisions regarding the geographical location of the 
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valorisation technology used, minimising transport costs for example for a given 

resource. 

 

Figure 12: FSCW hotspots identified as a result of the production of frozen un-
concentrated orange juice (originally in colour). 

 

The method implemented also allows the creation of FSCW lists by country, ordering 

food processing operations by increasing amount of associated FSCW produced. The 

database is also useful to identify the food processing operations generating the 

highest amount of FSCW within the E.U.-27. A table highlighting the ten food 

products whose production is the least efficient is shown below as an example. 

Further developments on the database should allow the identification of food 

processing operations and associated FSCW produced according to the classification 

by waste type mentioned on the previous page.  
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Table 3: The top 10 types of waste generating foods in the E.U.-27 for the year 2012 
 and associated most important volumes (excluding meat and fish products). 

 
Type of FSCW Country  

Waste 
quantity 
(tonnes)  

1. Refined white cane or beet sugar in solid 
form 

France 26,343,300 

2. Molasses obtained from the extraction or 
refining of sugar (excluding cane molasses) 

Germany 19,868,700 

3. Raw cane and beet sugar in solid form, 
excluding flavouring & colouring 

Poland 10,161,500 

4. Grated, powdered, blue-veined and other 
non-processed cheese (excluding fresh 

cheese, whey cheese & curd) 
France 7,589,570 

5. Un-ripened or uncured cheese (including 
whey cheese & curd) 

Germany 5,968,260 

6. Refined palm oil and its fractions (excluding 
chemically modified) 

Netherlands 2,832,450 

7. Refined rape, colza or mustard oil and their 
fractions (excluding chemically modified) 

Germany 2,782,180 

8. Potato starch Germany 2,533,340 
9. Concentrated tomato puree & paste Italy 2,267,480 
10. Wheat & meslin flour Germany 1,959,840 

 

In the context of this thesis, the FSCW database generated by the methodology used 

allowed, for example, the quantification and the identification of the location of 

orange peel waste within the E.U.-27. A list of the top 5 countries generating the 

highest amount of FSCW associated to the production of concentrated orange juice 

n.e.c. (not elsewhere classified) is given in Table 4 to illustrate the results obtained 

using the methodology reported herein. 

Table 4: Quantity of FSCW associated with the production of orange juice n.e.c. in the 
E.U.-27 for the year 2012. 

 

Country  
FSCW quantity associated with the 

production of orange jui ce n.e.c. (tonnes) 

1. Spain 109,128 
2. U.K. 14,433 
3. Greece 7,006 
4. Italy 4,669 
5. Slovenia 1,369 

 

This comparison exercise highlighted an interesting fact: orange juice production is 

not simply limited to citrus producing countries. In the case of the U.K., which comes 

in second position, this country produces 13.23% of the quantity produced by Spain 

(14,433 versus 109,128 tonnes). This observation shows valorisation processes 



62 
 

need to be carefully planned ahead in order to be able to take advantage of all the 

resources available in all location. This is essential, for the efficient design of 2nd 

generation FSCW valorisation strategies.  

The method presented herein allows the relative quantification of volumes of FSCW 

produced by country for defined food processing operations. This method solely 

relies on database consultation (as opposed to database consultation and interviews 

for example) and offers a common methodology for all European countries. This 

makes possible the identification of the most problematic areas and the 

development of appropriate global 2nd generation FSCW valorisation strategies. 

Another methodology was designed by the Food and Agriculture Organization of the 

United Nations. Food balance sheets were designed for each type of food (whether 

processed or not and including primary commodities) and waste data was included. 

However tÈÅÙ ÉÎÃÌÕÄÅ ÔÈÅ ÁÍÏÕÎÔ ÏÆ ×ÁÓÔÅ ȰÌÏÓÔ ÁÔ ÁÌÌ ÓÔÁÇÅÓ ÂÅÔ×ÅÅÎ ÔÈÅ ÌÅÖÅÌ ÁÔ 

which production is recorded and the household (i.e. during storage, processing and 

ÔÒÁÎÓÐÏÒÔÁÔÉÏÎɊȢȱ111 This data presents another disadvantage: the waste data is 

ÂÁÓÅÄ ÏÎ ÁÓÓÕÍÐÔÉÏÎÓ ÇÕÉÄÅÄ ÂÙ ȰÅØÐÅÒÔ ÏÐÉÎÉÏÎȱ ÅÁÃÈ ÃÏÕÎÔÒÙȟ ÍÁËÉÎÇ ÔÈÅ ÄÁÔÁ 

susceptible to regional variations of the definition of waste and a lack of 

systematisation.111 

 

2.4  Conclusion and future work  

 

FSCW has been identified as an under-utilised source of bio-derived chemicals. 

Several factors are favouring the development of 2nd generation valorisation 

schemes exploiting the chemical content of FSCW. The loss of energy, water, 

fertilisers, land and labour devoted to the production of food for the FSCW produced 

has been recognised. The environmental impact of waste production and its 

associated green house gas emissions have been deemed unacceptable and several 

pieces of legislation have recently been iÎÔÒÏÄÕÃÅÄ ÔÏ ÒÅÄÕÃÅ ÏÕÒ ÓÏÃÉÅÔÙȭÓ 

environmental footprint. As a result an emphasis has been placed on reducing waste 

and finding re-use strategies for it if possible. FSCW is characterised by a high water 

content and a variable composition. However, it has been shown that through 

careful selection of the type of FSCW used, several logistical issues can be 

eliminated. The selection of plant-derived FSCW occurring in high volumes as a 
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result of food processing operations represents a source of un-avoidable waste 

streams which will offer security of supply.  

A methodology has been designed based on sold manufactured volumes of food 

products to evaluate the volumes of FSCW arising by country for common food 

processing operations. The latter data is systematically compiled and updated every 

year by the E.U.-27 for all member countries. In the future, the use of such a source 

of information will allow trends in FSCW generation by year to be obtained.  

Hopefully the measurement, recording and publication of these trends will act as a 

further spur for reductions in avoidable food waste and valorisation of unavoidable. 

As a result, the methodology presented could be considered as a way to monitor 

progress made in the area of FSCW. Ultimately, the FSCW inventory obtained is the 

first step towards better understanding the issues arising with the generation of 

FSCW, further allowing the identification of FSCW hotspots which will represent an 

opportunity in terms of chemical content and/or volume.  

In terms of further work, the application of this methodology should be broadened 

to the study to agricultural residues based on the same criteria used for FCSW 

arising from processed food. This would provide a more complete database. 

Beforehand, the variation of the data should be statistically analysed, multivariant 

data analysis could be used. 

In terms of bigger picture, the database generated could also be linked with data on 

the properties and the chemical content of the different FSCW streams considered. 

An online tool could then be developed allowing the matching of a type of waste 

with the best type of technology available for efficient valorisation according to the 

chemical content of the FSCW type considered. This concept is illustrated in Figure 

13. Such an initiative would provide focus to an emerging research area. 
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Figure 13: Interconnection of the criteria used to select suitable FSCW types for 2nd 
generation valorisation. 

 

This present chapter focused on the area of FSCW valorisation as a whole. The 

following chapter will be dedicated to the description of citrus processing, focusing 

on orange fruits and existing processing operations. The latter are going to be 

evaluated and the opportunity for an integrated microwave process for the 

valorisation of waste orange peel (WOP) produced post juicing will be presented, 

setting the scope of this thesis. 
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3 The Orange Peel Extraction Company . Opportunity for the 

valorisation of waste orange peel . 

 

The waste arising as a result of food processing operations is a good example of a 

pre-consumer waste generated at an important scale, in Europe especially. The scale 

and rate at which they are produced together with the fact they are putrescible 

represent a problem for the industry concerned.75 The processing of fruit and 

vegetables produces large amounts of wastes from processing activities(washing, 

peeling, blanching and sterilization processes).90 Classical waste management 

strategies include incineration, landfill ing or use as cattle feed, but these do not take 

advantage of the chemical content of these specific types of waste. 

 

Following the presentation of the advantages linked with the use of clean technology 

(i.e. microwave technology) and by the presentation of the drivers motivating the 

use of FSCW as a renewable feedstock, this chapter will focus on the valorisation of 

citrus peel waste (CPW) and, more specifically,  on waste orange peel (WOP) 

obtained from juicing operations. After highlighting the amounts of WOP available 

following juice processing, this chapter will describe the chemicals present in WOP 

and their respective use together with the commercial processes that are currently 

used for their extraction. The assessment of the current situation will lead to the 

presentation of an integrated waste biorefinery aimed at the sequential extraction of 

three main components present in WOP, offering an improved process over the 

current process used. 

 

3.1  Availability of citrus peel waste around the world  

3.1.1 Amount of citrus waste produced by the top five  producers of orange 

juice 

 

Citrus fruits are extensively cultivated around the world. They are considered as a 

commodity product, similar to coffee and tea in terms of international trade. They include 

oranges, lemons, limes, grapefruits and tangerines. Globally, 51.8 million metric tonnes 

of orange fruits were produced for the 2013-2014 harvesting season, 40% of which 

was grown for the sole purpose of being processed into juice.112 The processing 
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industry creates a large amount of waste by-product in the form of peel, seeds, rag 

(the membranes between the citrus segments) and pulp (juice sacs), representing ~  

50-60% of the whole fruit being discarded after juicing.113 Assuming 50% of the 

weight of a citrus fruit is discarded in the form of peel when processed,114 the 

corresponding amounts of waste orange peel arising from the processing of orange 

fruits have been estimated based on the latest report published by the United States 

Department of Agriculture.112 The data can be found in Table 5. The data reported in 

the table show that of the top five orange processing nations, three are also the 

largest orange fruit growing nations. It should be noted that the data does not take 

ÉÎÔÏ ÁÃÃÏÕÎÔ ÅÉÔÈÅÒ ȰÏÆÆ ÓÐÅÃȱ ÏÒÁnge fruits disposed of prior to processing or fruits 

destined for human consumption but destroyed to regulate the selling price (which 

is a regular practice in Spain for example). These fruits could also be used for 

valorisation purposes. The numbers show how citrus peel and more specifically 

orange peel, which is a by-product of the juicing industry, represent a high volume 

waste stream occurring on both hemispheres of the globe. 

 

Table 5: Estimated amounts of WOP produced in main citrus producing countries for 
the 2012-2013 harvesting season.112 

Country  
Amount of orange fruits 
produced for processing 
purposes (metric tonnes)  

Associated amounts of waste 
orange peel produced following 

processing (metric tonnes)  

Brazil  10,935,000 5,467,500 
U.S.A. 5,423,000 2,711,500 

E.U.-27 1,069,000 534,500 
Mexico 1,350,000 675,000 
China 600,000 300,000 

TOTAL: 19,377,000 9,688,500 
 

 

Through the course of this project, data was also gathered directly from industrial 

contacts. Recent data obtained in 2013 shows that a Scottish orange juice producer 

(GetJuiced®) generates up to 14,400 kg of CPW per week and is projecting to reach 

86,400 kg of CPW per week by March 2014. Such data is especially relevant as it 

shows the importance of citrus processing activities in citrus fruits importing 

countries (i.e. local fresh orange juice production in the U.K. for example). Hence 

making second generation valorisation strategies relevant to these countries too. 

Additionally, a smaller country such as Cyprus with a more modest citrus fruit 

production capacity also has the potential to generate relatively significant 
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quantities of CPW: two juicers located in Cyprus have been reported to produce 

every year 8,000-11,000 metric tonnes (sent mainly to animal feed) and 4,500 

metric tonnes (3,500 metric tonnes for orange peel and the remaining 1,000 metric 

tonnes for lemon and grapefruit peel) of CPW respectively.  

Furthermore, citrus fruits are grown around the globe, on either side of the equator and 

even though the harvesting season is fixed in specific locations around the globe,
115

 their 

harvest is spread around the globe throughout the year, ensuring a constant supply of 

CPW for valorisation purposes. 

 

3.1.2 Process flow sheet for the production of orange juice  

 

After the juice produced, WOP is the second largest output following juicing 

operations. Figure 14 highlights the general process used for orange juice 

production together with other outputs. Modifications to this process will occur 

according to the geographical location of the process. Outputs considered as waste 

are indicated in red and products entering the value chain are shown in orange. 

Typically a processor can expect to recover 45-55% of the fruit as juice, 45-55% as 

peel and 0.2-0.5% as essential oil (shown as D-limonene in Figure 14) from the 

citrus fruit. 116
 The amount of water used for washing is very important for this 

process with a peel:water ratio is fixed to 1:1.103  
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Figure 14: Juice extraction process highlighting common by-products and WOP 
outputs.103, 117, 118 

 

Orange fruits harvested go through a lengthy process for juice extraction. Following 

fruit grading (including sizing), the fruits are washed and their juice is extracted by 

pressing. Peel oil is usually recovered as highlighted in the figure above.116 Molasses 

and hesperidin can be obtained too, but the inclusion of these steps is not ubiquitous 

and will depend on the level capital available for investment, the required pay-back 

period and the juicing equipment used. Therefore the process steps leading to the 

production of molasses have been put into brackets.117, 119 

 

In most cases, following juicing, the juice is finished to remove excess pulp to match 

required specification and then de-oiled to avoid damaging its organoleptic 

properties. This oil is not necessarily recovered. D-limonene containing oil can be 

obtained post-juicing by either cold pressing or steam distillation. The two different 

processes yield respectively a high purity/food grade and a technical grade of D-

limonene. The latter compound can also be extracted prior to juice extraction by 

pressing depending on the juicing technology employed.116 Following the pressing of 

the peel for the production of high purity/food grade D-limonene, molasses can also 

be obtained. The latter is rich in sucrose and reducing sugars. Molasses finds 
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applications as animal feed or as fermentation feedstocks for ethanol production for 

example.117, 118 The exhausted peel then obtained can be used for animal feed if 

further dried.  

The scale of operation for orange juice production will influence the recovery of 

additional by-products. Only above 50,000 metric tonnes of fruit processed per 

harvesting season, has it been estimated profitable to invest into peel drying 

equipment for animal feed production. Below the 50,000 metric tonnes threshold 

cited above, the peel has been reported to be disposed of or burnt in the field.120 In a 

few cases, further extractions are carried out to produce flavonoids such as 

hesperidin, however this is not automatic. 

According the literature the juicing process would benefit from further 

ÉÍÐÒÏÖÅÍÅÎÔÓȡ Ȱcurrent [CPW] processing is based upon processing technology that 

is at least 70 years old. It is largely unprofitable, grossly ineffective, and adds non-

combusted fuel oil to the peel mass when fuel oil is used as a direct fire heat source. 

The process is also a high user of energy and [is] very problematic to operate.ȱ121 

&ÕÒÔÈÅÒÍÏÒÅȟ ȰÔÏØÉÃ ÃÈÅÍÉÃÁÌ ÄÅ×ÁÔÅÒÉÎÇ ÁÇÅÎÔÓ ÁÒÅ ÕÓÅÄ ÉÎ ÃÕÒÒÅÎÔ ÃÉÔÒÕÓ ÐÅÅÌ 

processing operations, use of the end product of dried peel is limited to one 

productɂa toxic cattle feed supplement."121 Lime is often used for this purpose.118  

Moreover, the high carbohydrate content of WOP is highly fermentable.94 The 

disposal of CPW usually represents a problem at industrial scale. In the U.S.A., citrus 

processors are not allowed to landfill citrus waste and therefore have to transform it 

into pelletized animal feed, which is not cost-effective due to the costly drying 

process needed to lower the moisture level of CPW.122 The added cost of storage and 

transport needs to be considered too. Overall, waste treatment represents a 

significant investment. Transformation of waste into value-added products could 

potentially allow companies to cut treatment costs, generate additional profits and 

improve their competitiveness. Moreover, 2nd generation valorisation of FSCW is 

becoming a necessity as part of the existing sustainable development and 

environmental protection required by legislation and by the consumer.123  

 

3.2  Orange peel waste composition and value  

 

Orange peel is of particular interest given the variety of compounds it contains (see 

Figure 15). It has been recognised as an interesting source of dietary fiber, natural 
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antioxidants, food colorants and flavours.124 D-limonene and pectin both have 

applications in the food and cosmetic industries amongst others; as a fragrance94 

compound and a thickener125 respectively. The sequential extractions of those 

compounds for valorisation purposes in the food and chemical sectors amongst 

others, represents an interesting research avenue, from both academic and 

economic angles. The main components present in orange peel are summarised in 

Figure 15 together with their associated weight percentage on a dry basis. WOP can 

contain up to 80% water.117, 119 In the following section, the current commercial 

extraction process used will be described. 

 

 

Figure 15: Main compounds of interest present in orange peel and their occurrence 
(wt% dry basis).126, 127 

 

The peel is mainly composed of pectin, hemicellulose and cellulose (50-70%). Lignin 

typically represents less than 10% of the peel on a dry weight basis.128 Glucose, 

fructose, sucrose and xylose constitute the water-soluble fraction of the peel.117, 118 

Of special interest is D-limonene, followed by pectin, the flavonoid hesperidin, 

polymethoxylated flavonoids and sugars which can be used as a fermentation 

feedstock to access more bio-derived platform molecules.129 

 

3.2.1 D-limonene and orange oil  

 

D-limonene can be obtained from whole fruits if the harvest is dedicated to oil 

production or as a by-product of juice production.119 By D-limonene, the material 

referred to often corresponds in the literature to the peel oil, or essential oil 

obtained by steam distillation. Figure 16 gives the detailed process flow sheet of the 
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extraction of this compound by steam distillation. This process will vary according 

to the geographical location of the operations and the size of the juicing plant. 

 

 

Figure 16: Process flow sheet for the commercial production of D-limonene.103 

 

Between 50,000 and 70,000 tonnes of D-limonene are reported to be produced yearly.
130, 

131
 The price of D-limonene is highly variable depending on supply and demand (i.e. 

£1.91-6.61/kg for D-limonene in 2013).132 This chemical is currently facing a huge 

demand. D-limonene finds uses as a starting compound for industrially relevant fine 

chemicals and flavour compounds (e.g. carveol, carvone, Ŭ-terpineol, perrillyl alcohol, p-

cymene and perillic acid).
94, 133

 Another of its uses includes the production of adhesive 

terpene resins via its polymerisation in toluene using AlCl3.
117

 It is also regarded as a 
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renewable and biodegradable solvent, although its biodegradability is similar to 

comparable synthetic hydrocarbons. With a Kauri-butanol  value of 67, D-limonene has 

good solvating properties.
131, 134

 Such properties explain its use in a large variety of 

consumer products, in addition to its flavour and fragrance properties.
113

  

 

3.2.2 Pectin  

 

Pectin is a complex carbohydrate mainly composed of chains of 1,4-polygalacturonic 

acid (polygalA) branched with sugar monomers. Its structure, chemical 

functionalities, properties and uses will be further discussed in chapter 4. This 

compound is mainly used for its gel forming properties when in water. It is 

commonly used as a gel forming agent in jams,135 bakery and sweet food products as 

well as a stabilizer in dairy drinks.136 New applications for this natural compound 

are continually being developed. The latest one concerns the development of an 

extraction method producing pectic oligosaccharide prebiotics.137 High methoxy 

pectin retails for around £10/kg 120 and the global production for this 

macromolecule has been reported be 35,000 tonnes yearly.136, 138 The major sources 

of pectin used in industry include citrus peel (peel residue generated by the 

extraction of juice and sometimes oil) and apple pomace (juice residue). Lime and 

lemon peels are sometimes preferred although orange peel has a greater availability 

and application range. 139 Dry pectin can be obtained in yields of up to 20-30% of the 

dry weight of the citrus peel.125 Pectin is not generally a by-product of the juice 

production industry. It  can be extracted from the peel residue following juice 

extraction, providing the peel is pasteurised (95-98 °C for ~ 10 minutes) and dried 

rapidly following juice extraction to avoid the degradation of its inherent pectin 

content by pectolytic enzymes present in the peel (i.e. methylesterase enzymes).118, 

140 Figure 17 highlights the process commercially used for pectin extraction.1 Pectin 

is extracted commercially by acid hydrolysis, generating quantities of acidic waste 

water.
141,116 Pectin production mostly takes place in Europe,  Israel and Brazil.116, 142,  

143 The U.S.A. used to manufacture pectin but the acidic and sugar rich effluents 

produced as a result of the acid hydrolysis process used were deemed to expensive 

to treat following  new regulations issued by the American Environment Protection 

Agency (E.P.A.) and all pectin manufacturing activities have since ceased in the 

U.S.A.144 The acid hydrolysis typically takes place at pH 1-3 and 50-90 °C for up to 12 

hours.1 A yield of 25-30% is generally expected. 10 to 15% of pectin is usually 

composed of neutral sugars.140 
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Several washing and purification stages are needed to remove soluble sugars and 

acids present in WOP.145 They make pectin production a wasteful and polluting 

process, with several different waste streams having to be treated for one process 

such as acidic waste water. As an example, during the concentration step, between 

100 and 170 kg of water need to be removed per kilogram of pectin produced.1 This 

is especially the case if aluminium salts are used for the precipitation of pectin. 

Figure 17: Process flow sheet for the commercial production of pectin 
via acid hydrolysis.1 
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Overall, the disadvantages associated with the traditional method of production of 

pectin are:  

¶ the use of a highly perishable feedstock, 

¶ a high energy demand (for the peel drying stage and the acid 

extraction of pectin),  

¶ the use of environmentally hazardous chemicals, 

¶ the production of acidic effluents and 

¶ the questionable safety of a batch process on a multi litre scale in the 

light of new developments on continuous processing.  

 

Microwave heating has been used previously in the extraction of pectin from citrus 

peels essentially to obtain higher quality pectin faster. It has also been shown that 

microwave heating improves the overall pectin properties including the degree of 

esterification, molecular weight, viscosity, gel strength and galacturonic acid (galA) 

content.146-148 However, all of these methods still involve the use of a strong mineral 

acid. Herein, microwave assisted production of pectin from WOP under acid-free 

conditions represents an interesting research avenue. 

 

3.2.3 Flavonoids  

 

The main flavonoids available in citrus peel are hesperidin (main flavonoid in 

orange peel, 2% dry weight)149, narirutin, naringin and eriocitrin. Flavonoids are the 

major source of naturally occurring polyphenols and hence, of antioxidants present 

in fruits and vegetables. Their polyphenolic skeleton allows them to ÁÃÔ ÁÓ ȰÒÁÄÉÃÁÌ 

ÓÃÁÖÅÎÇÅÒÓȱ ÄÕÅ ÔÏ ÔÈÅÉÒ ÈÙÄÒÏÇÅÎ ÁÎÄ ÅÌÅÃÔÒÏÎ ÄÏÎÁÔÉÎÇ ÁÂÉÌÉÔÙ ÁÎÄ ÍÅÔÁÌ ÃÈÅÌÁÔÉÎÇ 

ability.150, 151 Given these properties these compounds have known 

pharmacological152 and food applications.150, 151 Between 1.7 and 2.0% of flavonoids 

are present in the peel of orange and grapefruits.149 To date, flavonoids are not 

routinely recovered at a significant scale commercially. This is due to the absence of 

an effective extraction protocol.153 The recovery of hesperidin and polymethoxy 

flavonoids will be of most interest here. 
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3.2.3.1 Hesperidin 

 

Hesperidin belongs to the class of citrus derived glycosides. This compound is the 

most abundant flavanone glycoside found in citrus peel.153 Between 3.6 and 4.5 kg 

per tonne of orange peel can be obtained. This equates to a 0.36-0.45% extraction 

yield.117, 154 A process flow sheet is given in Figure 18 for the extraction process used 

for hesperidin according to referenced material. The extraction is carried out at 

basic pH using calcium hydroxide followed by recrystallisation at pH 4.2-4.7 and 40-

45 °C or 55-60 °C and yields hesperidin with a purity of 70-80%. To reach a purity 

>95%, the recrystalisation is usually repeated. It should be noted that the moisture 

of the peel can be reduced prior to hesperidin extraction. In this case, a dewatering 

step is added between the grinding and the extraction steps, generating a great 

proportion of wastewater effluents.119, 155, 156 It is known hesperidin needs to be 

extracted prior to mineral acid extraction of pectin,155 making the recovery of 

hesperidin very difficult as a by-product of pectin extraction. 
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Figure 18: Process flow sheet for the commercial production of hesperidin.119, 155 

 

3.2.3.2 Polymethoxylated flavonoids  

 

Polymethoxy flavonoids such as tangeritin or sinensitin are found in citrus peels.150 

At this point, polymethoxylated flavonoids are not commercially extracted at a large 

scale from citrus fruits. This by-product has only recently attracted interest from the 

academic community due to amongst others, its antioxidant and anticancer 

properties. Industrial scale extraction from citrus peels is as yet not established. 

However, the literature mentions their extraction from molasses by peel maceration 

with lime  with a 0.13% yield.157 
Molasses is the liquid phase resulting from pressing 

orange peel. They are a result of peel pressing from animal feed from WOP. 

However, molasses is not produced from WOP in all cases.158 
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3.3  Scope of this thesis  

 

The valorisation of WOP is the centre of a significant body of literature. The 

potential of this feedstock has long been recognised. Initial research established that 

WOP could yield dietary fibers,159 fuel127 and flavonoids (hesperidin, narirutin, 

naringin, eritrocin) in addition to the traditional by -products (silage and as a 

mosquito repellent). It can also be used as a fermentation substrate for single-cell 

protein production. 94, 117  

First generation biorefineries based on the use of WOP as a feedstock have also been 

designed. The literature reports methane production from WOP by thermophilic 

anaerobic digestion,113,160 and the combined production of bio-ethanol and D-

limonene and methane by sulphuric acid hydrolysis at 150 °C, The latter has been 

demonstrated as economically viable when methane is used to fuel the process.127, 

161 

In Florida, scientists have focused on the production of bio-ethanol from WOP,162 

following D-limonene extraction (D-limonene is detrimental to the activity of the 

enzymes used for the production of bio-ethanol). The only example of integrated 

valorisation of WOP was demonstrated in Sweden by Pourbafrani et. al. for the 

combined production of bio-ethanol, methane and limonene.127 None of the designs 

mentioned earlier report the recovery of pectin prior to fuel production though. 

As a result, the design of a sustainable and integrated process for the production of 

the highest number of marketable chemicals, materials and/or fuel with maximum 

efficiency represents an interesting research area, especially if the technology used 

is safe and transportable. This led to the idea of developing an integrated waste 

biorefinery capable of producing chemicals from the million tonnes of WOP 

generated every year globally. The design should have the following attributes: 

¶ avoid the use of a drying and pre-treatment stage 

¶ allow the use of wet biomass 

¶ avoid the use of acid and additives used in the process especially for 

pectin and hesperidin extraction 

¶ avoid or limit the use of solvent to food grade solvents only and  

¶ allow the valorisation of WOP in-situ. 

Microwave processing was chosen as the core technology of the biorefinery as it 

allowed the use a wet feedstock, by-passing a costly and energy-intensive drying 
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stage. Additionally, prior work in the area of separate D-limonene and pectin 

extraction using microwaves had been reported but it did not meet all the criteria 

mentioned above. Furthermore, their sequential extraction under acid-free 

conditions has not been reported, representing an opportunity for innovation (see 

Figure 19). This area will be properly discussed in chapter 4. Given the higher selling 

price of pectin compared to D-limonene together with the higher availability of 

pectin in WOP, the project first focused on the extraction of pectin under acid-free 

microwave conditions. Especially as it appeared early on that the profitability of the 

process would depend on the production of pectin and that continued investments 

by major pectin manufacturers in their processing capabilities.143, 163 

 

 

Figure 19: Illustration of the concept of a waste biorefinery centred on the use of 
WOP and microwave technology. 

 

A brief SWOT analysis (Strengths, Weaknesses, Opportunities and Threats) has been 

carried-out to specify the desirable features of a waste biorefinery focused on the 2nd 

generation WOP valorisation. The analysis is given in Figure 20. 
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Figure 20: SWOT analysis for the design of a WOP microwave biorefinery. 

 

The analysis of the strengths and opportunities shows that the anticipated growth of 

the biorefinery could lead to the application of the technology to other processed 

citrus fruits (i.e. limes and lemons). The analysis shows the weaknesses of the 

project can be minimised as some of the chemicals targeted already have a 

commercial value. The opportunity therefore lies in combining juice and D-limonene 

together with pectin production, which are traditionally two different business 

sectors. Flavonoids and sugar extraction using the same process would represent an 

additional opportunity, providing all components can be separated using food grade 

solvents. The main threat to the designed valorisation scheme is the uncertainty in 

crop yields and quality, influencing the amount of WOP produced and hence, the 

potential revenue. This last factor renders the diversification of the feedstock used 

even more important, minimising the influence on the biorefinery revenue of 

specific crop yields. The threat of the well-established current processes for D-

limonene and pectin extraction can be minimised if one of them invests in the 

biorefinery model, or if the stand alone biorefinery has a strong marketing and 

advertising strategy towards the buyers and legislation (i.e. proven greener 

credentials, lower waste treatment costs). Therefore, greenhouse gas analysis and 

full life cycle assessment are as important as a techno-economic assessment of the 
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biorefinery scheme designed to further validate the strategy imagined and verify the 

sustainability of the valorisation scheme chosen from cradle-to-grave. Proving the 

economical feasibility of a biorefinery process is as important as proving its 

sustainability. 

As a result of the SWOT analysis, the scope of this project was determined. The 

success of the development of a microwave biorefinery process centred on the 

valorisation of WOP will depend on the: 

¶ successful pectin extraction using a low temperature (below 200 °C) 

and acid-free hydrothermal treatment , 

¶ successful microwave assisted D-limonene extraction under solvent-

less conditions, 

¶ integration of both pectin and D-limonene extraction to design an 

integrated microwave process potentially fit for continuous 

processing and 

¶ extraction of flavonoids and sugars for additional revenue. 

The scope of this thesis was therefore to develop a low temperature microwave 

process allowing for the recovery of a maximum number of compounds present in 

WOP. This process should be appropriate for in-situ operation at a juicing plant. 

Pectin production under acid-free conditions was the primary objective and the 

development of suitable extraction conditions will be discussed in chapter 4. 

Research on the extraction of D-limonene will be discussed in chapter 5. The 

additional production of compounds such as hesperidin, polymethoxylated 

flavonoids and sugar monosaccharide was investigated and will be discussed in 

chapter 6. The entire process developed, namely the OPEC process, has been 

highlighted in Figure 21. 
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Figure 21: OPEC process used for the valorisation of WOP using acid-free, low 
temperature microwave hydrothermal condition 
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4 Microwave hydrothermal extraction of pectin from waste 

orange peel under acid free conditions  

4.1  Introduction to pectin  

 

Pectin is a structural hetero polysaccharide present in non-woody plant tissues and 

contributes ÔÏ ÃÅÌÌ ×ÁÌÌ ÁÄÈÅÒÅÎÃÅ ÁÎÄ ÓÔÒÅÎÇÔÈȢ )Ô ÉÓ ÒÅÓÐÏÎÓÉÂÌÅ ÆÏÒ ÔÈÅ ȰÆÉÒÍÎÅÓÓ 

and structure of the plant tissue. It belongs to the primary cell wall structure. It is 

involved in cellular adhesion and forms highly entangled networks further stabilized 

by calcium and alkali-ÌÁÂÉÌÅ ÃÒÏÓÓ ÌÉÎËÓȱ.164  

It is a component of protopectin which is naturally present in the cell wall.139 Figure 

22 depicts the chemical structure of pectin.165, 166 It is mainly composed of chains of 

D-galacturonic acid (galA) units linked together ÂÙ ɻ-ɉρᴼτɊ ÇÌÙÃÏsidic bonds.  

!ÄÄÉÔÉÏÎÁÌÌÙȟ ÔÈÅ ÃÈÁÉÎ ÏÆ ÐÏÌÙ ɻ-1,4- D-galacturonic acid (polygalA) showcases 

neutral sugars such as rhamnose, galactose, arabinose fucose or xylose.114 The 

structure of pectin is believed to be organised in four different subunits. Three 

contain branched sugars grafted on the backbone of polygalA: rhamnogalacturonan I 

and II (respectively RG I and RG II) and xylogalacturonan (XGA). These are often 

ÒÅÆÅÒÒÅÄ ÔÏ ÁÓ ÔÈÅ ȰÈÁÉÒÙ ÒÅÇÉÏÎÓȱ ÏÆ ÐÅÃÔÉÎȢ 4ÈÅ ÕÎ-branched backbone of polygalA is 

called HG or homogalacturonan ÁÎÄ ÉÓ ÃÏÍÍÏÎÌÙ ÒÅÆÅÒÒÅÄ ÔÏ ÁÓ ÔÈÅ ȰÓÍÏÏÔÈ 

reÇÉÏÎȱȢ114 These four different subunits form branched blocks organised around the 

main polygalA chain. A full characterisation of this macromolecule is yet to be 

resolved.139 The composition of the pectin extracted will depend on the type and 

variety of biomass it originates from and the conditions of extraction.140 The acid 

hydrolysis extraction process based on the use of mineral acids will yield pectin 

ÍÁÉÎÌÙ ÃÏÍÐÏÓÅÄ ÏÆ ȰÎÅÕÔÒÁÌ ÓÕÇÁÒ ÆÒÅÅȱ ÃÈÁÉÎÓ ÏÆ ÇÁÌÁÃÔÕÒÏÎÉÃ ÁÃÉÄȢ139, 167 Under E.U. 

standards, pectin has to contain over 65% galA.139, 152 
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The ability for pectin to from a gel under controlled conditions is exploited in the 

food, cosmetic and pharmaceutical sectors. Pectin is used in the food industry as a 

gelling and thickening agent.125 ItȬÓ ÁÂÉÌÉÔÙ ÔÏ ÆÏÒÍ Á ÎÅÔ×ÏÒË ÃÁÐÁÂÌÅ ÏÆ ÒÅÔÁÉÎÉÎÇ 

water is used for jam manufacturing, it acts as a cloud stabilizer in fruit  juices and 

milk drinks  and as a fat replacement agent in reduced fat products.125 Other 

applications include drug delivery systems in the pharmaceutical industry or for 

medical adhesives for example.152 The gel-forming properties of pectin are due to 

the presence of a carboxyl functional group on the C-6 of galA. This carboxyl group 

can exist as a free acid or a methyl ester. A 50% DE represents the cut-off point 

between high and low DE pectins. Below 10% DE, it is called pectic acid.168 The DE is 

a particularly important parameter. It is used in the food industry to determine 

RG II HG XGA RG I 

ÐÏÌÙ ɻ-1,4- D-

galacturonic acid 

ȰÓÍÏÏÔÈ ÒÅÇÉÏÎȱ 

ȰÈÁÉÒÙ ÒÅÇÉÏÎȱ 

Neutral sugars key: 

L-Rhamnose 
D-Glucuronic acid 
Kdo 
L-Arabinose 
D-Galactose 

L-Aceric acid 
D-Dha 
D-Apiose 
L-Fucose 
D-Xylose 

L-Galactose 
-O-Acetyl 
-O-Methyl 
Borate 

 

 

 

Figure 22: The different structural units of pectin and its components. 
This diagram was partly published in www.plantphysiol.org and is copyrighted 
by the American Society of Plant Biologists. It is reproduced with permission 

(originally in colour).  
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optimum gel forming conditions.  Two types of gel forming mechanisms for pectin 

are reported: one for high DE pectin (> 50 %) and one for low DE pectin (< 50 %). 

High DE pectin is typically used in jam and low DE pectin bakery goods. They are 

summarised in Table 6. Pectin gels at low pH 2.5ï3.8 with a high sugar concentration 

(>55%).
169

 There are as many pectin formulations as there are products on the 

ÍÁÒËÅÔ ÉÎÃÌÕÄÉÎÇ ÐÅÃÔÉÎ ÉÎ ÔÈÅÉÒ ÉÎÇÒÅÄÉÅÎÔÓ ÌÉÓÔȢ 0ÅÃÔÉÎȭÓ ÐÒÏÐÅÒÔÉÅÓ ÆÏÒ Á ÇÉÖÅÎ 

ÁÐÐÌÉÃÁÔÉÏÎ ÃÁÎ ÂÅ ȰÔÕÎÅÄȱ ÂÙ Ð( ÖÁÒÉÁÔÉÏÎȟ ÃÏÕÎÔÅÒ-ions addition, amidation (C6 

position), acetylation (O2 or/and O3 position),170  demethoxylation to optimise its 

performance for a wide range of applications.139 

Table 6: Characteristics of different gel forming mechanisms for pectin. 

DE 

(%)  

Type of 

pectin  Gel type Gel formation  

mechanism  
Setting 

speed 
Setting 

pH 

70-80 
High 

methoxyl 

content 

Acid 
Hydrogen bonding & 

hydrophobic interaction  

Rapid set 2.8-3.4 

60-65 Slow set 2.8-3.2 

<50 

Low 

methoxyl 

content 

Calcium 

Inter pectin chain Ca2+ 

ÉÏÎÓ ȰÂÒÉÄÇÅÓȱ ÂÅÔ×ÅÅÎ 

two pairs of carboxyl 

groups 

Slow set 2.8-6.5 

 

Other characterisation benchmarks and quality parameters include: 

¶ the degree of amidation (for specific applications),152 

¶ the degree of acetylation (for specific applications),152 

¶ molecular weight, 

¶ neutral sugar content and 

¶ viscosity measurements. 

 

4.2  Occurren ce of pectin and traditional extraction of pectin  

 

The yield, quality and gelation properties of pectin varies according to the nature of 

the biomass it is extracted from. Pectin is commercially extracted from citrus peel, 

mainly lime and lemon peels as the pectin they produce is known to be of high 

quality.171 Dried apple pomace is used too though as well as beet pulp.152 Table 7 

compares the distribution of pectin in the different constituents of oranges and 

grapefruits. 
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Table 7: Repartition of the dietary fiber content in parts of oranges and grapefruits 
(g/100g of fresh material). 117 

 Orange Grapefruit  

 

P
e

e
l 

M
e

m
b

ra
n

e
 

Ju
ic

e
 S

a
c 

S
e

e
d 

P
e

e
l 

M
e

m
b

ra
n

e
 

Ju
ic

e
 S

a
c 

S
e

e
d 

Pectin  3.7 4.0 4.8 3.0 4.8 4.0 4.9 4.0 

Hemicel - 
lulose  1.8 1.5 1.7 1.6 1.4 1.1 1.5 1.6 

Cellulose  
3.8 3.5 3.5 6.8 2.6 2.3 1.8 7.0 

Lignin  
0.3 0.7 1.0 3.2 1.2 0.7 0.9 3.3 

Total  9.6 9.7 11.0 14.6 10.0 8.1 9.1 15.9 

 

Pectin is traditionally extracted using acid hydrolysis, generating substantial quantities of 

acidic waste water.
141

 The industrial extraction process involves treating the raw material 

with hot dilute mineral acids for 3 to 12 hours.
1
 Insoluble peel particles are removed 

from the mixture and the solubilised protopectin is concentrated to 3-5% by 

vacuum evaporation. Pectin is recovered by precipitation using alcohol or 

aluminium salts. It is then washed with acidic alcohol. To be sold as a powder, the 

resulting purified pectin has to be pressed, therewith drying it further until a 6-10% 

moisture content is reached. It is then finely ground. Pectin can be standardised by 

blending with sucrose.1 Dry pectin can be obtained in up to yields of 25-30% of the 

dry weight of the citrus peel. The many washing and purification stages make pectin 

production a wasteful and polluting process, with several different waste streams, 

all needing individual treatment. This is especially true when aluminium salts are 

used for the precipitation of pectin.117  

Alternative methods to acid hydrolysis are currently being researched given the 

disadvantages associated with the traditional process (see chapter 3).  Enzymatic 

extraction is one method being researched. This method has been developed to try 

to extract pectin with a higher degree of polymerisation and a higher molecular 

weight, employing enzymes to obtain more controllable hydrolysis conditions with 

limited success.172  
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4.3  Precedents in acid -based microwave assisted extraction of 

pectin  

 

Microwave heating has also been investigated to extract pectin from citrus peel 

under acidic conditions. The use of this technology was primarily aimed at reducing 

the long extraction times associated with pectin acid hydrolysis. It has also been 

shown that microwave heating improves pectin properties including the DE 

molecular weight, viscosity, gel strength and galA content.146-148 Several publications 

exist in the area of microwave assisted acid hydrolysis. The most important pieces of 

work in this specific area are highlighted below. 

Fishman et. al. has reported that microwave-assisted extraction yields pectin of a 

higher quality.173 This author studied microwave heating under pressure (in a closed 

vessel) to extract pectin from the albedo of oranges. The pectin obtained had a 

higher average molar mass, size and intrinsic viscosity compared to pectin extracted 

using conventional heating methods. The DE and the galA content of the pectin 

obtained were higher too. 20.3% of pectin on a fresh-wet basis was extracted from 

the albedo. The conditions used were: microwave heating at 630 W, 2450 MHz, pH 2, 

using hydrochloridric acid as a solvent (albedo:solvent 1:25) and a 3 minutes 

reaction time in a closed vessel.148 The same author applied extended this 

(patented) method to the extraction of pectin from lime flavedo, albedo or pulp. 

Molar mass, viscosity and the radius of gyration all decreased with time of heating. 

Interestingly, in this piece of work, the authors concluded that heated dilute acid 

environments were necessary to extract pectin and that no pectin could be extracted 

from albedo dispersed in water under microwave conditions alone.173 Manabe et. al. 

first reported the extraction of pectin from mandarin orange pulp using microwaves 

in an open vessel.174 Kratchanova et. al. reports that extracting pectin using 

microwaves results in obtaining pectin in a higher yield and quality (DE, molecular 

mass and gel strength).146, 175 This has been attributed to partial disintegration of 

tissues, hydrolysis of the protopectin and the fast inactivation of the pectolytic 

enzymes in the raw material.147 )Î +ÒÁÔÃÈÁÎÏÖÁȭÓ ×ÏÒËȟ ÍÉÃÒÏ×ÁÖÅÓ ×ÅÒÅ ÕÓÅÄ ÁÓ Á 

pre-treating method (5, 10 or 15 minutes at 0.45, 0.63 or 0.9 kW) and the pectin was 

then extracted at 80-82 °C with HCl (0.5 M) to lower the pH to 1.5. The same pH was 

used under microwave-assisted conditions by Bagherian et. al. They studied the 

influence of the heating time and microwave power on the pectin yield and a 

maximum yield of 26.3% pectin was obtained at 900 W following a heating time of 6 

minutes.176 At 500 W under the same pH conditions, a 18.23% yield of pectin was 
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obtained by Guo et. al.177 Microwave assisted extraction of navel orange albedo at 

150 °C for 15 minutes yielded 0.8% of pectin on the other hand ( 1.6% when 

calculated based on the dry yield of peel).135 Zhongdong et. al. uses the microwaves 

as a heating method for the extraction of pectin at pH 2 with HCl (85 °C for 4 

minutes, 2450 MHz, 1000 W). The author used scanning electron microscopy (SEM) 

analysis, to demonstrate that microwaves disorganise the orange peel organisation 

and loosens its structure as the microwaves cause cells to split due to the 

evaporation of the inherent water content of the peel.178 A summary of the 

observations reported in the literature on microwave-assisted extraction of pectin 

under acidic conditions can be found in Table 8. 

Table 8: Reported properties of pectin extracted under acidic microwave conditions. 

Pectin origin  
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Orange 80-82 450 20 
17.0 

g/100 
g peel 

67.1 72.9 
Kratchanova 
et. al., 2004 

Orange albedo  
Not 

measured 
630 3 20.2 93 93 

Fishman et. 
al., 2000 

Lime albedo  140 
Dynamic 

mode 
2.5 

6.2 
±0.1 

88 66 
Fishman et. 

al., 2006 

Navel orange 
albedo  

150 
Dynamic 

mode 
15 0.8 - - 

Liu et. al., 
2006 

Navel orange  80 500 21 
18.13 
±0.23 

72 82 
Guo et. al., 

2012 

Grapefruit  
Not 

measured 
900 10 

26.27 
±0.8 

68 72 
Bagherian 

et. al., 2011 

 

Results reported in the literature show pectin can be extracted under acidic 

conditions when using microwaves. Within the context of this work aimed at 

designing an integrated biorefinery process for the valorisation of WOP, the acid-

free extraction of pectin using microwaves was investigated first as microwave 

assisted extraction of D-limonene is already known. Additionally, the cost-
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effectiveness of the future biorefinery scheme being developed was considered early 

on and given the value of pectin compared to D-limonene (£10/kg for high-methoxy 

pectin40 versus £1.91-6.61/kg for D-limonene in 2013),132 it appeared early on 

during the project that the profitability of the process would depend on the 

production of pectin. Given the disadvantages linked with the use of acid hydrolysis 

for the extraction of pectin, acid-free conditions were investigated with the aim of 

producing pectin under low temperature hydrothermal conditions. Under such 

conditions, no acid was used during the extraction or the work-up of pectin. Within 

the scope of this project, pectin characterisation proved an interesting research 

avenue. The results obtained using standard methods used in the food industry were 

not satisfactory. A new application of nuclear magnetic resonance was hence 

developed as a result. The following section focuses on the analysis of acid-free 

pectin, highlighting the different techniques used and associated results. 

 

4.4  Characterisation of pectin  

 

Several parameters can be evaluated to determine the quality of the pectin 

extracted. The main ones are summarised in Table 9 according to their importance. 

Parameters such as the DE, galA and molecular mass distribution relate to the fine 

chemical structure of the pectin. They are characteristic of its functionality, and 

ultimately its applications. Finding analytical techniques available in house was 

particularly important for this project. Most analytical methods applied for the 

ÅÖÁÌÕÁÔÉÏÎ ÏÆ ÐÅÃÔÉÎȭÓ ÃÈÅÍÉÃÁÌ ÁÎÄ ÆÕÎÃÔÉÏÎÁÌ ÐÒÏÐÅÒÔÉÅÓ ×ÅÒÅ ÏÒÉÇÉÎÁÌÌÙ ÄÅÓÉÇÎÅÄ 

for food scientists. The main ones are reported in Table 9.  
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Table 9: Pectin quality parameters and associated analysis methods. 

Priority 

order  

Quality 

parameter  
Indication  Determination method  

1 DE 

The distribution & the 

pattern of the esterified 

carboxyl groups has a 

profound effect on the 

gelling mechanism & gel 

properties.125 

Phenolphthalein double 

titration ,164, 179  

FT-IR,180-182 
13C NMR (solid and 

liquid). 183, 184 

2 
galA 

content  

Provides an indication of 

purity . A 65% galA is 

necessary for pectin to be 

used as a food additive (as 

E440).152 

Phenolphthalein double 

titration ,179  

Colorimetric method 

based on the use of 

carbazole185 or m-

hydroxydiphenyl.186 

3 

Molecular 

mass 

averages & 

molecular 

mass 

distributio

n 

Molecular weight data 

allows the determination of 

the functional behaviour of 

the pectin 

macromolecule187 as well 

as end-use performance 

evaluation.188 

Size exclusion 

chromatography.148, 186, 

187 

4 

Neutral 

sugar 

content  

The relative proportion of 

neutral sugars relates to 

the selectivity of the 

ÅØÔÒÁÃÔÉÏÎ ÍÅÔÈÏÄ ÆÏÒ ρᴼτ 

bonds between galA 

units.189 4ÈÅ ȰËÉÎËÓȱ ÃÁÕÓÅÄ 

by the presence of 

rhamnose residues within 

the pectin chains will affect 

the conformation190 and 

consequently the 

macromolecular properties 

of the gel formed herein for 

example. 

Gas chromatography- 

mass spectrometry 

analysis of 

trimethylsilylmethyl 

glycoside derivatives191 

and high Performance 

Anion Exchange 

Chromatography.192 

 

5 
Intrinsic 

viscosity  

Relates to the pectin chain 

length. 

Size exclusion 

chromatography with 

light scattering 

detector,148 

viscometer193 and 

dynamic oscillatory 

tests.194 

6 Ash content  

For pectin to be used as a 

food additive (as E440) it 

needs to contain a 

maximum of 1% 

contaminant.152 

Ashing at 500-600 °C.195 
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The following section will focus on the methods initially chosen to characterise 

microwave extracted pectin under acid-free conditions. Attenuated Total 

Reflectance Infra Red (ATR-IR) has first been used to systematically characterise 

pectin and determine the DE, followed by nuclear magnetic resonance (NMR). 

Solution and solid state NMR were applied. Gel permeation chromatography was 

also used to analyse the molecular mass distribution of the obtained pectin samples 

the results obtained by this technique will be developed in sections 4.5.1.1 and 4.5.4. 

 

4.4.1 ATR-IR characterisation of pectin  

 

ATR-IR was used to rapidly  identify signature peaks of acid-free microwave 

extracted pectin under different conditions. ATR-IR is ideal for routine 

characterisation as virtually no sample preparation is required. However samples 

need to be carefully dried to avoid peak interference due to the presence of water. 

Otherwise an overlap with the bands associated with the carboxyl groups within the 

1750-1600 cm-1 region of the IR spectra. Hence thorough drying of pectin is very 

important. Commercial pectin samples derived from citrus fruits were used as a 

reference. In the case of pectin, transmission Fourier Transform Infra Red (FT-IR) 

spectroscopy has mainly been used to identify the signals associated with the free 

carboxyl, which can be identified at ~1620 cm-1, and the esterified carbonyl group at 

~1740 cm-1.196-198 The later data has been obtained using FT-IR where pectin 

samples have been pressed with KBr. FT-IR is an useful technique to use for pectin 

characterisation as it has been reported for the determination of the DE. The DE can 

be determined from the ratio of the peak area of ɀCOOCH3 over the sum of the areas 

of ɀCOOCH3 and -COOH.181, 182, 196 It has later been found that these peaks partially 

overlap. As a result, the quantitative data derived from such procedure has been 

found to not be reliable (Figure 23). 
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Figure 23: FT-IR spectra of P140, polygalacturonic acid and polygalacturonic acid 
sodium salt maximised within the range of 1900-800 cm-1 (originally in colour) . 

 

The esterified and non-esterified carboxylic functions are known to overlap: Kumar 

et. al. reports both functional groups at 1749 cm-1.199 This has been confirmed by 

analysing the sodiated form of galA. Figure 24 shows how the ATR-IR analysis of 

sodiated polygalA displays a peak at ~1625 cm-1 which can be attributed to the 

carboxylate function and not to the free acid. Slightly different ranges have been 

reported too, where the peaks of the esterified and non-esterified carbonyls of galA 

appear at 1760-1730 cm-1 and 1750 cm-1 respectively.164, 181 This has been attributed 

to the presence of water, pH and hence, ionic conditions whereby the pectin can be 

acidified to eliminate the contribution of the carboxylate anion peak and display two 

distinct peaks for the acid and the ester form of galA.181 Another strategy has been 

reported to circumvent this problem. A modified method based on the ratio of the 

ȰÁÓÙÍÍÅÔÒÉÃ ÓÔÒÅÔÃÈÉÎÇ ÏÆ ɀCH3 at 1440 cm-1 and the galA backbone vibration at 

1010 cm-1ȱ has been suggested to by-pass the disadvantage of the latter method.181 

However it is very difficult to attribute a peak with 100% certainty in the fingerprint 

region of the spectra (1200-800 cm-1).184 Thus, this method has not been applied 

here. Another diagnostic peak is the asymmetric stretching of -CH3 (1440 cm-1).181, 

196, 200 Additionally, absorption signals ÁÒÅ ÏÂÓÅÒÖÅÄ ÆÏÒ ÔÈÅ ʉ(CO), ʉ (CC), ɔ(OCH) in 

the ring structure of poly galA chains can be observed ~ 1010 cm-1 (1016 cm-1 

here).181 Peaks seen at 3500-3300 cm-1 and ~2900 cm-1 are commonly attributed to 

the ɀOH and the C-H stretch in ɀCH2 respectively.197, 199, 201 Care should taken 
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nonetheless when comparing spectra obtained by transmission IR and ATR-IR since 

ȰÁ ÒÅÌÁÔÉÖÅ ÓÈÉÆÔ ÉÎ ÂÁÎÄ ÉÎÔÅÎÓÉÔÙ ÁÎÄ ÁÎ ÁÂÓÏÌÕÔÅ ÓÈÉÆÔ ÉÎ ÆÒÅÑÕÅÎÃÙȱ ÃÁÎ ÂÅ ÏÂÓÅÒÖÅÄ 

when comparing bands in ATR-IR to transmission IR. A shift of up to 14.1 cm-1 has 

been reported.202  When comparing the data, a variability might be observed 

between data reported in the literature and experimental data reported herein. A 

representative ATR-IR spectrum of a sample obtained at 120 °C following a 10 

minutes heating time has been included in Figure 24 for comparison with a non-

standardised commercial pectin sample (NS Kelco). The match between the two 

samples is ideal: all peaks relative to the carboxyl function of galA are present, 

demonstrating pectin is extracted. Furthermore, the two samples are nearly 

identical, including the fingerprint region, confirming that the extracted compound 

is pectin. ATR-IR was therefore used routinely to characterise pectin alongside other 

techniques for this project. 

 

Figure 24: ATR-IR spectra of pectin sample P120-10 and commercial pectin NS 
Kelco (originally in colour). 

 

4.4.2 Determination of the degree of esterification of pectin by double 

titration  

 

ATR-IR was used to establish pectin could be extracted under microwave acid-free 

conditions. However another method had to be used to determine the DE. The DE 
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and galA content values obtained for microwave extracted pectin under acid-free 

can be determined via titrimetry using a method reported in the American Foods 

Chemical Codex. This method is considered a benchmark for the determination of 

pectin related DE and galA values and its use is standard practice in industry.179 The 

protocol used was listed in the Food Chemicals Codex and further optimised by 

Professor Pete A. Williams, Director of the Centre for Water Soluble Polymers at 

Glyndwr University. 

The reproducibility of the protocol was first assessed and the method was tested on 

a commercial pectin sample CU 301 (galA 84 %, DE 65 %). The best results obtained 

are summarised in Table 10. A good reproducibility and an error of 7% on the galA 

content were achieved at first, reaching a galA of 78.03% and 79.94% for two 

titrations carried -out in parallel. However upon repetition of the experimental 

protocol, the error on the galA content did not decrease below 20%. Even if 

considering an absolute value for the galA and the DE is not realistic, the value 

should still be comprised within a ± 10% range.  It should be noted that although a 

ÓÁÔÉÓÆÙÉÎÇ ÅÒÒÏÒ ÐÅÒÃÅÎÔÁÇÅ ×ÁÓÎȭÔ ÁÃÈÉÅÖÅÄ when trying to reproduce the results 

first obtained, the galA content was always consistently lower that the value given in 

ÔÈÅ ÍÁÎÕÆÁÃÔÕÒÅÒȭÓ ÓÐÅÃÉÆÉÃÁÔÉÏÎÓȢ 

 

Table 10: Summary of the results obtained for a commercial pectin sample using the 
Food Chemicals Codex method. 

 
CU 301 (galA 

84% , DE 65%) 
CU 301 (galA 

84%, DE 65%)  
Average  

Experimental 
galA content 

(mg)  
390.22 399.93 395.07 

Experimental 
galA content 

after acid 
treatment (%)  

78.03 79.94 78.98 

Error on galA 
content (%)  

7.11 4.84 5.97 

Experimental 
DE (%)  

59.70 62.14 60.92 

 

Several different alterations to the reported method were trialled to eliminate any 

possible source of error and obtain more consistent values between titration 

experiments. They are listed below: 

¶ The double titration was done over two days: the back titration 

was done on the 2nd day instead of 15 minutes after the 1st 
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titration to see whether the duration of the saponification had an 

influence on the result obtained. 

¶ The two titrations were done one after the other using a timer to 

make sure that the dissolution/stirring times were rigorously the 

same for each sample (upon timing). 

¶ Samples were degassed under nitrogen for up to 1h to remove 

any CO2 that might interfere with the result obtained. 

¶ The influence of pectin dissolution times were studied to see 

whether solubility of pectin and the formation of aggregates 

might be responsible for the poor results obtained. 

¶ The pectin was never left more than 10 minutes in the 2.7M HCl 

solution. 

¶ Care was taken to use only very recently boiled water to avoid 

adding unnecessary CO2 into the pectin solution. 

The protocol modifications listed above have not been found to improve the 

reproducibility  and an alternative method was investigated. The use of nuclear 

magnetic resonance was investigated next. 

 

4.4.3 Pectin characterisation and determination of the degree of 

esterification by solution nuclear magnetic resonance (NMR)  

4.4.3.1 Characterisation by solution nuclear magnetic resonance  

 

Nuclear magnetic resonance spectroscopy (NMR) is a recognised technique used for 

the characterisation of chemical compounds, including polymers. This technique is 

based on the identification of each non-equivalent nucleus according to the 

behaviour of its electronic environment in a variable magnetic field. A signal is 

observed if the spin of a nuclei with an uneven number of protons is excited by the 

application of an electromagnetic radiation of an adequate frequency corresponding 

to the difference in energy between the relaxed and the excited spin state (the 

Larmor frequency). The relaxation of the spin causes the emission of a signal which 

is detected and converted to a chemical shift, generating an NMR spectra after 

Fourier transform. Figure 25 highlights the concepts used for this technique. It has 

previously been used for the identification of pectin derived from apple,193, 203 

pumpkin,184 papaya183, 193 and citrus fruits193. 
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Figure 25: Effect of the application of a magnetic field on the spin of an uneven 
numbered nucleus (originally in colour). 

 

At first, 1H NMR was explored. This technique is quantitative and provided suitable 

signals for pectin identification. However, due to the different conformers of sugar 

monosaccharides present in the side chains, multiple overlapping signals could be 

detected, rendering spectra interpretation difficult, even in the anomeric protons 

zone. Given the numbers of protons expected in the sugar region (5.5-3.4 ppm) for 

rhamnose, xylose, galactose, arabinose and furanose (12 for rhamnose  in D2O for 

example), a good resolution was difficult to obtain in the region showcasing 

anomeric protons (5.5- 4.4 ppm) and other protons on the sugar residues (4- 3.4 

ppm) at 400 MHz. The use of a 500 MHz spectrometer or a 700 MHz spectrometer 

combined with the use of long accumulation times and an increase in temperature 

from 298 K to 318 K and 348 K to see whether the dissolution of pectin could be 

improved by raising the temperature, did not improve the resolving power. Instead, 

13C NMR at 700 MHz was favoured as an alternative to 1H NMR since peak broadness 

is minimal with this nucleus compared to proton NMR, increasing peak resolution. 

13C NMR also has the advantage of potentially allowing the determination of the DE 

of pectin, providing that the peaks for the ɀCOOCH3 and the ɀCOOH groups are well 

separated under quantitative acquisition conditions. 

700 MHz 13C NMR spectroscopy proved to be useful to unequivocally confirm the 

presence of pectic polysaccharides. The technique was trialled on an experimental 
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sample generated at 140 °C under microwave acid-free conditions and a commercial 

pectin sample. Hereafter, the 13C NMR spectra of commercial orange pectin and 

P140-10 are respectively denoted as SA (Figure 26) and P140-10 (Figure 27). 

Following 13C NMR, issues were encountered regarding sample drying. In spite of 

the extensive drying at 30 °C in a vacuum oven, two clear ethanol peaks are being 

present for -CH2- at 58.05 ppm and -CH3 at 17.40 ppm. As a consequence, the -CH3 

peak of ethanol is overlapping with the most characteristic rhamnose peak as it 

appears at lower frequency. This issue will be resolved at a later stage with the use 

of a freeze-drier to remove all traces of solvent in pectin. 

 

 

Figure 26: 13C NMR of commercial citrus pectin in D2O (700 MHz) (originally in 
colour). 
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Figure 27: 13C NMR of sample P140-10 in D2O (700 MHz) (originally in colour). 

 

By comparing the two spectra in Figure 26 and Figure 27, one can confirm pectin is 

being extracted at 140 °C under acid-free conditions. Several observations 

strengthen this conclusion. The first one relates to the presence of signals typically 

associated with the carboxyl function: P140-10 shows two clear peaks at 175.59 and 

171.26 ppm. These refer respectively to the free acid carbonyl group and the methyl 

ester carbonyl. In the SA sample these two peaks show up at 174.45 and 171.27 

ppm. This unequivocally establishes the presence of the same methyl ester 

functionality in both P140-10 and SA (171.26 ª 171.27 ppm). Local variations in 

the pectin are brought forward to explain for the shift at higher frequency of the acid 

functionality in P140-10, at 175.59 ppm, versus the one in SA, at 174.45 ppm. Our 

values are in agreement with those reported by Kostalova et. al. on pumpkin 

pectin.184 Indeed, they report the free acid carbonyl at 175.5 ppm and the methyl 

esterified one at 171.4 ppm. Westerlund et. al. states that the methyl ester carbonyl 

typically appears around 172.5 ppm and the free acid carbonyl in the 173-177 ppm 

range.183 Tamaki et. al. lists the methyl ester at 173 ppm and the free acid carbonyl 

at 177ppm.201 Similarly for Iacomini et. al., two low file signals at 174.81 and 170.68 

ppm have been attributed to the methyl ester and the free acid form of the 

carbonyl.204 
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Secondly, the signal traditionally attributed to the ɀO-CH3 group belonging to the 

ester function was located at 53.49ppm by 135 DEPT 13C NMR (see Figure 28). This 

compares very well to the shifts reported in the literature for this functionality: 

Kostalova et. al. (53.7 ppm), Tamaki et. al. (55.7 ppm), Iacomini et. al. at 52.86 ppm 

and Li et. al. at 51.84 ppm.205 In commercial pectin, the presence of a methyl ester is 

clearly visible at 53.48 ppm. 

 

Figure 28: DEPT135 13C NMR of sample P140-10 in D2O (700 MHz) (originally in 
colour). 

 

Thirdly, further analysis of the spectra confirm the presence of the sugar side chains. 

For mono- and polysaccharide analysis, the anomeric region around 90-110 ppm is 

particularly informative. P140-10 shows distinct peaks in this region at 108.13, 

108.04, 107.71, 104.98, 101.02, 100.73 and 100.14 ppm (see Figure 27). The peaks 

at 108.13, 108.04, 104.98 and 101.02 are the most pronounced ones. The DEPT 135 

spectrum classifies all of them as CH/CH3 but given their chemical shift, they can 

only be CH groups (see Figure 28). Commercial pectin shows distinct anomeric 

carbons at 104.97 ppm and ~100.88 ppm. The main difference thus lies in the 

existence of the 108 ppm peaks, which have been reported to belong to Ŭ-Araf 

residues.184  The dominant peak at 101.03 ppm is very close to the one at 100.9 ppm 

as reported by Kostalova et. al. ÆÏÒ ÍÅÔÈÙÌ ÅÓÔÅÒÉÆÉÅÄ ɻ-GalpA units. The same 

ÁÕÔÈÏÒÓ ÁÔÔÒÉÂÕÔÅÄ Á ÐÅÁË ÁÔ ωωȢω ÐÐÍ ÔÏ ÔÈÅ ÆÒÅÅ ÁÃÉÄ ɻ-GalpA units which is very 
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close to the 100.11 ppm observed in P140-10. This confirms again the dominant 

presence of esterified residues of galA.  

Additionally , the DEPT 135 spectrum allows us to start attributing the peaks seen in 

the 60-50 ppm region carbons. They are believed to be the non-anomeric carbons of 

the neutral sugar side chains of pectin P140-10. The DEPT spectrum classifies them 

unequivocally as CH2 carbons. In the O-CH region, a greater number of peaks can be 

detected for P140-10 than for the commercial pectin sample used.  

P140-10 has been acquired quantitatively hereafter allowing for an estimation of 

the DE. A quantitative sequence was applied with a 10 seconds relaxation time. 

When comparing the integrations of the carbonyl signals at d 175.59 (area of 0.14)  

and 171.26 (area of 1), a DE of ~86% can be determined. Interestingly, Catoire et al. 

states that the C1 of esterified galA can be distinguished from its free acid form. 

Based on their respective peak integrations of the C1 of unesterified (100.11 ppm, 

area of 0.28Ɋ ÁÎÄ ÅÓÔÅÒÉÆÉÅÄ ɻ-GalpA units (101.03 ppm, area of 0.84),193 a similarly 

high DE of 78% can be calculated according to the reported work depending on the 

integration limits used. However, the high signal-to-noise ratio does not allow the 

determination of an absolute value for the DE. In commercial pectin, even though 

this spectrum is not run quantitatively, one can clearly see that it has a lower degree 

of methyl esters compared to P140-10. 

It has been observed that pectin has a rather low solubility in H2O (below 50 mg per 

NMR sample). The formation of viscous solutions of pectin have been previsouly 

reported.206 Some peak broadening can be observed due to the viscous, gel-like 

behaviour of the solubilised pectin in D2O. In addition, since the measurements have 

been done in a quantitative mode, applying a 10 seconds relaxation time instead of a 

standard 2.5 seconds, a partial precipitation of the sample during the NMR 

experiment could be observed given the lengthy analysis time required. When 

taking into account the high signal-to-noise ratio observed when carrying-out such 

NMR experiments, these phenomena could all be responsible for the difficult 

determination of the DE with high accuracy. Nevertheless, the results obtained by 

FT-IR, and 13C NMR all confirm pectin can be extracted under acid-free microwave 

conditions.  

Several methods have been developed over the years for the characterisation of 

pectin. Earlier tests were based on the ability of hexuronic acids, such as galA , to 

form chromophores  which are detectable by UV-VIS a quantifiable technique.164  
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Figure 29 describes the intermediary species obtained by decarboxylation of D-

galacturonic acid and dehydration to a furan with sulphuric acid.207, 208 The 

mechanism of the decarboxylation is not known.209  

-CO2

furan-2-carbaldehydeD-galacturonic acid

-H2O

 

Figure 29: Reaction pathway of D-galacturonic acid to furans under acidic pH 
(originally in colour). 

 

Carbazole, m-hydroxydiphenyl, 2-thiobarbituric are dyes which are known to form 

chromophores with the acid-hydrolysed products of galA. However, they are non-

specific as the total carbohydrate content reacts with the  dye (i.e. neutral sugars 

and cellulose), falsifying the results.164, 210 Given the potentially high neutral sugar 

content present in pectin under microwave acid-free conditions (see section 4.5.3), 

these methods have not been trialled. The double titration of the carboxyl groups 

before and after saponification of the ester groups of galA has not been conclusive 

either. Other methods involve the combined detection and quantification of galA 

together with the neutral sugar content determination by Gas Chromatography- 

Mass Spectrometry (GC-MS) and High Performance Anion Exchange 

Chromatography (HPAEC). However both methods rely on the hydrolysis of pectin 

ÔÏ ÇÁÌ! ÁÎÄ ÓÁÃÃÈÁÒÉÄÅ ÍÏÎÏÍÅÒÓȢ 0ÅÃÔÉÎ ÃÁÎ ÂÅ ÄÉÆÆÉÃÕÌÔ ÔÏ ȰÈÙÄÒÏÌÙÓÅ 

quantitatively when using H2SO4 and TFA given the difference in behaviour of sugar 

ÍÏÎÏÓÁÃÃÈÁÒÉÄÅÓ ÁÎÄ ÐÏÌÙÇÁÌ! ÕÎÄÅÒ ÓÕÃÈ ÃÏÎÄÉÔÉÏÎÓȢȱ 4ÈÉÓ ÉÓ ÍÁÉÎÌÙ ÁÔÔÒÉÂÕÔÅÄ ÔÏ 

the difference in bond strength between the galA chains and the neutral sugar 

chains in acid medium. This can lead to underestimated percentages of 

monosaccharides and low recovery percentages of galA as the latter is degraded to 

by-products such as lactones.192, 210, 211 Additionally, the sample preparation is 

laborious, prone to human error and time consuming which make these methods 

difficult to employ systematically for optimisation work. 186 This is particularly true 

in the case of GC-MS analysis of pectin monosaccharides where incomplete 

functionalisation can occur during monomer functionalisation.210 This was an 

important obstacle as together with the double titration, those methods allow both 

the determination of the DE and the galA content. 
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4.4.3.2 Solid state carbon nuclear magnetic resonance  analysis 

 

Solid state NMR differs from solution NMR given the anisotropic nature of solids: the 

absence of molecular tumbling in solids causes peak broadening, resulting in the 

loss of the structural information obtained with solution NMR. Magic angle spinning 

is then used to counteract peak broadening by rotating the sample at an angle of 

54.74° to the magnetic field applied. Cross polarisation enhancement can 

additionally be applied to detect the nuclei whose properties render them less 

detectable. Cross polarisation magic angle spinning (CPMAS) NMR experiments are 

frequently used to transfer magnetisation from protons to carbons rather than using 

direct polarisation of the 13C nucleus.212, 213 The signal intensity observed with solid-

state NMR is known to be directly dependent upon the chemical environment. The 

number and proximity of protons linked to a carbon atom will influence the 

intensity of its peak. In addition to the proton environment, molecular dynamics and 

in this case, the rotation of the methyl group will influence peak intensity.214 

Given solubility issues encountered with pectin in water, quantitative solution 13C 

NMR was not possible for the determination of the DE given the high signal-to-noise 

observed then. As a result, solid state 13C NMR was trialled for the determination of 

the DE of pectin. 

Precedents exists on the use of 13C CPMAS for the determination of the DE: 206, 215,216 

Synytsya et. al. attempted to distinguish between the contribution of the ɀCOOCH3 

and -OCOCH3 peaks. However, strong evidence is still required to obtain full 

resolution of the spectra. A later paper has been published using the same method 

as Synytsya et. al. The main issue with the later papers is that the estimation of the 

DE is based on the integration ratio of the -COOCH3 over the one corresponding to 

the ring carbons C1-C5. This does not distinguish between the C1-C5 of polygalA and 

the C1-C5 of other sugars, leading to an underestimation of the DE. Furthermore, few 

of these authors make mention of contact time and if or how this impacts the 

determination of the DE. 

Here it was assumed the DE could be calculated using the integrated intensities of 

the carboxylate (Ὅὲὸ  and methoxy (Ὅὲὸ  signals as highlighted below, 

where R can correspond to ɀH, ɀNa+ or ɀOCH3 groups.  
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ὈὉ ρππ
Ὅὲὸ

Ὅὲὸ
 

 

This method presents the advantage of only considering peaks which can only be 

derived from the presence of polygalA. Hence, the presence of rhamnose for 

example, would not affect the calculated DE. The chemical shift range used for this 

experiment were of 165-180 ppm and 50-57 ppm which respectively corresponded 

to the ɀC(O)OR group and the ɀOCH3 group.  

A sample of polygalA was analysed first. The 13C CPMAS spectrum of as-purchased 

galA is shown in Figure 30. The carboxylic acid signal (~173 ppm) is well resolved 

from the signals corresponding to the anomeric, C1 carbon (~100 ppm) and the 

other ring carbons (~65-85). On the other hand, the observed peak integrals 

(0.72:1:4.1) reveal a significant underrepresentation of the carboxylate carbons due 

to the absence of directly attached hydrogens, significating a correction factor will 

be needed. 

 

Figure 30: 13C CPMAS spectrum of polygalacturonic acid. 

 

In addition to as-purchased polygalA, a spectrum of polygalA after re-dilution  in 

water and subsequent freeze-drying was acquired; replicating the conditions under 

which pectin samples were all produced. The two spectra are shown in Figure 31 for 

comparison. The spectrum of the freeze-dried sample exhibits significantly sharper 

resonances. The carboxylic acid carbon signal is 480 Hz broad (FWHM) for the as-

purchased sample and only 280 Hz after lyophilisation. 
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Figure 31: 13C CPMAS spectrum of polygalA 
as-purchased (above), and after freeze-drying (below). 

 

As a result of the observations made following the analysis of the polygalA sample, 

five commercial samples of pectin of known DE were analysed to assess the validity 

of the chosen technique for the determination of the DE of pectin. Their spectra are 

very similar in appearance to the as-purchased polygalA, except for the presence of 

an additional resonance at ~54 ppm arising from the -OCH3 of the carboxylic acid 

groups which are esterified. The spectra of the commercial samples with varying 

degrees of esterification are shown in Figure 32. The chemical shifts displayed 

match the ones previously reported. No signal at ~ 20-25 ppm showcase the 

absence of acetyl groups.206  
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Figure 32: 13C CPMAS spectrum of commercial pectin samples 
highlighting the  carboxylate (d~172 ppm) and methoxy (d~53 ppm) carbon signals 

(originally in colour). 

 

However, as with the galA, we would expect the carboxylate carbon intensity to be 

under-represented due to the absence of directly linked hydrogen atoms, leading to 

an over-estimation of the DE. Cross polarisation is known for underestimating the 

13C nuclei in carbonyl groups given their low ability to couple with a proton.217 The 

mixing time was used to study the influence of 1H-13C coupling on the DE values 

obtained for commercial pectin. Plots of the measured DEs for the commercial 

samples versus the DE values provided by the supplier display this trend (see Figure 

33 and Figure 34). The best-fit curves to the data yielded slopes of 1.33+0.09 and 

1.13+0.07 for the 1 and 2 ms contact times, respectively. These values were 

subsequently used to correct the behavioural differences of the carbonyl and -OCH3 

environments of C6. The DE values obtained were corrected such as ὈὉ

ὈὉ Ὧϳ . A correlation factor (R2 value) of 0.9595 and 0.8125 was obtained for the 

1 and 2 ms contact times, respectively. Hence, NMR values obtained for the DE at 1 

ms agreed with the values obtained with a conventional method used in the food 
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industry (i.e. phenolphthalein double titration). The correction factor is used to 

render the analysis quantitative. This accounts for the absence of protons on the 

carbonyl group, and for the rotation of the ɀCH3 group of the ester which interferes 

with the average dipole-dipole interaction and the cross polarisation process.  

 

 

Figure 33: Comparison of the 13C CPMAS determined DE for five commercial 
standards using a 1ms 1H-13C mixing time (originally in colour). 

 

 

Figure 34: Comparison of the 13C CPMAS determined DE for five commercial 
standards using a 2 ms 1H-13C mixing time (originally in colour). 
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The method was applied to a range of pectin experimental samples all obtained 

using an acid-free hydrothermal microwave process. All NMR spectra were acquired 

using both a 1 ms and a 2 ms contact time. The DE of these samples were then 

determined and corrected using polygalA or the commercial samples, generating 

two different data sets. The difference in the measured DE between the 1ms and 

2ms mixing time experiments for each corrector factor used were plotted in Figure 

35. The red unfilled bars show the difference in DE between 1 ms and 2 ms for the 

data sets corrected using the polygalA. The blue filled bars using the scaling factors 

obtained with the commercial samples. 

 

Figure 35: Difference in the measured DE between 1ms and 2ms mixing time 
(red for polygalA and blue for commercial samples) (originally in colour). 

 

Figure 35 shows how the data set corrected using commercial pectin samples is less 

prone to a systematic error. In the earlier data set, the difference in DE can reach an 

absolute value of 17 whereas it decreases to 10 for the later data set. The graph also 

displays a more random distribution, yielding both positive and negative DE 

differences. Consequently, the correction factor obtained via the spectra acquisition 

of five commercial pectin yields less biased DE values than the correction factor 

obtained via the spectra acquisition of polygalA. As a result, the correction factors 

using commercial pectin samples will be used. 

Regarding the choice of contact time used here onwards, a 1 ms contact time will be 

used since the linear regression fit gives a correlation factor of 0.9595 which was 

deemed more acceptable than the correlation factor of 0.8152 obtained for 2 ms 
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contact time, rendering the results more precise and more reliable. Regarding 

previous work reported, the correlation factor obtained here is higher than the one 

reported by Sinitsya et. al. (0.901).206 Besides, the absence of odd points with a 

contact time of 1 ms further justifies this decision. The results of the application of 

this method to experimental samples will be discussed in section 4.5.6. 

 

4.5  Hydrothermal microwave extraction of pectin  

 

One of the aims of this project was to improve the extraction of pectin based on 

previous work reported on microwave-assisted extraction of pectin from CPW. As 

seen previously, the use of acid produces polluting effluents requiring treatment 

prior to disposal. This could be avoided by simply using water under microwave 

hydrothermal conditions. This strategy would benefit from the use elevated 

temperatures (> 100 °C) under closed vessel conditions.  Water is known to 

dissociate as the temperature increases, between 273 K and 623 K.218 Figure 36 

shows the chemical equation of the dissociation of water. The dissociation constant 

Kw and pKw are given for a dilute solution of water (< 10-4 M).  

 

2 H2O H3O+ + OH-

Kw  = [H3O+] [OH-]

pKw  = - log10(Kw )
 

Figure 36: Water dissociation and associated dissociation constants. 

 

The variation of the pKw according to the temperatures highlighted in Figure 37. As 

the pKw decreases, the equilibrium of the equation shifts to the right and the number 

of the ions increases, lowering the value of the neutral pH as the temperature 

increases. The increasing concentration of H3O+ and OH- ions at higher temperatures 

under closed-vessel conditions could be exploited when extracting pectin under 

microwave acid-free conditions (i.e. neutral pH conditions). 
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Figure 37: variation of pKw  as a function of temperature at a pressure of 0.1 MPa 
(originally in colour). 219 

 

Low temperature hydrothermal microwave treatment of WOP (waste orange peel) 

under acid-free conditions was investigated as an alternative to conventional acid-

mediated pectin extraction methods. No acid (or any other additive) was added for 

the extraction or the work-up of pectin. 

 

4.5.1 Small scale screening experiments  

 

Screening conditions were first investigated. The effect of the peel to water ratio, 

temperature and extraction time on the yield of pectin extracted were studied to 

determine optimised conditions at small scale on the CEM Discovery microwave 

equipment by M.Sc. student Xin Neh Beh (2010-2011 Green Chemistry MSc cohort). 

This approach is similar to the one reported by Bagherian et. al. The effect of the 

operational paramaters used on pectin will be studied by GPC analysis. For the next 

section, pectin experimental samples will be named according to the following code: 

PAAA-BB where AAA stands for the microwave extraction temperature used (in °C) 

and BB for the duration of the microwave extraction (in minutes) 

 

The first parameter investigated was the influence of the peel to water ratio 

(peel:water ratio) on the pectin yield. Experiments were carried out for 10 minutes 
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extraction time at 180 °C. Ethanol was used as a precipitation solvent since it is 

renewable and its use is allowed by international food standards.139 Results can be 

seen in Figure 38. It was found that the highest yield obtained (8.37%) required a 

1:10 peel:water ratio. 

 

Figure 38: Effect of peel:water ratio on the yield of pectin (% dry mass) extracted at 
180 °C for a heating time of 10 minutes (originally in colour). 

 

The extraction efficiency of pectin was also investigated with in a 120-200 °C 

temperature range (Figure 39). The temperature range tested was deliberately 

taken above 100 °C to benefit from the increased acidity of water under pressure 

above 100 °C. The highest pectin yield was obtained at 140 °C for a heating time of 

10 minutes. Under these conditions, a maximum yield of 20.4% pectin was obtained. 

 

 

Figure 39: Effect of heating temperature on the yield of pectin extracted (% dry 
mass) for a heating time of 10 minutes using a 1:10 water:peel ratio (originally in 

colour). 
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The effect of the extraction time on the pectin yield was then studied (Figure 40). 

This experiment was performed at the optimal extraction temperature of 140 °C, as 

determined earlier. It was found that the pectin yield increased with extraction time. 

After one minute of heating a pectin yield of ~11% was obtained. Increasing the 

time of heating to 20 minutes doubled the amount of pectin extracted at 140 °C. A 

different trend was observed when varying the length of the extraction time at 

higher temperatures (e.g. 160 and 180 °C). Indeed, increasing the extraction time 

from 5 to 10 minutes results in a decrease of the pectin yield to 17 and 11% 

respectively. These results confirm the observations reported by Yeoh et. al. 

whereby pectin degrades during the extraction process when using high 

temperature, causing the yield of pectin to decrease. Lower heating temperatures 

are therefore favourable in order to obtain higher yields of pectin while avoiding 

decomposition during extraction. It is also important to note that the pectin yield 

obtained in this study is higher than the one obtained under microwave assisted 

acidic extraction: 5% of pectin were obtained under acidic conditions (1:16 

peel:water) versus 7.4% for 10 minutes at 120 °C.220 In comparison to classic acid 

hydrolysis, the conditions reported are interesting as traditional pectin extraction 

generally occurs over several hours. Whereas here, a 10 minutes extraction time 

only was necessary.  

 

 

Figure 40: Effect of heating times (1, 5 and 10 minutes) at 140, 160 and 180 °C on 
the yield of pectin extracted (% dry mass) for a 1:10 water:peel ratio (originally in 

colour). 
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The visual aspect of the pectin samples obtained also varied greatly according to the 

microwave extraction temperature used. Pectin samples obtained at different 

temperatures showed different physical properties, especially in terms of colour 

(Figure 41). Pectins obtained at 120 and 140 °C were grey-white. Those obtained at 

160, 180 and 200 °C were grey, light brown and dark brown respectively. The 

brown colouration appearing above 140 °C indicates a degradation process possibly 

occurring either via pyrrolysis of the OPW or degradation of the pectin extracted by 

depolymerisation catalysed by the presence of H3O+ and OH- ions produced during 

the dissociation of water in addition to the acids already present in the peel (kg of 

dry peel has been reported to contain 90 g of organic acids).128  

 

 

Figure 41: Effect of heating temperature on the visual aspect of pectin samples 

P120-10, P140-10, P160-10 and P180-10 (originally in colour) . 

 

The combined action of heat and acidic pH conditions on carbohydrates can lead to 

the formation of furan derivatives via the dehydration of the sugar monomers 

ÐÒÅÓÅÎÔ ÉÎ ÐÅÃÔÉÎȢ 4ÈÅÉÒ ÓÕÂÓÅÑÕÅÎÔ ÃÏÎÄÅÎÓÁÔÉÏÎ Ȱ×ÉÔÈ ÔÈÅÍÓÅÌÖÅÓ ÏÒ ÐÈÅÎÏÌÉÃÓ 

[present in the peÅÌɎ ÐÒÏÄÕÃÅÓ ÄÁÒË ÃÏÌÏÕÒÅÄ ÃÏÍÐÌÅØÅÓȱ.186 Alternatively, the brown 

ÃÏÌÏÕÒÁÔÉÏÎ ÏÆ ÔÈÅ ÓÁÍÐÌÅÓ ÃÏÕÌÄ ÂÅ ÄÕÅ ÔÏ Á ȰÂÒÏ×ÎÉÎÇȱ ÒÅÁÃÔÉÏÎ ÁÔ ÈÉgh 

temperature of the sugars extracted and present in the pectin sample following 

drying. As an example, D-glucose has a boiling point of 146 °C. Sugar 

monosaccharides could realistically be extracted from WOP alongside pectin under 

the conditions tested. Both sugars can undergo a conversion to a 1,2-enediol 

compound which can be dehydrated and form 5-hydromethyl furfural, which is light 
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brown (see Figure 42).221 Given the fact that non-coloured additives are preferred in 

the food industry, microwave heating temperatures up to 140 °C seem to be more 

favourable to pectin extraction. Regarding gel forming properties, upon addition of 

water, pectin extracted at 120 and 140 °C showcased gel-like properties. 

 

glucopyranose

glucose 1,2-enediol

fructose

-2H2O

5-hydromethy furfural

-H2O

-H2O

 

Figure 42: Formation mechanism of 5-hydroxymethyl furfural from glucose 
(originally in colour). 222 
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4.5.1.1 Gel permeation chromatography ana lysis of pectin 

 

Gel permeation chromatography (GPC), or size exclusion chromatography (SEC), is a 

ÃÈÒÏÍÁÔÏÇÒÁÐÈÉÃ ÍÅÔÈÏÄ ÂÁÓÅÄ ÏÎ ȰÔÈÅ ÒÅÔÅÎÔÉÏÎ ÁÎÄ ÍÉÇÒÁÔÉÏÎ ÏÆ ÆÒÁÃÔÉÏÎ ÏÆ Á 

heterogeneous, polymeric solute at different rates through a gel matrix, 

ÐÒÅÄÏÍÉÎÁÎÔÌÙ ÏÎ ÔÈÅ ÂÁÓÉÓ ÏÆ ÓÉÚÅȢȱ164 This method does not necessitate hydrolysis 

and/or derivatisation of pectin monomers like for GC-MS or ion exchange 

chromatography. An illustration of the principle of this analysis method can be 

found in Figure 43. 

 

Figure 43: Description of the experimental set-up used for GPC analysis of pectin 
(originally in colour). 

 

GPC was used in conjunction with a light scattering detector and a refractive index 

detector to determine the number and weight average molecular weight (Mw, Mn) 

together with the polydispersity index (PI). This technique is used extensively to 

check the quality and functional properties of polysaccharides used in food 

formulation. 187, 223 It is based on the use of the differential index of refraction dn/dc . 

It expresses the variation of the refractive index with the variation of the 

concentration and is expressed in mL/g. The value used for pectin was of 0.146 

mL/g, as previously reported in the literature.148 It is constant for a given polymer in 

a given solvent. It should be noted that if the true value of dn/dc was lower, then the 

calculated molecular weights would be higher. GPC analysis allows the complete 

description of the molar mass distribution. The distribution can be characterised by 
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using the number or the weight average molecular mass as well as by the 

polydispersity index PI. These parameters can be calculated using the equations 

below, where Ni is the number of molecules having a molecular weight Mi with i 

corresponding to the elution increment for the number average molecular weight 

Mn and the weight average molecular weight Mw. 
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Microwave extracted pectin under acid-free conditions and commercial citrus 

derived pectin were compared using this method. It has also been proved to be 

useful to evaluate the quality of pectin when screening for optimised microwave 

parameters. 

It was found that pectin extracted at 120 °C for 10 minutes (sample P120-10) 

approached the characteristics determined under the same GPC conditions as 

commercial pectin. Indeed, the Mw and Mn values obtained for P120-10 are only 

slightly lower (see Table 11). Interestingly, the polydispersity index was found to be 

markedly lower for P120-10 compared to commercial pectin (2.8 versus 3.4).  

However the highest pectin yield was achieved at 140 °C when heating WOP in 

water for 10 minutes (20.4% for sample P140-10).  This is more than double 

compared to the yield of pectin obtained under the same conditions at 120 °C. 
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Table 11: Yield, molar weight averages and PI of pectin samples produced under 
microwave acid-free conditions. 

Sample # 
Temperature 

(°C) 
Time  
(min.)  

Yield 
(%)  

Mw  
(Da)  

Mn 
(Da)  

PI 
(Mw/Mn)  

P120-10 120 10 7.4 113,000 41,000 2.8 

P140-1 140 1 11.2 103,000 26,000 4 

P140-5 140 5 17.1 86,500 26,400 3.3 

P140-10  140 10 20.4 80,400 20,700 3.9 

P160-5 160 5 17.2 56,200 7,440 7.6 

P160-10  160 10 11.1 31,000 5,470 5.7 

P180-5 180 5 11 22,700 6,830 3.3 

P180-10  180 10 8.4 8,860 4,830 1.8 

Commercial 
pectin P9135  

N/A  N/A  - 119,000 34,700 3.4 

 

The molecular properties measured show how low temperature hydrothermal 

microwave heating under acid-free conditions allows the production of pectin with 

similar properties to commercial pectin. Compared to sample P9135, the Mw of 

sample P120-10 only differs by 5% and has a narrower molecular weight 

distribution even though the number of molecules detected is higher than for P9135 

with a Mn value of 41,000 Da compared to 34,700 for commercial pectin (see Table 

11).  

Although the Mw of P120-10 is lower than for P9135, the Mn (which corresponds to 

the chain length)194 of P120-10 is higher and the polydispersity of this sample is 

lower compared to P9135, resulting on a narrower molecular weight distribution  

for pectin sample P120-10. This could be explained by the processing method used 

for the collected data. Since Mw is based on Mi2 of the biopolymers detected after 

elution, an increase in high or low molecular weight fractions will cause the Mw 

average calculated to increase, explaining why the Mn of commercial pectin is lower 

even though the Mw is higher compared to sample P120-10. Additionally, if the 

pectin extracted is highly branched, the inclusion of neutral sugars such as 

rhamnose within the galA backbone of pectin is likely going to increase the 

molecular weight of the pectin chain and will influence values obtained for Mn and 

Mw as well as their hydrodynamic radius which will influence the separation by 

size-exclusion chromatography. This principle is illustrated in Figure 44.  
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Figure 44: Influence of the level of branching on the hydrodynamic radius 
(originally in colour). 

 

When studying the influence of the heating temperature between 120 and 160 °C 

and the variation of the microwave heating time between 1, 5 and 10 minutes, 

results in the rapid decrease of molecular properties such as Mw, Mn and a rapid 

increase of the polydispersity. When studying the influence of the heating 

temperature for a given extraction time of 10 minutes, the Mw and Mn, drop 

significantly above 120 °C. When using an extraction time of 10 minutes, the Mw 

drops from 113,000 to 31,000 Da from 120 to 160 °C. Mn values drop from 41,000 

to 5,470 Da over the same temperature range. Under the same conditions, the 

polydispersity increases from 2.8 to 5.7. When studying the influence of the reaction 

time at 140 °C, at one, five and ten minutes microwave heating. A similar trends is 

observed for the Mw and the Mn values. From one to 10 minutes, Mn decreases from 

103,000 to 80,400. A decrease from 26,000 to 20,700 Da is observed for Mn values. 

Interestingly, the polydispersity slightly decreases. However the values do not 

compete with commercial pectin. 

Results already published on the influence of microwave assisted pectin extraction 

confirm these observations. A decrease in molecular mass and DE was reported with 

increasing extraction temperature.175 Fishman et. al. reports a decrease in Mw, 

radius of gyration and viscosity of orange peel derived pectin over a reaction time of 

2 to 6 minutes (630 W, 1:25 peel:water ratio) under acidic microwave conditions. 

148, 224 

When considering all the parameters (yield, molecular weight data, polydispersity, 

DE, galA content and physical aspect) 120 °C is considered as the best extraction 

temperature for the microwave-assisted extraction of pectin in water under acid-

free conditions (1:10 peel:water ratio and 10 minutes microwave extraction time). 
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Results have shown this temperature yields pectin which is comparable in quality to 

commercial pectin. According to GPC analysis, P120-10 compares better with 

commercial pectin, but the conditions used yield a lower quantity of pectin 

compared to P140-10. Even though 20.4% pectin was extracted at 140 °C and 7.4% 

at 120 °C, conditions yielding pectin with a higher molecular weight are likely to be 

preferred, at least for some applications. 

A note of caution should be observed as it was later discovered that the solvent 

removal method used for pectin drying at small scale ×ÁÓÎȭÔ ÅÆÆÅÃÔÉÖÅȢ 4ÈÅrefore the 

pectin yields are to be treated with caution: following the problems observed with 

pectin drying (see section 4.5.3), there is a strong possibility that the pectin sample 

produced contained a least 20% of ethanol. However, this should be a systematic 

error and should not affect how the yields of pectin vary relative to each other, since 

they were all dried using the same method. Hence the conclusions reached on the 

best conditions for microwave-assisted pectin extraction under acid-free conditions 

are still valid. The process flow sheet for this step can be found in Figure 45.  
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Figure 45: Detailed process flow sheet of step 3 
(pectin extraction under microwave acid-free conditions) for sample P120-10. 

 

A mass balance was carried-out for the pectin extraction step (see Table 12). A 

difference of 27 g was observed between the amount of material coming in and the 

amount of material coming out. This difference is due to OPR2 being rehydrated 

during step 3. 
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Table 12: Mass balance for step 3 
(pectin extraction under microwave acid-free conditions) for sample P120-10. 

Mass balance based on wet mass for step 3 

IN OUT 

Material  Mass (g) Material  Mass (g) 

OPR2 12 

Pectin  0.88 

OPR3 

(wet)  
37.84 

H2O 600 H2O 600 

Ethanol  950 Ethanol  950 

Acetone 1900 Acetone 1900 

TOTAL 3462 TOTAL 3489 

 

Gel formation properties of pectin produced at 120 °C under acid-free conditions 

will be studied next. 

 

4.5.1.2 Gel formation properties of pectin extracted under acid less conditions  

 

Pectin is especially valuable as a gelling agent. 0ÅÃÔÉÎȭÓ ÍÁÉÎ ÁÐÐÌÉÃÁÔÉÏÎ ÒÅÌÉÅÓ ÏÎ ÉÔÓ 

gel forming abilities, especially in the food industry. Hence, demonstrating the gel 

forming properties of pectin extracted under acid-free conditions was an important 

milestone for the validation of the overall process . Pectin forms a gel in water as a 

ÒÅÓÕÌÔ ÏÆ ÔÈÅ ȰÃÏÍÂÉÎÁÔÉÏÎ ÏÆ ÈÙÄÒÏÐÈÏÂÉÃ ÉÎÔÅÒÁÃÔÉÏÎÓ ÂÅÔ×ÅÅÎ ÔÈÅ ÍÅÔÈÏØÙÌ 

functionalities and hydrogen bond formation between carboxylate functionalities 

and secondary alcohol functionalitiesȱȢ125, 140, 225 Junction zones are formed and 

water is trapped in the Ȱpocketsȱ formed (Figure 46). Finding the right balance for 

the combination of water, pectin, sugar and acid is important. Sucrose is needed to 

lower the attraction of pectin for water and increase pectin chain interaction.226,125 

However, gelation is only possible if pectin dissolves in water. Pectin solubility 
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ÍÁÉÎÌÙ ÄÅÐÅÎÄÓ ÏÆ ÔÈÅ ÃÏÕÎÔÅÒ ÉÏÎȭÓ ÎÁÔÕÒÅȟ ÔÈÅ ÉÏÎÉÃ ÓÔÒÅÎÇÔÈ ÏÆ ÔÈÅ cation-anion 

system and the pH.125 

 

 

Figure 46: Graphical representation of a 2D view of the junction zones (continuous 
lines) formed in a pectin gel (adapted).225, 226 

 

There are several gelation mechanisms for pectin. All are affected by the DE of 

pectin (see Table 13). The DE is one of the analytical parameter that allows the 

prediction of the gelling behaviour. The gelation process results of two types of 

interactions: for low methoxy pectins, gelation results from ionic interactions via 

Ca2+ ions connecting two carboxyl groups. In high methoxy pectins, hydrogen bonds 

and hydrophobic interactions are responsible for the gel forming properties.140 

Gelation is influenced by the following factors: soluble solids percentage (SS%), pH, 

molecular size, DE, arrangements of side chains  ÏÒ ȰÓÔÅÒÉÃ ÆÉÔȱȟ227 charge and density 

of the pectin macromolecule.140  
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Table 13: Reported gel forming conditions for high & low DE pectin.224, 225, 228, 229 

Gelling 
parameters  

High DE gelling 
mechanism  

Low DE gelling 
mechanism  

Pectin DE (%)  >50% <50% 

pH < 3.8 2-6 

SS (%) 55-85% 10-70% 

Notes 
Gelling T° increases 
with the DE%, the 
SS% and the Mw. 

Gelling T° increases as the 
DE% decreases, and 
increases with the 

concentration of Ca2+. 
The degree of blockiness is 

important.  
Does not require sucrose. 

 

It has previously been established that the microwave extracted pectin herein 

studied falls into the high DE category 50%. High DE gel conditions were therefore 

investigated to determine whether pectin produced at 120 °C under acid-free 

conditions could form a gel. Initial tests carried-out by an industrial collaborator at 

the Fraunhoffer institute showed that weak gels were formed when comparing 

samples P0004 and P0005 against commercial pectin.  

The standard method used to form a gel has been reported as followed:225, 230 

¶ A 1% pectin & 50-70% sucrose solution is prepared. 

¶ The mixture is heated to boiling point. 

¶ A pre-determined quantity of water is evaporated to reach the 

desired SS%. 

¶ The pH is then adjusted and the gel is left to set at or below room 

temperature.  

A high DE for pectin renders the gel formation delicate. The high number of 

esterified carbonyl groups lower the opportunity for junction zones to form 

between the non-esterified carboxyl groups, leaving the formation of the 3D 

network down to hydrophobic interactions. For example, pectin with a DE of >70%, 

the creation of water pockets will be rendered more difficult compared to pectin 

with a DE of 60%. Figure 47 illustrates this concept. HM pectin gel formation is 

believed to occur via an alignment of molecular helices which are associated to each 

other through hydrogen bonds forming between nonɀdissociated carboxyl and 



124 
 

secondary alcohol groups and hydrophobic interactions between methoxy 

groups.229 

 

 

Figure 47: Illustration of the impact of the degree of esterification on the formation 
ÏÆ Ȱ×ÁÔÅÒ-ÐÏÃËÅÔÓȱȢ ! 3D network formation is much harder for a DE of 80% for 

example, as ÔÈÅ ÆÏÒÍÁÔÉÏÎ ÏÆ Ȱ×ÁÔÅÒ-ÐÏÃËÅÔÓȱ ÉÓ ÍÏÒÅ ÄÉÆÆÉÃÕÌÔ ɉÏÒÉÇÉÎÁÌÌÙ ÉÎ ÃÏÌÏÕÒɊȢ 

 

Several solutions have been reported in the literature regarding gel forming 

conditions for highly esterified pectin (< 75%). The addition of an excess of H+ ions 

to lower pH has been suggested in order to depress pectin ionisation139 (see Figure 

48) and improve pectin-pectin interactions. As a result, inter chain interactions are 

favoured by the absence of negative charges of the carboxylate group at low pH, 

lowering repulsion forces between pectin chains.125, 190 

 

-COOH + H2O -COO- + H3O+

 

Figure 48: Influence of pH on the dissociation equilibrium of free carboxyl acid 
functionalities. 

 

Several methods were investigated in order to find the appropriate gelling 

conditions for microwave extracted pectin under acid-free conditions. Two methods 

were first tested on commercial pectin (HerbstreiFth & Fox, CU201 and CU 301) 

with varying degrees of esterification. The strength of the gel formed was assessed 

qualitatively for all of the methods tested: the pectin/sucrose solution (or jelly 

mixture) was left to set in a beaker and would successfully pass the test if the gel 

would remain stuck at the bottom of the beaker when turned upside down. Any gels 

that were free flowing when the beaker was tilted and turned upside down were 
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considered a fail. The USA-SAG test was first trialled as an example of a standard 

method to be applied to high methoxy pectin for rheology measurements.230, 231,232 

Very weak gels were obtained with the USA-SAG method. It led to the use of a 

method previously reported by MacDougall et. al. The later author reported a 

protocol for high DE pectin requiring the presence of Ca2+ in small concentrations 

ɉσπ ʈ, ÏÆ Á ρ- #Á#Ì2 solution).233 The addition of Ca2+ to HM pectin has been 

reported to facilitate hydrophobic interaction by favouring inter-chain interaction 

between partly dissociated ɀCOOH groups.234, 235 The addition of calcium ions has 

been reported to play an active role in the gelation mechanism observed for block 

wise distributed pectins but generally only applies to low methoxy pectins.234 Block-

wise distributed pectins are generally extracted from citrus fruits. It should also be 

noted that Ca2+ ions are also believed to be responsible for the binding effect of high 

DE pectin in the cell wall.236, 237 The protocol did not require the need for heating, 

nor the use of acid to lower the pH of the jelly mixture. Again, only weak gels were 

formed.  

 

Given the precise pH values reported for pectin gel forming conditions, pH control 

appeared to be an important factor. Decimal point variations of the pH have been 

reported to affect the gelation and strength of the pectin gel formed.224, 225, 229 The 

two previous methods used to test gel forming conditions did not allow precise 

control of the pH. Lofgren et. al. reported the use of a citrate buffer to define with 

greater precision the conditions used.234 This protocol was therefore used to also 

study a broader set of conditions. In addition to the use of citrate buffer of pH 2, 3 

and 4, the addition of Ca2+ ions and different sucrose content (60% and 70% since 

65% is standard)139 have been tested on a 25 mL scale. Each combination of 

pH/sucrose content was tested with and without the addition of Ca2+ ions as  it has 

been reported to enhance the gelation process via maximisation of the hydrophobic 

interactions of high DE pectin chains.235  The percentage of pectin used was kept 

constant at 0.75%, as reported in the literature, since 0.5-1% pectin is a normal 

threshold in food formulations containing pectin. All the tests carried out have been 

summarised together with associated observations in Table 14. 
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Table 14: Summary of the observations made following the Lofgren protocol to test 
pectin gel formation conditions. 

Gel test #  
Pectin 
(%)  

Sucrose 
(%)  

pH 
Addition of 

Ca2+  
Gel 

formation ? 

PGT15 0.75 60 3 
1.2 ml 0.15% 

CaCl2 
No 

PGT16 0.75 60 3 - Yes 

PGT17 0.75 70 3 
1.2 ml 0.15% 

CaCl2 
Yes 

PGT18 0.75 70 3 - Yes 

PGT25 0.75 70 3 - Yes 

PGT23 
(repeat of 
PGT17) 

0.75 70 3 
1.2 ml 0.2% 

CaCl2 
Yes 

PGT24 
(repeat of 
PGT18) 

0.75 70 3 - Yes 

PGT19 0.75 60 2 
1.2 ml 0.15% 

CaCl2 
No 

PGT20 0.75 60 2 - Yes 

PGT21 0.75 70 2 
1.2 ml 0.15% 

CaCl2 
No 

PGT22 0.75 70 2 - No 

PGT27 0.75 60 4 
0.81 ml 0.2% 

CaCl2 
Yes 

PGT28 0.75 60 4 - No 

PGT29 0.75 70 4 
0.81 ml 0.2% 

CaCl2 
Yes 

PGT30 0.75 70 4 - No 

 

 

One set of conditions was found to allow successful gel formation. The best 

conditions were the one applied for PGT18: pH 3 and 70% sucrose. The jelly mixture 

thickened very rapidly forming a gel as soon as the sucrose was added to the 

pectin/buffer mixture. Upon calcium addition, PGT17 formed a strong gel too, but at 

a lower speed than the one observed for PGT18. This indicates that the addition of 

Ca2+ slowed down gel formation at pH 3. The end result can be seen in Figure 49. The 

results obtained were successfully repeated with gel tests PGT23 and PGT24. 
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Figure 49: End-result of gel test PGT17 (right) & PGT18 (left) with pectin P0020 
using the Lofgren protocol (originally in colour). 

 

Jelly mixtures obtained at pH 3 but with a 60% sucrose performed less well 

compared to PGT17 and PGT18, forming only slightly thicker pectin solutions 

indicating a high sucrose content is necessary to form gels with high DE pectins.  

The same trends can be observed for jelly mixtures prepared at pH 2. Of the four 

tests done at pH 2, the one done with 70% sucrose and with no added calcium ions 

(PGT22), thickened the fastest and poured more slowly than PGT21, which 

contained Ca2+ ions (Figure 50). However the gels formed were not as strong as the 

ones formed at pH 3 with the same content of sucrose. This might be due to pre-

gelling, a phenomena leading to weaker gels, which is sometimes observed for high 

DE pectin at a lower pH.139 When lowering the sucrose content to 60% at pH 2, a 

weak gel was formed (PGT20), confirming the observations obtained at pH 3. The 

addition of calcium ions under the same conditions led to a weak gel too, confirming 

the weakening effect Ca2+ has on a gel formation, as for pH 3.  

 

 

Figure 50: End-result of gel test PGT21 (above) & PGT22 with pectin P0023 using 
the Lofgren protocol (originally in colour) . 
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The best gel forming conditions seemed to be pH 3 and 70% sucrose (no addition of 

Ca2+ ions). This correlates well with the pKa value of galacturonic acid, which is 

3.51:238 at pH 3, galA will mostly be present as un-dissociated, which is desirable 

here as it will favour the formation of hydrophobic interactions. Above a pH of 3.51, 

the ɀCOOH group of the galA will mostly be present in its dissociated form, forming ɀ

COO- anion which will have for effect to repel pectin chains between themselves. The 

best gel forming conditions were successfully tested on commercial pectin (H&F 

CU201) as PGT25. The pectin gelled so rapidly after the addition of sucrose that a 

portion of the jelly mixture could not be transferred in the beaker following heating 

(Figure 51). 

 

 

Figure 51: End-result of gel test PGT25 with pectin CU201 using the Lofgren 
protocol (originally in colour). 

 

The influence of pH was further investigated (to determine how high the pH could 

be increased until no strong gel was formed. Further tests were done at pH 4. None 

of the conditions tested at pH 4, allowed the formation of a strong gel after 24 hours 

at 20 °C, as seen in Figure 52. A slightly stronger gel was formed when using 70% 

sucrose with the addition of Ca2+ ions. This is unusual compared to the results 

obtained for gel tests PGT17 & PGT2, the addition of calcium weakened the gel 

compared to PGT18 and PGT22. However after several minutes, the gel would start 

running down the walls of the beaker. The unsuccessful attempt to gel pectin at pH 4 

can be explained by the pKa of 3.51 of galA. The results obtained at pH 4 are in 

accordance with gelling conditions for high DE reported in the literature, confirming 

we obtain highly esterified pectin when using a microwave assisted process under 

acid-free conditions. However the incidence of the DE variation has not been taken 
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into consideration here as data on the DE of the experimental pectin sample used 

×ÁÓÎȭÔ ÁÖÁÉÌÁÂÌÅ ÁÔ ÔÈÅ ÔÉÍÅ ÏÆ ÔÈÅ ÅØÐÅÒÉÍÅÎÔȢ &ÏÌÌÏ×ÉÎÇ ÔÈÅ ÏÂÓÅÒÖÁÔÉÏÎÓ ÍÁÄÅȟ ÔÈÅ 

gelling process of microwave extracted pectin as described in this report does not 

seem to be affected by the addition of calcium ions, regardless of the pH of the buffer 

solution used. This is indicative of a  low degree of blockiness as only pectin 

containing blocks of esterified positions are sensitive to calcium ions.239 The higher 

the degree of blockiness, the faster the gel will set (and the higher setting 

temperature), providing important complementary information.234 A high degree of 

blockiness for high DE pectin will provide enhanced protein stabilisation power in 

acidic dairy based beverages for example.240  

 

 

Figure 52: End-result of gel test PGT27, PGT28, PGT29 and PGT30 with pectin 
P0023 using the Lofgren protocol (originally in colour). 

 

In conclusion, the best gel conditions were found to be pH 3, 70% sucrose and no 

Ca2+ ions. These conditions have been successfully tested on microwave extracted 

pectin without additional acid and commercial pectin of high DE. Those conditions 

fit with the ones reported by Voragen et. al. and are indicative of a high DE pectin is 

extracted under our microwave conditions. Whether the presence of citrate in the 

buffer used to dissolve pectin has had an impact on gel formation is difficult to say. 

This could be due to citrate polyatomic anions C3H5O(COO)3σϺ strengthening the gel 

formed via hydrogen bond formation.  
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4.5.2 Interaction of microwaves with orange peel waste - study of the 

reflected power  

 

As part of the preliminary screening experiments done on the microwave assisted 

extraction of pectin under acid-free conditions, the absorption of microwave power 

by fresh orange peel was tested. This was important in order to determine the 

quantity of energy transferred to the sample. It could be determined by calculating 

the difference between the emitted and the reflected power observed when 

irradiating a sample. Such an experiment was done with a Sairem Miniflow 200SS 

microwave equipment which allows the measurement of reflected power (see 

Figure 53). This equipment is capable of producing a very low controlled power 

output (0 to 200 W with 1 W power increments) together with the use of a precisely 

defined frequency range. This is possible due to the use of a solid-state microwave 

generator as opposed to a magnetron. The equipment uses a fiber optic probe to 

measure the temperature. 

 

Figure 53: Description of the Sairem MiniFlow 200SS microwave equipment used 
for the measurement of reflected power (reproduced with the permission of 

Sairem® SAS) (originally in colour). 

 

This equipment has the particular property of being able to measure the reflected 

energy for a given experiment via a Calex®  PyroUSB 151 infrared sensor, allowing 

for the estimation of the energy efficiency of a hydrothermal process for example.  
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The system displays a waveguide can be used to adjust the resonance frequency of a 

monomode cavity, allowing the generation of a constructive wave, lowering the 

quantity of reflected energy for a given material being microwaved.   

The reflected power was measured on a water sample and orange peel containing 

water sample. At 100 W, 10 mL of distilled water in a closed vessel were 

microwaved at 115 °C and 130 °C. In both cases, a reflected power of 15 W was 

measured. Upon addition of 1 g OPW to the water, the reflected power decreased to 

from 15 W to 5 W at 115 °C. At 130 °C, the reflected power decreased from 15 W to 

7 W. Under the experimental conditions used, the results show how upon addition of 

orange peel, the system absorbed microwave power better than water. This 

suggests that for a typical hydrothermal extraction of orange peel, 95% of the 

microwave energy is effectively absorbed at 115 °C.  At 130 °C, it decreases to 93%. 

This observations implies that microwave energy will be used more efficiently 

within the lower end of the 100ɀ150 °C range. This is an important point to consider 

especially when considering scaling-up the process.  

4ÈÅ ÌÁÔÅÒ ÒÅÓÕÌÔÓ ÁÒÅ ÖÅÒÉÆÉÅÄ ÂÙ ÔÈÅ ÖÁÌÕÅÓ ÏÆ ÔÈÅ ÒÅÌÁÔÉÖÅ ÄÉÅÌÅÃÔÒÉÃ ÌÏÓÓ ÆÁÃÔÏÒ ʀȭȭ 

published for water and orange peel. Within the food industry, the dielectric 

properties of orange peel have been studied. The later together with reported 

electrical and physical properties of orange peel are summarised in Table 15.241  

 

Table 15: Electrical, physical and dielectric properties of orange peel and water 
corresponding to the temperature expressed in Kelvin (adapted from Birla et. al.)241. 

 
Thermal 

conductivity  
(W/m.K)  

Specific 
heat Cp  
(J/Kg.K) 

Relative 
dielectric 
constant ʀȭ 

Relative 
dielectric 

loss factor  ʀȭȭ 

Orange 
peel 

0.40 3300 -0.16T+82.53 3.94T+58.2 

Tap water  0.56 4180 -0.48T+84.74 0.33T+11.1 
 

 

When knowing that ʀȭȭ is proportional  to the quantity of radio frequency absorbed 

by the material, the data in the table above illustrates how well WOP will interact 

with microwaves compared to water, strengthening the results obtained when 

measuring the reflected power. 

 

The next section will present results produced on a larger scale, using a larger 

microwave set-up with two independent temperature measuring systems for better 
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control of the extraction parameters. The results obtained will be compared to 

several commercial pectin samples and acid hydrolysis extracted pectin. 

 

4.5.3 Big scale hydrothermal microwave extraction of pectin  

 

Working towards a larger scale was an intrinsic goal of the project from day one. 

The optimised conditions highlighted in section 4.5.1.1 were used as a stepping 

stone to further test the process using a higher throughput. This meant trialling the 

acid-free extraction conditions at a lower MMPD, lowering it from 800 W/L to 35 

W/L given the increased cavity size of the equipment. The aim of this work was to 

determine whether hydrothermal microwave-based extraction of pectin under acid-

free conditions could be scaled up from a millilitre scale at 800 W/L) to a decilitre 

scale at 35 W/L. Additionally, pectin samples were generated for a company 

interested in setting-up a pilot plant sized waste biorefinery (partly in India). 

 

4.5.3.1 Industrial application evaluation  

 

Two pectin samples (duplicate of the same conditions) were therefore generated at 

a power density of 35 W/L as a proof of principle for scale-up based on the 

preliminary work. 100 g of pectin were successfully generated at 120 °C (peel:water 

ratio of 1:10) using again wet defrosted virgin WOP. The temperature holding time 

was modified from 10 to 20 minutes since the shorter setting ×ÁÓÎȭÔ ÐÏÓÓÉÂÌÅ ÏÎ ÔÈÅ 

microwave equipment used at larger scale. A flow diagram of the process can be 

seen in Figure 54. 
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Figure 54: Flow diagram of the process used for microwave-extracted pectin under 
acid-free conditions. 

 

4.5.3.2 GPC results 

 

The samples sent were evaluated by gel formation tests. Independent gel tests on 

the samples were carried-out by the Fraunhofer institute revealed that they 

performed poorly against commercial pectin. The main conclusions reached were 

the following: 

¶ the pectin was not sufficiently dried and an important fraction of 

ethanol was still present, hindering solubilisation and therefore 

gel formation properties of pectin, 

¶ insolubles were present in the microwave extracted pectin 

(percentage not given), 

¶ in terms of colour, the samples sent were of a darker beige than 

commercial pectin and this had an impact on the colour and the 

clarity of pectin in solution, 

¶ the gel strength of commercial pectin was superior (2.7 N) 

compared to microwave extracted pectin (0.15 N) and 

¶ the viscoelasticity of commercial pectin was superior compared 

to microwave extracted pectin (10.3 versus 3.6). 

Samples P0002 and P0003 were both analysed using GPC to study the variability of 

the molecular weight distribution between two identical samples. Each value 

reported is the average of a duplicate analysis. When comparing the number and 

weight average molar mass (Mn and Mw respectively) and polydispersity (Mw/Mn) 

between commercial pectin and microwave extracted pectin (see Table 16), higher 

Mw and Mn values are obtained for both P0002 and P0003 compared to P9135. 



134 
 

Polydispersity is slightly lower for P0002 (2.28 versus 2.83) but decreases to 1.90 

for P0003, which is good. Higher Mw and Mn values are obtained for P0003 

compared to P0002 but polydispersity of P0003 is lower. Reproducibility between 

samples P0002 and P0003 is good too although this does not correlate with the 

elution profile of P0003, indicating a much wider molecular weight dispersion (see 

Figure 55) for this later sample. 

 

Table 16: Comparison of Mw, Mn and PI (Mw/Mn) of microwave extracted pectin 
under acid-free conditions using virgin WOP (P0002 & P0003) against commercial 

pectin. 

 Mn (Da) Mw (Da) PI (Mw/Mn)  

P9135 3.15 x 104 8.93 x 104 2.83 

P0002 4.94 x 104 1.10 x 105 2.28 

P0003 9.00 x 104 1.68 x 105 1.90 

  

 

Figure 55: GPC/RI elution profiles of pectin samples P0002 (green), P0003 (black) 
and P9135 Aldrich citrus derived pectin (blue) (originally in colour) . 

 

The analysis of the elution profile in Figure 55 shows that a smooth elution profile is 

obtained for P0002. This observation shows that P0002 as a markedly narrower 

molecular mass distribution. This is not the case for commercial pectin, for which 

the molecular weight distribution is much broader. GPC elution profiles of P0002 
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and P0003 are different:  P0003 displays an intermediate molecular weight 

distribution . This is attributed to the fact that these concern the analysis of natural 

polymers. However, the molecular weight distribution of the experimental samples 

is still narrower than for the standard used (P9135), which has no real pronounced 

maxima.  

No experimental data or protocol was provided by the Fraunhofer Institute 

regarding the tests done. No information on the grade of pectin used as a control 

sample could be obtained. Still, several hypotheses could be made as to why the 

ÐÅÃÔÉÎ ÅØÔÒÁÃÔÅÄ ÁÔ συ 7Ⱦ, ×ÁÓÎȭÔ ÃÏÍÐÁÒÉÎÇ ×ÅÌÌ ÁÇÁÉÎÓÔ ÃÏÍÍÅÒÃÉÁÌ ÐÅÃÔÉÎȢ The 

following suggestions will be used for further process optimisation. 

¶ Drying had to be improved: 

Washed pectin was dried under vacuum using a rota evaporator followed by further 

drying under high vacuum. Irrespective of the drying method used, pectin tended to 

form clumps. It was found that these clumps contained still significant amounts of 

ethanol inside them. This can be explained based on the amphiphilic nature of 

pectin.  

¶ The influence of pre-treatment:  

Using pre-treated WOP (PWOP) instead of wet defrosted virgin WOP could yield 

pectin with fewer impurities. The initial idea implied using wet defrosted virgin 

WOP which was first used for the extraction of D-limonene. Additionally, flavonoids 

could then be extracted from the peel using an acetone soxhlet extraction, stripping 

the peel from low molecular weight components. This could limit the number of 

components extracted alongside pectin and limit the beige colouration observed so 

far. The peel subjected to both extraction could then be used for microwave assisted 

pectin extraction. This three step process would allow the recovery of additional 

product streams. 

¶ The influence of microwave maximum power density (MMPD): 

The difference in MMPD between the CEM MARS (35 W/L) and the CEM Discovery 

(800 W/L) could explain difference between the chain length and the neutral sugar 

content of pectin produced on the CEM MARS and the CEM Discovery. This can be 

seen by comparing solution NMR spectrum of pectin samples produced under the 

same conditions on both CEM microwaves. This is especially important as the chain 

length and the neutral sugar content have an effect on the dissolution and gel 

forming properties of pectin.225 The MMPD  was calculated on the basis of the 
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volume of the microwave chamber and the maximum power produced by the 

magnetron (1800 W for the MARS and 300 W for the Discovery equipment). It was 

assumed that the MMPD emitted in dynamic mode retained the same ratio between 

the two different microwave equipments.  

¶ The influence of microwave temperature holding time: 

Additionally, the difference in microwave holding time might also have an influence 

on the quality of pectin. A 20 minute holding time at 120 °C could cause degradation 

of the pectin chain compared to 10 minutes.  

 

4.5.3.3 Biorefinery process improvements  

 

Changes to the solvent removal stage were done first. Drying was improved by using 

a freeze-drier to remove residual water and solvent after the precipitation of pectin. 

This change alone allowed to obtain pectin that was completely white with no trace 

of brown impurities as seen in Figure 56. According to the manufacturer, freeze-

drying yields samples with a moisture content below 1%. This is especially 

important when ATR-IR characterisation of the pectin samples is used. Additionally, 

the use of a freeze-drier instead of a heat induced drying method is a plus when 

drying pectin, as it is a heat labile type of material.140 

 

 

Figure 56: Difference in sample colouration between pectin dried in a rota 
evaporator (above) and using a freeze-drier (below)  (originally in colour) . 

 

Following the change of drying technique, further modifications were made to the 

pectin extraction process. The use of pre-treated WOP was trialled next with the aim 
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of producing a cleaner form of pectin. Regarding the use of pre-treated orange peel, 

a first trial was done using D-limonene and flavonoid extracted wet defrosted virgin 

WOP (referred from now on as pre-treated WOP or PWOP). The extraction of D-

limonene followed by the extraction of flavonoids will be further discussed in 

chapters 5 and 6. Figure 57 describes the whole process used. The evaluation of the 

quality of the pectin produced using the modified process was done using GPC 

analysis. 

 

Figure 57: Flow diagram of the OPEC process used for microwave-extracted pectin 
under acid-free conditions 

using D-limonene and flavonoid extracted WOP, or PWOP. 

 

Two duplicate samples of pectin have been produced under the same microwave 

conditions using PWOP: P0004 and P0005. ATR-IR was used to quickly assess 

whether pectin was actually isolated, judging the presence of signature peaks at 

1760-1730, 1750 and 1440 cm-1 corresponding respectively to the esterified 

carbonyl, the non-esterified carbonyl and the methyl group on the esterified 

carbonyl of galA (Figure 58).164, 181 The IR spectra confirm pectin has been extracted 

at 35 W/L and 120 °C. 
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Figure 58: ATR-IR spectra of pectin samples P0004, P0005 and commercial pectin 
P9135 (Sigma-Aldrich)  (originally in colour) . 

 

Both samples have also been subjected to the same GPC analysis (same method and 

equipment) and the results are reported in Table 17. Each value reported is the 

average of a duplicate analysis. 

 

Table 17: Influence of peel pre-treatment on Mw, Mn and PI of microwave extracted 
pectin under acid-free conditions against commercial pectin. 

 

 

 

 

 

 

When focusing on the uniformity and the narrower distribution of molar mass, 

samples P0004 and P005 are clearly of better quality than P0002 and P0003. The 

latter  samples have a higher weight and number molecular weight than all the other 

samples (commercial pectin included) and a lower polydispersity, both of which are 

600 1100 1600 2100 2600 3100 3600 

Wavenumber (cm-1) 

Aldrich pectin P9135 P0005 P0004 

 
Biomass  

used 
Mn 

 (Da)  
Mw 
(Da)  

PI 
(Mw/Mn)  

P9135 - 3.15 x 104 8.93 x 104 2.83 

P0002 WOP 4.94 x 104 1.10 x 105 2.28 

P0003 WOP 9.00 x 104 1.68 x 105 1.90 

P0004 PWOP 1.43 x 105 2.29 x 105 1.62 

P0005 PWOP 1.31 x 105 2.23 x 105 1.71 
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highly desirable for pectin. Additionally, the reproducibility between P0004 and 

P0005 is enhanced compared to the P0002 and P0003 when using PWOP compared 

to WOP for both the Mw, Mn and Mw/ Mn values. The molecular weight distribution 

diagram in Figure 59 confirms this observation. 

 

Figure 59: Molecular mass distribution of MW extracted pectin 
under acid-free conditions against commercial citrus-derived pectin using virgin 

WOP (P0002 & P0003) and PWOP (P0004 & P0005) (originally in colour). 

 

The effect of MMPD was studied next. Based on observations made on the work of a 

visitin g student (Sebastian Keeß, Autumn term 2012), differences in the sugar 

region of the 13C NMR spectra could be observed between samples generated at 35 

and 800 W/L. The spectra obtained when using quantitative solution 13C NMR in 

D2O, showed a clear difference the neutral sugar region. Figure 60 displays two 13C 

NMR spectra corresponding to pectin extracted from PWOP at 800 W/L (sample 

P0018, A.) and 35 W/L (sample P0004, B.). Notable differences between the two 

spectra can be observed in the neutral sugar chains region (110-65 ppm).184 When 

comparing the ratio between the peak observed for the C1 of the galA unit (99.89 

ppm) and the anomeric carbons of neutral sugars (103-107 ppm), an indication of 

the neutral sugar content can be obtain relatively to the galA content.  
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Figure 60: 13C NMR spectra of samples P0018 (800 W/L) and P0004 (35 W/L) 
obtained in D2O (500 MHz). 

 

According to the spectra in Figure 60, a higher proportion of neutral sugar content is 

observable in sample P0018. Given that gel formation properties of pectin also 

depend on the steric fit of the pectin chains around the neutral sugar side chains,225,  

242 MMPD will have an influence on the properties of the pectin extracted. A higher 

proportion of neutral sugars could definitely be responsible for the observed 

enhanced dissolution of P0018 in D2O, improving the resolution of the spectra 

obtained. Three extraction parameters could explain the lower content of neutral 

sugars in P0004: the lower MMPD of the microwave equipment used, the 

temperature holding time (10 versus 20 minutes) and/or the difference in 

microwave extraction temperature used (120 °C versus 140 °C). 

A variation of MMPD from 35 W/L to 800 W/L could allow the extraction of pectin 

chains containing a lower proportion of neutral sugar monomers, only extracting the 

ȰÓÍÏÏÔÈȱ ÓÅÃÔÉÏÎ ÏÆ ÔÈÅ ÐÅÃÔÉÎ ÃÈÁÉÎ ÁÓ ÐÒÅÓÅÎÔ ÉÎ ÔÈÅ ÃÅÌÌ ×ÁÌÌ ɉÓÅÅ Figure 22). 

Bonds between the galA units and the neutral sugar units are known to be less acid-

resistant than bonds between two galA units.125, 189 If the variation of MMPD can 

affect the proportion of neutral sugars embedded in the pectin extracted, this would 

represent an opportunity to fine-tune the fine chemical structure of the extracted 

pectin, affecting the gel formation properties of pectin and its characteristics in food 
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product formulations. In the case of pectin, water solubility of natural 

polysaccharides tends to increase with the degree of chain irregularity or branching 

and the increase in molecular weight.194, 221 One way of checking the variation of 

neutral sugars would be to characterise and quantify the amount of neutral sugars 

by GC-MS (Gas Chromatography-Mass Spectrometry) or by HPAEC-PAD (High 

Performance Anion Exchange Chromatography-Pulsed Amperometric Detection).192, 

243 

4.5.4 Optimisation of pectin extraction  at big scale 

4.5.4.1 Influence of extraction temperature, pre -treatment and MMPD on the 

molecular weight d istribution of pectin 

 

GPC results obtained on pectin extracted at various temperatures at 800 W/L have 

shown pectin extraction at 120 °C yielded a product which competes with 

commercial pectin. The influence of MMPD could potentially be responsible for the 

higher proportion of neutral sugar chains present in pectin extracted at 35 W/L, 

explaining its lower solubility. As a result, GPC and monosaccharide analysis (MSA) 

were used to assess the pectin obtained at 800 W/L and 35 W/L to verify this 

hypothesis. The GPC results obtained are summarised in Table 18. With the 

exception of samples P0018 each set of conditions trialled was duplicated and the 

average molecular weight distribution data is reported. 

The effect of several operational parameters has been studied alongside MMDP. In 

order to complete the study, the effect of the variation of the microwave 

temperature and the effect of pre-treatment were studied next alongside the MMPD. 

The variation of the Mw, Mn and PI according to those parameters can be seen in 

Table 18. Two samples of commercial pectin obtained from two different pectin 

manufacturers were used to highlight the spread of the molecular weight 

distribution from one manufacturer to another.  

Microwave extraction temperature was the first factor to be studied on samples 

generated at 120 °C and 140 °C with a MMPD of 800 W/L. Samples corresponding to 

these conditions are P0018, P0020 and P0023. Mw and Mn values for P0018 at 140 

°C are the lower ones observed for the samples analysed, showing how a 20 °C 

increase in the extraction temperature negatively impacts the molecular mass 

distribution . P0018 has the highest polydispersity of all samples analysed, reaching 

a value of 3.69, which is over three times the polydispersity of the commercial pectin 

sample CU201. The best microwave extraction temperature to be selected therefore 
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is 120 °C, as highlighted before. This is in agreement with the literature: a weight 

average molecular weight comprised between 104 and 105 Da has previously been 

reported.221   

When excluding the polydispersity of sample P0018, the highest polydispersity 

reached by pectin samples analysed were of 2.54 and 3.33 for samples P0021 and 

P0022 respectively. These were obtained following conventional pectin extraction at 

pH 1.5 at 81 °C with HCl, using WOP (P0021) and PWOP (P0022). In comparison to 

acid hydrolysis, microwave extraction yields pectin with a lower PI. Furthermore 

Mn values for both P0020 and P0021 are lower than commercial pectin samples 

obtained under similar conditions. Thus, the results suggest that the pectin obtained 

under acid-free microwave conditions is superior to pectin extracted using acid 

hydrolysis. 
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Table 18: Summary of the GPC results obtained for pectin samples obtained under 
different microwave conditions. 

Pectin sample 

B
io

m
a

s
s
 u

se
d
 

M
M

P
D

 (
W

/L
)
 

T
e

m
p

e
ra

tu
re

 
(°

 C
) 

Y
ie

ld
 (

%
) 

M
w

 (
D

a
) 

M
n
 (

D
a

) 

P
I 
(M

w
/M

n
)

 

Commercial 
pectin CU201 

N/A N/A N/A N/A 232,250 198,840 1.17 

Sigma Aldrich 
commercial 

pectin  
N/A N/A N/A N/A 125,600 100,100 1.26 

Acid-free 
microwave 
extraction  

       

P0002 WOP 35 120 14.03 110,000 494,000 2.28 

P0003 WOP 35 120 6.31 168,000 90,000 1.90 

Average N/A N/A N/A 10.17 139,000 292,000 2.09 
Standard 
deviation  

N/A N/A N/A 5.45 41,012 285,671 0.27 

P0004 PWOP 35 120 32.22 229,300 142,500 1.62 

P0005 PWOP 35 120 - 223,100 130,800 1.71 

Average N/A N/A N/A N/A 226,200 136,650 1.66 
Standard 
deviation  

N/A N/A N/A N/A 4,384 8,273 0.06 

P0018 PWOP 800 140 19.2 55,945 80,610 3.69 

P0020 PWOP 800 120 7.46 225,200 95,645 2.35 

P0023 PWOP 800 120 5.93 223,650 113,050 1.98 

Average N/A N/A N/A 6.70 224,425 104,348 2.17 
Standard 
deviation  

N/A N/A N/A 1.08 1,096 12,307 0.27 

Acid hydrolysis  
       

P0021 WOP N/A 81 2.12 299,650 118,200 2.54 

P0039 WOP N/A 81 6.59 394,000 365,450 1.14 

P0040 WOP N/A 81 4.37 430,450 378,600 1.14 

Average N/A N/A N/A 4.36 374,700 287,417  1.61 

Standard 
deviation  

N/A N/A N/A 2.23 67,502 146,693 0.81 

P0022 PWOP N/A 81 6.4 127,900 38,465 3.33 

P0026 PWOP N/A 81 7.18 420,300 383,350 1.10 

P0038 PWOP N/A 81 2.8 395,450 337,550 1.17 

Average N/A N/A N/A 5.46 314,550 253,122  1.87 
Standard 
deviation  

N/A N/A N/A 2.34 162,120 187,303 1.27 
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The influence of the pre-treatment of orange peel on a big scale was investigated 

next. At 35 W/L, the comparison between samples P0002 & P0003, obtained with 

WOP, and samples P0004 & P0005 obtained with PWOP shows how the 

reproducibility of the GPC results is enhanced when using as a raw material PWOP.  

The standard deviation on the average of Mw, Mn and PI decreases drastically when 

extracting pectin from PWOP. As an example, the standard deviation of Mn 

decreases from 285,671 to 8,273 Da when using PWOP. Whether this is entirely due 

to the pre-treatment step is difficult to fully establish even though the pectin 

samples have been produced in the same microwave equipment, at the same 

temperature and using the same raw material. The poor reproducibility between 

samples P0002 & P0003 does not allow to draw conclusions on the effect of WOP 

pre-treatment on the specific values of Mw and Mn. However it should be 

highlighted that pectin samples obtained from PWOP at 120 °C (excluding P0018) 

display a lower polydispersity, whether extracted at 35 or 800 W/L. Overall, the pre-

treatment step consisting of extracting D-limonene and flavonoids from the WOP 

prior to pectin extraction does not seem to be detrimental to the properties of the 

pectin. As the use of PWOP allows the separation of a greater number of compounds 

compared to WOP, valorising this raw material to its full potential, this conclusion 

represents an important milestone for this project aiming at designing a resource-

focused microwave biorefinery. 

The influence of the MMPD on the molecular weight was studied next at 120 °C. 

When comparing the sample sets P0004 & P0005 (35 W/L) against P0020 & P0021 

(800 W/L), the average Mw is slightly higher for samples obtained at 35 W/L. The 

same applies for the average Mn value, although a greater variation of the values 

obtained for Mn between the two sets of samples is observed. Additionally, a lower 

polydispersity is obtained for at 35 W/L.  

GPC analysis was also used to compare pectin samples obtained at 120 °C and 35 

W/L  with two different commercial pectin samples. The average Mw value is 

situated within t he same range as the Mw value obtained for sample CU201 

(226,200 versus 232,250). The corresponding Mn values for these same samples are 

much lower though (136,650 versus 198,840), indicating the obtention of shorter 

but more branched chains. Regarding the PI, low values have been attained: the 

average PI at 120 °C is of 1.66. This is an encouraging results because the typical 

polydispersity of the standards analysed is of ~ 1.2 and the PI of natural 

polysaccharides is usually comprised between 1.5-2.0.194 At 800 W/L and under the 

same temperature conditions, the average Mn value is lower, reaching 104,348 with 
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an average PI of 2.17. Consequently, the results imply that the pectin obtained at 35 

W/L posses a more uniform molecular weight distribution  compared to pectin 

obtained at 800 W/L. The combined use of low MMPD microwave extraction 

conditions at 120 °C with the use of PWOP can yield a greater number of pectin 

chains of a uniform molecular weight distribution . 

This is advantageous as the CEM MARS microwave equipment has many advantages 

over the CEM Discovery: their vessels are three times larger, making the production 

of a couple of grams of pectin easier and less time consuming. It has both an IR and a 

fiber optic probe to measure the heating temperature, making the control of 

experimental conditions more precise, as recommended in the literature.58 

Additionally, when using the dynamic power mode, the power input of the CEM 

Discovery is much less controllable below 50 W. This conclusion will later be 

verified against the results obtained by monosaccharide analysis. Furthermore, the 

galA content analysis should be useful to check whether lower molecular weight 

values are due to a loss of neutral sugar chains from the hairy regions within the 

pectin chain for example. 

Pectin yields recovered are generally low for our experiments: comparatively, 

Bagherian et. al. have reported pectin yields reaching 26.27Ϸ  ÕÎÄÅÒ Ȱ-7-assisted 

ÁÃÉÄ ÈÙÄÒÏÌÙÓÉÓȱ ÔÙÐÅ ÃÏÎÄÉÔÉÏÎÓ ÁÔ ωππ 7 ÆÏÒ Á ÓÉØ ÍÉÎÕÔÅÓ ÍÉÃÒÏ×ÁÖÅ ÔÒÅÁÔÍÅÎÔȢ244 

Further improvements of the yields could be achieved by using extraction 

temperature of 130 °C. 

 

4.5.4.2 Temperature optimisation of pectin extraction on a big scale  

 

After studying the influence of the MMPD and the effect of using pre-treated peel, a 

thorough investigation of yields of pectin extracted according to the microwave 

holding temperature was deemed necessary. Having established that 35 W/L 

represented the best MMPD, tests at 100, 110, 120 and 130 °C were carried out to 

extract pectin from PWOP. Triplicates were carried-out for each temperature except 

at 100 °C and the average molecular weight distribution data is discussed here (see 

Table 19). 
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Table 19: Influence of the microwave temperature on the molecular weight 
distribution of pectin  

generated from PWOP at 35 W/L under acid-free conditions. 

Pectin 
sample 

Temperature  
(°C) 

Yield 
(%)  

Mw (Da)  Mn (Da)  
PI 

(Mw/Mn )  

Commercial 
pectin 
CU201 

- - 232,250 198,840 1.17 

Sigma 
Aldrich 

commercial 
pectin 

- - 125,600 100,100 1.26 

Acid-free 
microwave 
extraction 

     

P0028 100 0.98 289,650 139,050 2.09 

P0029 100 1.5 317,350 212,400 1.50 

Average N/A 1.24 303,500 175,725 1.80 

STDEV N/A 0.37 19,587 51,866 0.42 

P0031 110 5.89 267,750 159,900 1.62 

P0032 110 6.1 249,550 135,700 1.85 

P0034 110 5.87 238,450 152,400 1.57 

Average N/A 5.95 251,917 149,333 1.68 

STDEV N/A 0.13 14,793 12,388 0.15 

P0004 120 32.22 229,300 142,500 1.62 

P0005 120 - 223,100 130,800 1.71 

P0024 120 21.69 284,950 109,100 2.61 

P0033 120 11.11 265,650 97,720 2.72 

Average N/A 21.67 250,750 120,030 2.16 

STDEV N/A 10.55 29,531 20,315 0.58 

P0035 130 18.41 205,450 48,030 4.28 

P0036 130 15.24 172,600 35,725 4.83 

P0037 130 14.25 140,150 35,480 3.95 

Average N/A 15.97 172,733 39,745 4.35 

STDEV N/A 2.17 32,650.20 7,176 0.44 

 

The variation of the yield of pectin obtained according to the extraction temperature 

follows similar trends at 35 W/L and 800 W/L. In section 4.5.1., the yield of pectin 

was seen to drop above 140 °C. At 35 W/L the yield decreases from 21.67% at 120 

°C to 15.97% at 130 °C. Although the yield obtained at 130 °C is the second highest 

of the serie, the PI of pectin is very high under such conditions, rendering such 

conditions unsuitable for the obtention of pectin with a narrow molecular weight 

distribution.  
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When comparing samples produced at 110 °C and 120 °C, the same reasoning can be 

applied in the light of the results obtained: a significantly higher yield of pectin is 

obtained at 120 °C however the PI of 2.16 is still too high compared to commercial 

pectin. When considering the need to obtain pectin with a yield important enough to 

compete with commercial process alongside quality parameters, pectin obtained at 

110 °C displays the best molecular weight distribution. It has a Mw and a Mn of 

250,750 and 120,030 respectively. The PI is the lowest obtained for the extraction 

temperatures tested (1.68). These samples also present the lowest standard 

deviation on the Mw, Mn and PI values determined. Hence, 110 °C should be the 

preferred temperature used for further work in this area. 

 

4.5.5 Monosaccharide analysis of pect in 

 

A method to analyse and quantify the neutral and acid sugars of pectin is GC-EI-MS 

on depolymerised pectin. Six pectin samples have been analysed using this 

technique (see Table 20). Specific attention was given to the analysis of rhamnose, 

arabinose, galactose and galacturonic acid since they are the main components 

constituting pectin side chains (see Figure 61).125 The results reported have not 

been repeated and should be considered as preliminary work only. 

 

Table 20: Pectin samples analysed by monosaccharide analysis. 

Pectin sample Extraction conditions  

Commercial pectin CU201  N/A 

Non-standardised (NS) 

commercial pectin (Kelco)  
N/A 

P0004 120 °C, 35 W/L, WOP, 1:10 (peel:water) 

P0021 81 °C, pH 1 , PWOP, 1:10 (dry peel:water) 

P0022 81 °C, pH 1 , PWOP, 1:10 (dry peel:water) 

P0020 120 °C, 800 W/L, PWOP, 1:10  (peel:water) 

P0023 120 °C, 800 W/L, PWOP, 1:10 (peel:water) 
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Rhamnose (Rha) Arabinose (Ara)

H2O H2O H2OH2O

Galactose (Gal) Galacturonic acid (galA)

 

Figure 61: Structure of the sugar monomers considered for monosaccharide analysis 
(originally in colour). 

 

The results obtained for the MSA analysis are summarised in Table 21. Two 

commercial pectin samples of known galA content have been subjected to MSA to 

assess the reliability of the method. For sample CU201, the reported galA content of 

the commercial sample is of 88%. The analysis carried out determined a galA 

content of 92.89% which is slightly above the usual ± 5% error . For the NS Kelco 

sample, a galA content of 85.98% was obtained. The manufacturer reports a galA 

content of 82.6 %, which is within the ±5% error range, validating the results 

obtained for the MSA.  
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Table 21: Summary of the pectin characteristics and associated results obtained by 
MSA. 
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H&F pectin  

CU 201 
N/A N/A 92.89 0.90 5.46 0.75 7.11 100 

NS Kelco pectin N/A N/A 85.98 5.17 7.88 0.97 14.02 100 

Acid-free microwave 

extraction  
        

P0004 PWOP 35 75.20 13.12 10.50 1.18 24.80 100 

P0020 PWOP 800 9.44 15.71 9.44 0.96 26.11 35.55 

P0023 PWOP 800 79.18 12.06 7.73 1.03 20.82 100 

Acid hydrolysis          

P0021 WOP N/A 65.75 9.61 23.68 0.96 24.25 100 

P0022 PWOP N/A 78.07 4.45 16.12 1.36 21.93 100 

 

Regarding the NS content, NS Kelco pectin should contain a much lower amount of 

neutral sugars since it is not standardised with sucrose, unlike standardised pectin 

such as the H&F CU201. Standardised pectin samples can contain up to 50% sucrose 

(typically 25-30%).120 Samples could be re-run following hydrolysis in an acidified 

methanol solution, which should remove the sugar fillers.  

Regarding the analysis of experimental samples, initial results indicate that the 

reproducibility of the galA content between samples generated under the same 

conditions seems poor (see results for samples P0020 & P0023). All samples display 

a similar neutral sugar content comprised between 24.80% and 26.11%.  Compared 

to commercial samples, the later value are higher than the neutral sugar content of 

7.11 % and 14.02 % obtained for CU201 and NS Kelco respectively. More precisely, 

when considering samples CU201 and P0004, the later has a neutral sugar content 

almost 3.5 times higher than CU201. However, the MSA data also shows pectin is 

predominantly composed of galA. When excluding the value obtained for P0020, the 

galA content of microwave extracted pectin samples is consistently measured above 
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65%. Regarding the influence of MMPD on the galA and the neutral sugar content, a 

5.25 % difference is observed between the galA content of samples P0004 and 

P0023. This difference seems too low to explain any difference in properties 

between the two samples obtained respectively at 35 W/L and 800 W/L. However, if 

the samples are re-run to account for a greater number of monosaccharides (i.e. D-

apiose), a potential decrease of the galA content could then explain a difference in 

properties and MSA could be used to explain the difference in properties between 

pectin extracted at 35 or 800 W/L. 

The galA content measured seems to be slightly higher for the pectin extracted at 

800 W/L (P0023) compared to pectin extracted at 35 W/L (P0004). Additionally, 

the galA content measured for the two microwave extracted pectin samples (P0004 

& P0023) is above the legal requirement (65%). However no conclusion can be 

reached on the MMPD according to MSA data as further samples need to be run. 

A comparison exercise between the galA and the neutral sugar content obtained 

herein and data available in the literature has been done (see Table 22). The highest 

galA content has been achieved for sample P0023, reaching 79.18% which is within 

the range of the results reported in Table 22, showing a lower MMPD is preferable to 

achieve a higher galA content. 

 

Table 22: Reported results in the literature on MSA of citrus peel residues. 

Biomass 

extracted  

Extraction conditions 

(roughly)  

galA 

(%)  

Neutral 

sugar (%)  
Reference 

Orange 

peel 

MW pre-treated, HCl 

extracted (120min) 
73.2 - 175 

Orange 

albedo 

MW heating under pressure 

(2.5 min), HCl extraction 
96 4.2 148 

Citrus peel 

walls  
Water extraction 80.1 19.9 245 

Orange 

peel 
Water extraction 4.52 33.91 189 

Lemon peel Water extraction 1.68 53.07 189 

 

In conclusion, the galA contents obtained for P0004 and P0023 are encouraging, 

even though they are slightly lower than the ones found in the literature for acid-

mediated pectin extractions using microwaves as a method of pretreatment. 
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4.5.6 DE determination using 13C CPMAS 

 

Using CPMAS 13C NMR, the DE of pectin produced under acid-free microwave 

conditions at 35 W/L was determined. The results are given in Table 23. When 

considering the samples obtained by microwave extraction, virtually no variation of 

the DE can be observed when increasing the microwave holding temperature from 

100 to 130 °C. A DE of 68, 66, 69 and 69% has respectively been obtained at 100, 

110, 120 and 130 °C. When looking at the DE values obtained for pectin extracted by 

acid hydrolysis, little change can be observed with the values previously reported 

for microwave extraction. Whether WOP or PWOP is used, a DE of 68% and 71% 

respectively has been determined. The data does not appear to be inconsistent: a 

measure of the accuracy of the method has carried-out, and an error of ± 10% was 

determined, which was deemed reasonable, especially when compared to 

traditional methods used (i.e. phenolphthalein titration). Given the results obtained, 

the method designed using the integral ratio Ὅὲὸ /Ὅὲὸ  , this method proves 

to be fairly robust. 
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Table 23: DE of pectin extracted under acid-free microwave conditions 
(35 W/L) and by acid hydrolysis determined by CPMAS 13C NMR. 

 
Biomass 

used 
Temperature 

(°C) 
DE 
(%)  

Error 
(%)  

Acid-free 
microwave 
extraction  

    

P0028 PWOP 100 74 11 
P0029 PWOP 100 62 10 

Average 
  

68 
 

P0031 PWOP 110 78 12 
P0032 PWOP 110 61 9 
P0032r  PWOP 110 62 10 
P0034 PWOP 110 63 10 

Average 
  

66 
 

P0004 PWOP 120 64 10 
P0005 PWOP 120 75 12 
P0024 PWOP 120 70 11 
P0033 PWOP 120 67 10 

Average 
  

69 
 

P0035 PWOP 130 74 11 
P0036 PWOP 130 69 11 
P0037 PWOP 130 63 10 

Average 
  

69 
 

Acid 
hydrolysis      

P0021 WOP 81 70 11 
P0039 WOP 81 70 11 
P0040 WOP 81 63 10 

Average 
  

68 
 

P0022 PWOP 81 68 11 
P0026 PWOP 81 73 11 

Average 
  

71 
 

 

The DE of pectin extracted using acid hydrolysis on both WOP and PWOP has also 

been carried-out. Very similar DE have been reached. In the case acid hydrolysis 

extraction of pectin on WOP an average DE of 68 has been obtained. In the case of 

PWOP, an average DE of 71 has been determined. Given the accuracy of the 

calibration curve previously reported in section 4.4.3.2, it was concluded that the 

results can be used as a good indication of the DE of pectin extracted under acid-free 

conditions. 
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4.6  Conclusion & further work  

 

In this chapter, the possibility to extract pectin under acid-less conditions using 

microwaves has been proven below 150 °C. This has been demonstrated on a 10 mL 

and a 100 mL scale, showing the process is scalable. Pectin has been successfully 

characterised by ATR-IR, solution and solid state 13C NMR. Gel forming properties of 

ÐÅÃÔÉÎ ÈÁÖÅ ÂÅÅÎ ÄÅÍÏÎÓÔÒÁÔÅÄȟ ÖÁÌÉÄÁÔÉÎÇ ÔÈÅ ȰÐroof-of-ÃÏÎÃÅÐÔȱ ×ÏÒË ÆÏÒ ÔÈÅ 

design of a waste biorefinery based on the use of WOP. 

The results obtained show that microwave-assisted extraction of pectin in water 

only is possible, offering competitive molecular weight distribution as analysed by 

GPC when compared against commercial standards. 

The utilisation of a clean and safe technology for the production of pectin, avoiding 

acidic waste water effluents is of particular interest. Especially as Ȱenvironmentally 

friendly processing without any use of chemicals [acids in this case] can positively 

influence the consumerȱ when faced with the decision to buy a product over 

another.246  The method reported here would allow for the elimination of acidic 

wastewater treatment, rendering it safer and potentially less harmful to the 

environment. No dewatering agent such as lime is used either. 

Based on observations made using GPC analysis, microwave holding temperatures 

of 110 or 120 °C are ideal depending on the required yield and quality of pectin for a 

given type of application. These have been determined following use of a 35 W/L 

MMPD on peel previously used for D-limonene and flavonoid extraction. The added 

advantage of this method is the combined production of D-limonene and flavonoids 

as separate product streams prior to pectin extraction. This pretreatment do not 

seem to affect the properties and the quality of the pectin extracted, filling in the 

conditions pre-determined in chapter 3 according to the SWOT analysis. The later 

two product streams and associated production steps will be discussed separately in 

chapter 5 and 6 respectively. 

Hence, the conditions reported herein for pectin extraction can be very valuable for 

the production of high methoxy pectin and, based on results obtained following the 

development of a new technique for the determination of the DE. Following previous 

results reported in the literature, a CPMAS 13C-NMR technique was developed. This 

technique allowed a fairly accurate determination of the DE when compared to 

commercial samples of known DE. In the light of the literature review reported in 
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this chapter on previous methods used in food science to quantify pectin quality, it is 

believed CPMAS 13C-NMR offers a reliable and reasonably quick alternative which 

offers good accuracy and limiting human error compared to previous methods 

highlighted. 

Several improvements and process modifications should be done to complete the 

work reported in this chapter. Thinking chronologically, when considering the 

production stage first, the work-up of pectin could be improved by testing the 

properties of pectin obtained when using ethanol only for precipitation and 

washing. So far acetone has been used for washing following precipitation. But in 

ÏÒÄÅÒ ÆÏÒ ÐÅÃÔÉÎȭÓ ÕÓÅ ÔÏ ÂÅ ÁÐÐroved in food products, ethanol and water are the 

only solvents this material can come into contact with. 

Further work can be done on the gel-forming properties of pectin. It should be noted 

that the results of the gel tests have only been assessed qualitatively. Rheology 

measurements should be done to quantitatively assess gel strength via the 

determination of visco-elastic properties for example. Gel strength can be assessed 

ÕÓÉÎÇ Á ÔÅØÔÕÒÅ ÁÎÁÌÙÓÅÒȟ ÁÌÌÏ×ÉÎÇ ÔÈÅ ÄÅÔÅÒÍÉÎÁÔÉÏÎ ÏÆ ÔÈÅ ÓÔÏÒÁÇÅ ÍÏÄÕÌÕÓ 'ȭ ÁÎd 

ÔÈÅ ÌÏÓÓ ÍÏÄÕÌÕÓ 'ȭȭ ÂÙ ÓÍÁÌÌ ÁÍÐÌÉÔÕÄÅ ÏÓÃÉÌÌÁÔÏÒÙ ÒÈÅÏÌÏÇÉÃÁÌ ÔÅÓÔÓȢ247 Additionally, 

the gelling point of the pectin produced under acid-free conditions, should be 

checked especially as ȰÔÈÅ ÇÅÌÁÔÉÏÎ ÔÅÍÐÅÒÁÔÕÒÅ ÏÆ ÐÅÃÔÉÎÓ ÄÅÐÅÎÄÓ ÎÏÔ ÏÎÌÙ ÏÎ ÔÈÅÉÒ 

botanical source, manufacturing conditions, molecular and materials properties but 

ÁÌÓÏ ÏÎ ÔÈÅÉÒ ÇÅÌ ÐÒÅÐÁÒÁÔÉÏÎ ÐÒÏÃÅÄÕÒÅ ÁÎÄ ÃÏÏÌÉÎÇ ÃÏÎÄÉÔÉÏÎÓȱȢ225 This shows how 

many parameters need to be considered to know exact gel forming conditions for a 

given type of pectin. 

Regarding the characterisation of the DE and the galA acid content of pectin, the 

results obtained by CPMAS 13C-NMR need to be confirmed using another technique 

based on a different principle. An example could be the quantification of the amount 

of CO2 produced during for different pectin samples of varying DE by 

thermogravimetric analysis coupled by IR (TG-IR).  

Regarding the application of pectin in food formulation, performance studies of 

pectin produced under acid-free conditions should be carried-out in collaboration 

with industry.  
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5 Microwave -assisted extraction of D-limonene  

 

Citrus peel is known for secreting a substance, commonly known as citrus peel 

essential oil. The main use of essential oils in the European Union is as flavour 

enhancers in foods, in perfumes and in pharmaceutical applications. Steam 

distillation is used on a commercial scale for its extraction.248, 249 The main 

component of orange oil is D-limonene (83-97% by weight), a non-oxygenated 

monoterpene made from the combination of two isoprene units.250 The present 

chapter aims to describe the work done on microwave-assisted extraction of D-

limonene as part of an integrated microwave biorefinery. Two types of extraction 

have been trialled: 

¶ Open vessel microwave-assisted extraction of D-limonene  

¶ Solvent-less open vessel microwave-assisted extraction of D-

limonene. 

The extraction of D-limonene is the first step in the OPEC process described in this 

thesis. Yields of D-limonene will be compared between the different experimental 

set-ups mentioned above. The extraction of D-limonene using microwave technology 

will be studied with the aim of reaching a high purity extract under solvent-less 

conditions. The D-limonene yield obtained for optimised solvent-less open vessel 

microwave-assisted extraction under vacuum will be compared against D-limonene 

extracted using conventional steam distillation and the composition of the D-

limonene containing extract will also be highlighted.  

 

5.1  Open vessel microwave -assisted extraction of D-limonene  

 

D-limonene (C10H16)  is naturally present in over 300 essential oils, and especially in 

citrus fruit peels, in which it is the main component. It has been used for over 50 

years as a flavour and fragrance component and is now increasingly applied as a 

solvent in industry given its good degreasing properties. The degreasing agents are 

used for cleaning electrical circuits for example. D-limonene is usually obtained as a 

by-product of citrus juice production in Brazil and Florida.251  

Conventional solvent extraction was studied first to establish a baseline for future 

experiments. This piece of work was designed as a proof of concept. The aim was to 
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obtain a significant volume of D-limonene at lab scale: 100 mL of D-limonene of a 

given purity was to be sent for analysis to an industrial collaborator. Figure 62 A, B 

and C show the set-up used for D-limonene extraction at a three litre scale as well as 

the extract obtained. More specifically, hexane was used to extract D-limonene at a 

three litre scale. Hexane was selected as an extraction solvent to both guarantee a 

maximum solubility of D-limonene, a cyclic terpene, and an easy recovery due to its 

low boiling point. Interestingly, D-limonene has previously been reported as an 

alternative to hexane for rice bran oil extraction, demonstrating D-ÌÉÍÏÎÅÎÅȭÓ 

excellent oil solubility properties.252 Cause for concern exists over the use of hexane 

for several reasons and a suitable alternative is actively being researched in 

academia.253 

 

Following the conditions described, a 1.52% yield of D-limonene was determined on 

a wet basis was obtained when working at this scale. Steam distillation of the 

resulting orange oil allowed for the recovery of D-limonene (Figure 63). A 13C NMR 

spectrum confirmed its identity (see experimental chapter). 

 

A B C 

Figure 62: A) Three litre round-bottom flask containing macerated orange peel in 
hexane; B) CEM MARS microwave equipment used (open vessel configuration); C) 

obtained D-limonene containing extract (originally in colour) . 
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Figure 63: Steam distillation set-up used for D-limonene purification 
(originally in colour). 

 

Following purification of the D-limonene obtained by hexane extraction, the 

formation of an orange precipitate was observed during the steam distillation. Using 

ElectroSpray Ionisation (ESI) mass spectrometry it was found to consist of 4 

different polymethoxyflavones; these being tangeritin, nobiletin, tetra-O-

methylscutellarein and heptamethoxyflavone (see Figure 64) which precipitated in 

water as D-limonene was removed by steam distillation. 1H NMR was used to 

identify functional groups indicative of the nature of the extract obtained. Since the 

detected polymethoxy flavonoids (PMFs) are present in a mixture, 1H NMR spectrum 

could not be decisively interpreted but does show several very strong aromatic 

methoxy signal at ~3.97 ppm (see Figure 65). Further analysis of this spectrum will 

be provided in chapter 6 which will specifically focus on the isolation and 

characterisation of orange peel related flavonoids. Aromatic methoxy groups are 

characteristic of all the above mentioned polymethoxyflavones. PMFs are a subclass 

of flavonoids. Citrus-ÄÅÒÉÖÅÄ ÆÌÁÖÏÎÏÉÄÓȟ ȰÅÓÐÅÃÉÁÌÌÙ ÐÏÌÙÍÅÔÈÏØÙÆÌÁÖÏÎÅÓ ɉ0-&ÓɊȟ 

have been of particular interest because many of these flavonoids exhibit a broad 

speÃÔÒÕÍ ÏÆ ÂÉÏÌÏÇÉÃÁÌ ÁÃÔÉÖÉÔÙȢȱ254 However, few reports exist on their 

pharmaceutical activities, especially in vivo. This is mainly due to their high trading 

price: as an example, σȟυȟφȟχȟψȟσȭȟτȭ-heptamethoxyflavone reached a value of 

$300/mg.255  
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Figure 64: ESI spectrum of the precipitate formed in the aqueous phase of the 
orange oil extracted using hexane following purification by steam distillation. 

 

 

Figure 65: 1H NMR of the acetone soluble, water insoluble orange oil precipitate 
obtained following D-limonene purification by steam distillation (originally in 

colour). 

 

The high value of the flavonoids detected motivated the modification of the overall 

OPEC process to recover them using a dedicated step. Based on the difference in 
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volatility between D-limonene (176 °C) and PMFs (~550 °C), it was thought D-

limonene could be recovered using a microwave-based steam distillation step. The 

D-limonene extracted peel (OPR1) could then be used for the extraction of 

flavonoids in a separate step using a soxhlet extraction, as previously mentioned in 

chapter 4. As well as allowing for the recovery of the said flavonoids, this step 

ȰÓÔÒÉÐÐÅÄȱ ÔÈÅ ÐÅÅÌ ÏÆ ÌÏ× ÍÏÌÅÃÕÌÁÒ ×ÅÉÇÈÔ ÏÒÇÁÎÉÃ ÃÏÍÐÏÕÎÄÓȟ ÆÁÃÉÌÉÔÁÔÉÎÇ ÔÈÅ 

work -up of pectin extracted thereafter. The recovery, separation and 

characterisation of the extracted flavonoids will be discussed in further depth in the 

next chapter.  

Further work was done in an attempt to phase out the use of hexane for the 

extraction of D-limonene.  Hexane is known as a neurotoxin and is classified as a 

hazardous air pollutant according to the Environmental Protection Agency (EPA).256, 

257 Preliminary work and optimisation of the aforementioned microwave-assisted 

extraction technique for D-limonene will be developed in the following paragraphs. 

The results will be compared against D-limonene extracted by steam distillation. 

 

5.2  Open vessel solvent-less microwave -assisted extraction of D-

limonene  

5.2.1 Preliminary work  

 

Hexane based extraction of D-limonene in the microwave yielded 1.52% of D-

limonene. Given the risks associated with hexane, the research effort shifted to 

solvent-less extraction technique. With the latter in mind, trials were first done 

microwave steam distillation. This technique is known for its application on the 

extraction of essential oils: results on lavender, rosemary, lemon oils have been 

reported amongst others.258-260 Microwave steam distillation is known to be faster 

due to a more efficient heating process, fast temperature control and reduced 

thermal gradients via a fast interaction of the water with the microwaves given its 

high dielectric constant.64 Up to three fold reductions in extraction time have been 

reported for the extraction of lemon essential oil using microwave assisted steam 

distillation  (MASD) compared to steam distillation.258  

MASD was tested by Kai Shute (visiting student for the October-November 2012 period) 

with defrosted WOP on the Milestone ROTOSYNTH microwave. All oil yields are 

quoted on a wet basis. Two experimental parameters were evaluated. First the 
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peel:water ratio (1:1, 1:0.5 and 1:0) and secondly, the duration of the microwave 

treatment (1200 W for 6 minutes followed by 800 W for 10, 15, 20, 25 or 30 

minutes).  The influence of the peel:water ratio was studied first.  

Figure 66 illustrates the obtained results. The data shows how the yield of oil 

collected is inversely proportional to the amount of water used. The maximum yield 

of oil is reached with a peel:water ratio of 1:0.5 (over the range tested). Under these 

conditions, 0.41% of oil was obtained using a microwave power of 100 W.  

 

Figure 66: Oil yield collected by MASD as a function of the peel:water used at 100 W 
(originally in colour). 

 

The influence of the time of extraction for MASD was also investigated for a 

peel:water ratio of 1:1 ( 

Figure 67) and 1:0.5 (Figure 68). By varying the extraction times, it was clear the 

extraction yield reached a plateau after 25 minutes.  In both cases, the oil yield 

increased with the time of extraction until it reached 25 minutes. Extraction times 

over 25 minutes led to pyrolysis as by then all the free water had been removed thus 

heating predominantly the biomass components.  After 25 minutes, a smell of 

burning and a brown colouration appeared on the peel present in the vessel. The 

maximum yields obtained are very similar in both cases: 0.94% and 0.96% were 

achieved with a peel:water ratio of 1:1 and 1:0.5 respectively.  The latter results 

represent a two folds improvement over the 0.41% yield obtained previously at 100 

W. The results show that the peel:water ratio has a minimal influence on the yield of 

oil obtained. Consequently, MASD of WOP alone was trialled, without any additions 

of water. The experiment proved to be successful: a 1.08% oil yield was attained 

under solvent-less conditions. Although the use of water was already a good 
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alternative to hexane in terms of reducing the toxicity, flammability, VOC emissions 

and handling hazards associated with this hydrocarbon solvent (especially at an 

industrial scale), the use of water as a solvent presents different challenges. The 

recovery of this solvent is difficult due to its high heat capacity and boiling point. 

This has the effeÃÔ ÏÆ ÒÅÎÄÅÒÉÎÇ ÔÈÅ ÕÓÅ ÏÆ ×ÁÔÅÒ ÁÓ Á ÓÏÌÖÅÎÔ ȰÃÏÓÔÌÙ ÁÎÄ ÅÎÅÒÇÙ-

ÉÎÔÅÎÓÉÖÅȱȢ261 In 1996, it was even reported that in Florida, many citrus-processing 

ÐÌÁÎÔÓ ȰÈÁÖÅ ÁÖÏÉÄÅÄ ÒÅÃÏÖÅÒÉÎÇ ÃÏÌÄ ÐÒÅÓÓÅÄ ÏÉÌ ÔÏÔÁÌÌÙ ÏÒ ÐÁÒÔÉÁÌÌÙȟ ÂÅÃÁÕÓÅ ÏÆ ÔÈÅ 

ÓÉÇÎÉÆÉÃÁÎÔ ÉÍÐÁÃÔ ÔÈÉÓ ÈÁÓ ÏÎ ×ÁÓÔÅ ×ÁÔÅÒ ÔÒÅÁÔÍÅÎÔ ÉÎÖÅÓÔÍÅÎÔÓȢȱ262 

 

Figure 67: Oil yield collected by MASD as a function of the extraction time used for a 
peel:water ratio of 1:1 (originally in colour). 

 

 

Figure 68: Oil yield collected by MASD as a function of the extraction time used for a 
peel:water ratio of 1:0.5 (originally in colour). 
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5.2.2 Solvent-less extraction of D-limonene under microwave conditions at 

100 mbars  

 

Based on the observations and good results obtained, for the MASD extraction of 

citrus oil under solvent-less conditions, the use of this technique under vacuum was 

thought of as a way to further increase the yield of D-limonene collected.  Such a 

technique has been previously used by Budarin et. al. to fractionate the volatiles 

produced during microwave activation of wheat straw.34 Here, the main objective 

was to further lower the boiling points of compounds traditionally found in essential 

oils (200-300 °C)263 and trap a maximum of organic compounds extracted in the 

round-bottom flask, avoiding their loss in the pump traps. The experimental set-up 

is highlighted in Figure 69 A, B and C).   

 

 

Figure 69: Pictures of the D-limonene extraction set-up 
A) pump; B) extract condenser system; C) microwave equipment (Milestone 

RotoSYNTH) (originally in colour). 

 

For a first experiment, 2569.11 g of WOP were used and a vacuum of 100 mbars on 

average was applied during the microwave-assisted extraction. The WOP had a 

moisture content of 18.23%. The energy consumption was measured using a power 

meter for each run: on average 0.91 kWh were consumed by the whole system. This 

includes the microwave unit, the chiller and the vacuum pump. The maximum 

temperature reached at 1200 W was of 58 °C and 61 °C when lowering the 

microwave power to 800 W (see power ramp used for the extraction in the 

experimental section). The whole process for this step is described in Figure 70. 

  

A B C 
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Figure 70: Detailed process flow sheet of step 1 (D-limonene extraction DL002 at 
100 mbars) (originally in colour). 

 

D-limonene was quantified using GC-FID, employing ethyl benzene as an internal 

standard (IS). The concentration range used was of 0.07- 0.20 molar. The details of 

the analysis can be found in Table 24.  

Table 24: GC-FID data for the calculation of the D-limonene concentration extracted 
with a response factor of k = 0.8377 (sample DL002) at 100 mbars. 

 
Boiling 

point (°C)  

Retention 

time (min.)  

Peak 

area 

Concentration 

(mol/L)  

Ethyl benzene 

(IS) 

C6H5CH2CH3 

136 4.84 3859.8 0.094 

D-limonene  

C10H16  
176 8.23 2985.8 0.08 

 

The conditions trialled allowed the recovery of 2.96 g of D-limonene per litre of 

liquid phase. Since 1528.23 g of liquid phase has been collected, 4.52 g of D-

limonene has been extracted. The wet yield therefore amounts to 0.18% (0.22% on a 

dry basis). On a wet basis, 70.98% of the original weight of the WOP was collected 

under the form of water. The latter will also contain volatile components other than 
























































































































































































