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INTRODUCTION OBIJECTIVES

The operation of the bioreactor is usually a key point in the feasibility and functionality of a process when designing an industrial production plant:

The main objective of the present project is to develop a continuous
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@) ETHANOL RECYCLING

430 kg/h 1,3-PDO Productivity: 7,85 g/Lh Another recirculation present in this process is the one that allows reusing the alcohol. Taking

into account the huge amount of alcohol used, this is important in terms of economics, since

1860 kg/h Bicarbonate Productivity: 9,38 g/Lh

the price of ethyl alcohol is too high to use new alcohol in each extraction.
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@) BIOREACTOR @) CELL RECYCLING

The immobilization of the cells has been considered
instead of recirculation in the continuous process.
Disadvantages of immobilization:

* The cells can experience a loss of activity in

immobilization conditions.

* The cells can disadsorb and be released to the
medium.

* Diffusion limitations that either cannot enable the
substrate to enter into the cell or difficult the release
of the products to the medium.

Advantages of cell recycling:

* Thereis no loss in cell activity due to immobilization

* The biomass control inside the bioreactor can be

easily carried out thanks to the purge flow control.
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and organic waste that will be processed in an anaerobic digestion plant.
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Figure 2: Continuous process flux diagram designed with SuperPro
designer. All flows and equipment have been characterized in detail.



