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Abstract
Plasticisers are commonly incorporated in plastic materials in order to improve their physico-chemicals properties. In particular, Poly(vinyl chloride) (PVC) is a polymer which has excellent plasticiser compatibility characteristics. The demand for plasticized-PVC is
steadily increasing and its synthesis need to be more sustainable, considering the interest in developing a circular economy in the next
years. In order to achieve these goals, a bio-based process to synthesize di(2-ethylhexyl) adipate (DEHA), a widely used plasticiser, could
be an interesting approach. The most important starting material for the process is adipic acid, but its synthesis from petrochemical sources
is not sustainable. An alternative is using waste materials as substrates for fermentation in a totally green process. Among many strategies,
the reverse adipate degradation pathway (RADP) in E. coli seems to be the most interesting one, considering the highest titer of 68 g/L
and the yield of 93.1%. The next step is the enzyme-catalysed esterification of adipic acid and 2-ethylhexanol to produce DEHA, using an
immobilized lipase from Candida antarctica. Applying a solvent-free system under vacuum condition is convenient as it guarantees a
conversion to DEHA of 100 mol%.
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1. Introduction
Plasticisers are a class of chemicals compounds added to a
specific material to provide new and particular physicochemicals characteristics. Plasticisers are used to make the
product they are added to softer, flexible and easily workable;
plastic materials acquire a long series of peculiarities when the
plasticisers are added [1]. The definition of plasticisers,
established by the Council of the International Union of Pure and
Applied Chemistry (IUPAC), is: “A plasticizer is a substance or
material incorporated in a material (usually a plastic or
elastomer) to increase its flexibility, workability, or
distensibility” [2]. Many plastic materials need to be easily
worked, flexible and soft for their applications but at the same
time resistant to mechanical stress without breaking and able to
take different shapes for various needs [3]. Depending on the
desired effects and characteristics it is possible to add a small or
big quantity of plasticiser; a small addition of plasticiser usually
improves the workability of the plastic material while a large
addition can completely alter the material properties and its
possible applications [4]. A particular aspect is that the
plasticisers, once added to a plastic material, are able to lower
their glass transition temperature (Tg) [4], in other words the
temperature at which the structure of polymer changes from glass
state, particularly rigid and fragile, to rubbery state characterized
by high flexibility and softness [5]. This temperature depends on
the structure and chemical composition of the polymer and can
vary enormously among the various classes of compounds; the
Tg depends on the macromolecular mobility of the polymer
chains, therefore an increased mobility of the chain will be
reflected in an increased flexibility and vice versa [6-7]. The
polymer with the best compatibility with the plasticisers is poly(vinyl chloride) or PVC, this can be used even without the
addition of plasticisers as unplasticised PVC (PVC-U) for the
production of pipes and siding. The PVC with the addition of
plasticisers can be used in many fields such as coating of
electrical cables, flooring, automotive interior trim, clothing,

covers, paints, food packaging, fixtures, medical materials and
much more [4]. Over 90% of plasticisers produced in Europe are
used for the production of plasticised PVC to create a whole
range of flexible and durable applications [3].
1.2 General plasticisers
Plasticisers can be essentially divided into monomeric
plasticisers, in general low molecular weight compounds, and
polymeric plasticisers, obtained by low molecular weight
monomer polymerisation [1]. The monomeric plasticisers are
divided into six families depending on the leader compound they
are related to (Fig.01): phthalate (C8), adipate (C6), trimellitate
(C9), sebacate (C10), azelate (C9) and phosphate (PO43-). The
acids are usually esterified with different alcohols, changing the
properties of PVC due to the different interactions between the
polymer chains and the plasticiser itself. Currently ~300
monomeric plasticisers are produced but only 100 of them have
an economic relevance [4]. In addition, plasticisers can be
characterized by their concentration. The primary plasticisers are
those used as the only component or as main plasticiser when
mixed with others, causing an increasing of elastic behaviours
and softness; secondary plasticisers do not lead to significant
changes, they are used in smaller concentration and very often
combined with primary ones to improve specific performance of
the plastic materials, such as reduced flammability [1-2]. The
best known and most used plasticisers: are di(2-ethylhexyl)
phthalate (DEHP), di(2-ethylhexyl) adipate (DEHA), tris(2ethylhexyl) trimellitate (TOTM), tris(2-ethylhexyl) phosphate,
di(2-ethylhexyl) sebacate (DOS) and di(2-ethylhexyl) azelate
(DOZ). Of particular interest are the plasticisers obtained from
the esterification of adipic acid (C6) and primary alcohols C7C10 differently branched. The group of the adipate esters, in
relation to phthalates, can show better performance at low
temperature [1-4]: they extend the temperature range to which
the PVC remains flexible and therefore they drop considerably
the Tg of the polymer. The adipate esters are used to produce
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film suitable for food packaging,
coating of electrical cables, soles
for shoes and more. The most used
are
di(2-ethylhexyl)
adipate
(DEHA),
diisononyl
adipate
(DINA), di(2-butoxyethyl) adipate
(DBEA) and dioctyl adipate
(DOA). They are not usually used
as unique plasticiser component of
PVC, but they are combined with
phthalates in order to have a
compromise
of
imprinted
characteristics, but overall they are
expensive. As a matter of fact the
interest is to reduce the production
cost of these molecules and to
make the productive process more
sustainable, not only for the esters
but also for the adipic acid and
alcohols used [8].
1.3 Usage and commercial
relevance of adipate
About 7.5 million tons of
Fig. 01, families of the
plasticisers
are
consumed
monomeric plasticisers;
worldwide
every
year
and
Europe
image by Andrea Pasquale.
consumes more than 1.3 million
tons [9]. Adipic acid, a linear dicarboxylic acid composed of six
atoms of carbon, is considered as the major dicarboxylic acid on
the market and it is a fundamental chemical building block for
the synthesis of lots of molecules [10]. It is classified as a
medium-chain dicarboxylic acids (MDCAs) with high added
value [11]. About the 65% of the adipic acid produced worldwide
is used to produce Nylon-6,6-polyamide and most of it derives
from fossil sources [12]. Adipic acid is also used to produce
polyurethanes, paints, coatings, plasticisers and also as food
additive to give an acid taste (E355) [13]. The global market for
adipic acid was 2,610 kilo-tons in 2012 and it is expected to reach
about 3,747.2 kilo-tons by 2020, growing 4.7% from 2014 to
2020. In terms of revenue, the market for adipic acid was valued
USD 4,315.6 million in 2012 and it is expected to reach USD
7,240.8 million by 2020, growing of 6.2% from 2014 to 2020 [8].
Pacific Asia drove the global market of adipic acid for about 35%
of the total volume in 2012. Europe is the second major producer
worldwide of adipic acid for about the 27% in 2012.
1.4 Chemical synthesis of adipic acid
The most widely used method to produce adipic acid is chemical
synthesis from fossil-based chemicals at industrial level. It
consists in the reduction of benzene followed by two steps of
oxidation [14], but adipic acid is also made by the
hydrocyanation of butadiene, followed by hydroisomerization in
adiponitrile, which is then hydrolysed to adipate [13]. The
synthesis reaction (scheme 01) starting from benzene (C6H6) has

a first step of reduction to cyclohexane (C6H12) at the optimal
reaction conditions (Ni-Al2O3, H2, 2600-5500 kPa).
Subsequently cyclohexane is oxidized to KA-Oil (ketonealcohol oil) or cyclohexanone (C6H10O) and cyclohexanol
(C6H11OH) in the presence of Co, O2, 830-960 kPa e150-160°C.
Finally, the KA-Oil reacts with nitric acid in air producing adipic
acid through a degradative oxidation (Cu, NH4VO3, 60-80°C)
[15]; this last step of oxidation is the cause for the release of
nitrous oxide (N2O) as a by-product of reaction and a whole
series of greenhouse gas (GHG) such as nitrogen dioxide (NO2)
and nitrogen monoxide (NO). The chemical oxidation reactions,
as shown, are very polluting, also the use of heavy metals such
as Cu and Co can be dangerous, they need appropriate disposal.
1.5 Sustainability of adipic acid for the environment
Nitrous oxide (N2O) is nearly 300 times more polluting than
carbon dioxide (CO2) [10]. The production of adipic acid is
responsible for the emission of some quantity of nitrous oxide
N2O in atmosphere that turns out to be an inevitable
stoichiometric waste of the reaction and it is the cause for
greenhouse effect and ozone depletion. Despite the best
technologies for the recovery of nitrous oxide, about 400.000
metric tons are released every year by the production [17], that
matches about 5-8% of the total anthropogenic emission in the
world [16]. The conditions of the reaction are not mild but
require high temperature and pressure to develop, furthermore
multiple reaction steps are expected, not a single step; for all
these reasons, in addition to emission, the process can be
considered unsustainable and highly polluting. Moreover, the
production process presents a high complexity, high energy
consumption and release of by-product [18]. Because of the
growing awareness for the environmental protection and for the
creation of a circular economy, the aim is to develop a
sustainable synthesis process, also focusing on bio-based
processes centered on the reuse of waste material. The
compounds composed of two to six atoms of carbon, with
different function, are considered as very valuable chemical
compounds deriving from biomass, accessible through
fermentation and biotransformation [19]. From the analysis of
the economic opportunities for the production from glucose, the
adipic acid results to be an interesting compound for a bio-based
process [18]. The development of a bio-based process for the
production of adipic acid from waste materials would reduce the
energetic costs of production, the carbon footprint compared to
oil, the emissions of GHG and decrease of CO2. Such a bio-based
process would allow for a large metric reduction for life cycle
assessment (LCA) related to human health, quality of ecosystem
and depletion of resources [20].
2. Biosynthesis of adipic acid
Plasticisers can be used to resolve the problems that are found in
biopolymers, and they are now considered as a promising
materials for the future [21]. Plasticisers reduce the stress-strain,
hardness, viscosity and the creation of electrostatic charges on

Reaction scheme 01, chemical synthesis of adipic acid by reduction of benzene followed by two steps of oxidation; image by Andrea Pasquale.
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the polymer, secondly, they increase the flexibility of chains,
fracture toughness and the dielectric constant [22].
2.1 Direct oxidation of cyclohexenes
An alternative to the chemical oxidation of adipic acid is the
direct oxidation of cyclohexene with hydrogen peroxide (H2O2)
at 30%, as reported by R. Noyori et al. [16]. The hydrogen
peroxide is an excellent and clean oxidant in the oxidation
reactions, when it is used at concentrations lower than 60%. The
described reaction consists of a mixture of: cyclohexene (C6H10),
H2O2, sodium tungstate Na2WO4*2H2O and methyltrioctylammonium hydrogen sulphate [CH3(n-C8H17)3N]HSO4 as
a phase-transfer catalyst (PTC); the mixture was stirred in air at
1000 rpm and at a temperature of 98°C for 8 hours. This reaction
permits to obtain adipic acid with a yield of 93%, after filtration
and drying it get an analytically pure yield of 90%. Now
companies are still working for developing an efficient process
to produce hydrogen peroxide in order to be used as the clean
oxidant [23]. With this method is possible to have a directed
reaction but many different components are necessary, as the
sodium
tungstate
(Na2WO4*2H2O)
and
methyltrioctylammonium hydrogen sulphate ([CH3(n-C8H17)3N]HSO4).
2.2 Biosynthesis bio-based
Between the various possible solutions for the sustainable
production of adipic acid, there is the bio-based process using
waste materials as substrate. Bio-based plasticisers have several
advantages, such as renewability, degradability, hypotoxicity
and excellent solvent resistance extraction, making them
potential to replace o-phthalate partially or totally [24]. The
ultimate goal is to obtain a consolidated bioprocess (CBP), taking
advantage of the ability of some organisms to directly synthesize
specific molecules [25-26]. These processes require the use of
specific microorganisms capable of tolerate the industrial
conditions, fulfilling the yield, production and productivity
parameters. E. coli, S. cerevisiae and C. glutammicum were
investigated for this purpose, because they are the most used
biological systems, known at omic-level and easy to engineer
[10]. Adipic acid's pKa is 4.4, so when it is released in the culture
broth the pH decreases. Therefore, the microorganism must be
able to tolerate high concentration of acids. For this, it seems that
S. cerevisiae would be the most suitable microorganism, because
it can maintain high yield even in acid environment during the
production of ethanol [27]; furthermore, yeast is an interesting
microorganism for metabolic engineering in order to produce
adipic acid. E. coli is able to survive in acid environment, but is
very sensitive to pH variations, therefore it may not be adapt for
this process. The same reasons can apply for C. glutammicum,
which is normally cultivated at neutral pH [28]. At the moment
no microorganisms able to naturally produce adipic acid are
used, but a bacterium that presents a possible pathway for adipic
acid synthesis, Thermobifida fusca, has recently been discovered
[29]. In order to maintain the high yield and the low costs of
production, choosing the most appropriate microorganism is of
vital importance. Many metabolic strategies have been adopted
in order to directly produce adipic acid or its precursors which
are then processed, through direct or indirect fermentations.
The first method was to produce adipic acid via indirect
fermentation of cis,cis-muconic acid or glucaric acid, later
converted in adipic acid in a hydrogenation process using Pt as
catalyst [13]. Cis,cis-muconic acid is a dicarboxylic acid with

two conjugated double bonds which is an intermediate of the
degradation pathway of benzoate (KEGG map00362), and it is
relevant for the chemical industry [30]. It can be obtained via
glucose or benzoate fermentation: the β-ketoadipate pathway, a
widely used degradation pathway for aromatic molecules such as
benzoate, is relevant for the synthesis of cis,cis-muconic acid. In
this pathway benzoate is converted to catechol (C6H6O2)
following the ortho-cleavage pathway, then converted to cis,cismuconic acid and in the end to succinyl-CoA and acetyl-CoA
[31]. Starting instead from glucose, an artificial biosynthetic
pathway was created, in which the 3-dehydroshikimik acid
(DHS), an intermediary of the biosynthesis of aromatic amino
acids, is converted into cis,cis-muconic acid using a strain of E.
coli lacking the shikimate dehydrogenase enzyme, fundamental
for amino acid biosynthesis [32]. Concerning the production of
glucaric acid, the co-expression in E. coli of genes coding, in
order, for myo-inositol-1-phosphatesynthase (Ino1) from S.
Cerevisiae, for mio-inositol oxygenase (MIOX) from mice, and
for urinate dehydrogenase (udh) from P. Syringae, allows the
accumulation of the acid, which is subsequently subjected to
chemo catalytic hydrogenation to obtain adipic acid [33].
Other works have focused on the engineering of a strain of S.
Cerevisiae so that it may produce a recombinant enzyme, an
enoate reductase (ERs), capable of performing the hydrogenation
enzymatic reaction of the cis,cis-muconic acid once it’s been
synthesized by the same microorganism. S. Cerevisiae was
engineered with three plasmids in order to create a biosynthetic
pathway for the production of adipic acid; the fermentation
consists of three steps: the growth of the cells, the production of
the enoate reductase (ERBC enoate reductase from Bacillus
coagulans) along with the biosynthesis of the muconic acid, and
lastly the production of the adipic acid [34]. The production yield
is not very high, 2.59 ± 0.5 mg/L, but that of the cis,cis-muconic
acid is much higher, indicating the possibility to improve yield
and enzymatic efficiency.
Another attempt to produce adipic acid exploits the combination
of the direct or inverse β-oxidation with the ω-oxidation [35].
Such trials have been made with Candida spp. and E. coli. In the
case of Candida spp., in order to combine the two pathways (ωoxidation and β-oxidation), a key issue is the selection of a
specific acyl-CoA oxidase (POX5) to be involved in the first
reaction of the β-oxidation, as this enzyme doesn’t normally
accept dicarboxylic acids. During the processing of the palmitic
acid (C16), it is converted in hexadecanedioic acid through ωoxidation, then the β-oxidation with POX5 produces adipic acid,
secreted in the growth medium [36]. The achieved titer of adipic
acid is 50 g/L [10], quite high with respect to the other methods.
Another trial takes advantage of the implementation of the 2oxopimelic acid pathway in E. coli, along with the alternative
path of synthesis of lysine passing by the 6-aminocaproic acid as
an intermediary. Both paths bring to the formation of the adipic
acid semialdehyde, which, once oxidized, generates the adipic
acid as a by-product [37]. The pathway allows to obtain adipic
acid at the relatively low titer of 0.3 g/L; furthermore, in the
production of one mole of adipic acid, starting from 2oxoglutarate, one mole of NADH is consumed, resulting in an
imbalance of the redox potential of the reaction. This may be a
reason why very little of the product of interest is synthesized.
Other works describe also the method by which the succinylCoA can be converted into adipic acid through the system of
polyketide synthase (PKS) [38]. In this case the synthesis has
3
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been performed with isolated enzymes using the succinyl-CoA
as the starting molecule, and the malonyl-CoA as carbon additive
unity. This path has been chosen for being capable of extending
the succinyl-CoA to a 3-hydroxy-adipyl-ACP, which can be
easily converted to adipic acid with the use of three enzymes
[39]. Also in this case the yield is low, approximately 0.3 g/L,
and for each molecule of acid produced two equivalents of
NADPH are consumed, causing an imbalance in the redox
potential [10].
2.3 Reverse adipate degradation pathway RADP
Among all the metabolic strategies that have been described, the
reverse adipate degradation pathway (RADP) is the most
performing, it can produce adipic acid at the titer of 68 g/L by
fed-batch direct fermentation and using glucose as carbons and
energy resource, with a yield of 93.1%. This path was identified
for the first time in 2015 in Thermobifida fusca by Niti Vanee et
al., during the characterization of the microorganism’s proteome
and metabolome [40]. The pathway is composed of five
reactions, catalyzed by five specific enzymes: Tfu_0875 (βketothiolase), Tfu_2399 (3-hydroxyacyl-CoA dehydrogenase),
Tfu_0067 (3-hydroxyadipyl-CoA dehydrogenase), Tfu_1647 (5carboxy-2-pentenoyl-CoA reductase) and Tfu_2576-7 (adipylCoA synthetase). The pathway uses as feedstocks acetyl-CoA,
derived from the complex of pyruvate dehydrogenase, and
succinyl-CoA, as the metabolic intermediate of the Krebs Cycle;
with the succession of the reactions, using as cofactors NADH
and FADH2,the direct production of adipic acid at high yield is
possible, using glucose as resource of carbon and energy, that
can derive from waste materials and renewable resources (figure
02). The work by Mei Zhao et al. allowed to use E. coli as system
for the productions of adipic acid, by making some modifications
to the strain [41]. It was necessary to over express the enzyme
Tfu_1647 because it was identified as the bottleneck that limits
the final production of adipic acid, passing by a yield of 11% to
49.5%, with only this change. Furthermore, by using
CRISPR/Cas9 the major pathways of flux carbon have been
eliminated/limited, versus the synthesis of adipate: the gene ldhA
of L-lactate dehydrogenase was deleted to remove the production

of acid lactic, the gene sucD encoding for succinyl-CoA
synthetase was deleted to promote the accumulation of succinylCoA and the gene atoB encoding for acetyl-CoA Cacetyltransferase, involved in the reaction for produce
acetoacetyl-CoA, was deleted. The E. coli BL21 (DE3) strain
used is ΔldhA, ΔatoB, e ΔsucD and engineered with pUC57
plasmid built to contain all the coding sequences of the enzymes
of the reverse adipate degradation pathway [41]. The production
of adipic acid by E. coli in a 5L bioreactor was conducted at 37°C
for culturing cells and at 30°C for inducing gene expression with
1 vvm aeration and 400 rpm stirring with 1mM IPTG. From
various experiments, adipic acid was obtained with a maximum
titer of 68 g/L after 88h on fed-batch fermentation, with OD600
maximum of 36.7 after 64h. Finally, using a specific method with
eight steps, the purification of adipic acid was possible and it
could be solubilized in water for the analysis at mass
spectrometry.
3. Biocatalytic reactions to produce adipate esters
3.1 Properties of DEHA and chemical synthesis
Di(2-ethylhexyl) adipate (DEHA) is one of the most used adipic
acid ester, as it guarantees good oxidation stability, low toxicity,
low volatility, high viscosity index and high biodegradability.
Furthermore, it has been used in many applications such as paint
stripper, fragrance, lubricant, food packaging and plasticiser
[42]. In particular, using it as a plasticiser provides various
unique properties for PVC, such as flexibility, elasticity and
workability; in addition, it is less sensitive to temperature
changes, as it is more fluidic at low temperatures and less volatile
at high temperatures [43]. Another plus is that it is more ecofriendly when compared with phthalates.
Chemical synthesis of this molecule is carried on by Fischer
esterification of adipic acid and monohydric alcohols, using
corrosive chemical catalysts as methanesulfonic acid, cationexchange resins and modified heteropoly acids [42], under high
reaction temperature for which complex and expensive facilities
are required. In addition, it is necessary to use a higher quantity
of raw materials because Fischer esterification is an equilibrium

Fig. 02 metabolic pathway, the reverse adipate degradation pathway (RADP) includes five steps in E. coli. The pathway uses as
feedstocks acetyl-CoA, derived from the complex of pyruvate dehydrogenase, and succinyl-CoA, as the metabolic intermediate of the
Krebs Cycle. At the end adipic acid is released into extracellular environment; image by Andrea Pasquale.
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reaction where reagents are not fully converted to products,
resulting in higher costs and high waste generation. Considering
this disadvantages, biocatalytic processes could offer significant
advantages because of milder reaction conditions, lower energy
requirement, the ease of product isolation and the possibility to
reuse the catalyst [44].
3.2 Candida antarctica lipase-catalysed synthesis
Lipases (EC 3.1.1.3: Triacylglycerol acyl hydrolase) constitute
the third most important category of enzyme and their global
market size is projected to reach $590.5 million by 2020 [45].
They can be used to catalyze fatty-acid esters synthesis in nonaqueous solvent, for which lipases are frequently tolerant.
Therefore, they can be used as biocatalyst for DEHA synthesis
from one mole of adipic acid and two mole of 2-ethylhexanol
(scheme 02).
A lipase from Candida antarctica can be used. Its optimal
reaction conditions were investigated to obtain the maximum
yield, production and productivity for the process.
The conversion to DEHA in the reaction of adipic acid with 2ethylhexanol (mol%) was calculated as follows:
𝑇ℎ𝑒 𝑐𝑜𝑛𝑣𝑒𝑟𝑠𝑖𝑜𝑛 𝑡𝑜 𝐷𝐸𝐻𝐴 (𝑚𝑜𝑙%) =

𝑐
× 100
𝑎+𝑏+𝑐

Where a represents the moles of adipic acid in the reaction
mixture, b the moles of mono ethylhexyl adipate (MEHA) in the
reaction mixture and c the moles of DEHA in the reaction
mixture [46], therefore it is important to consider non-reacted
substrates and byproducts, decreasing the total yield.
3.3 Lipase characterization
Candida antarctica lipase was biochemically characterized. In
several studies, where esterification of adipic acid and various
alcohols was carried out, it was evident that an increase in
temperature between the given range (35-65°C) improved
solubility of the substrates and reduced viscosity, which
enhanced the yield of conversion to DEHA [47]. However,
increasing the temperature may reduce the stability of an enzyme
and would prevent its full exploitation. Furthermore, the energy
requirement and the costs increase to maintain the higher
reaction temperature. Thus, after stability tests, 50°C was
selected as the optimal temperature [46].
Enzyme loading is another crucial factor to consider: in general,
a large amount of enzyme increases the reaction rate as well as
the yield, but it increases the cost, so trade-offs must be
evaluated. Thus, 5% was selected as the optimal enzyme loading
[46].
Lastly, reuse of the enzymes was investigated by evaluating their
residual activity, which began to decrease steadily from the 17 th
cycle, due to various factors, such as shear stress and high
temperature that leads to the denaturation of the lipase. After 33

cycles, the residual activity decreased by ca. 81% of its original
activity [46], showing a good stability of the lipase.
3.4 Immobilized enzyme
When one mole of adipic acid reacts with two moles of 2ethylhexanol, two moles of water are produced along with one
mole of DEHA. The presence of water can be undesirable for the
process, because it can cause lipase-catalyzed hydrolysis if the
water formed from the esterification is not removed effectively
from the reaction system, even though a minimum amount is
required to maintain the lipase structure for the catalytic activity
[48].
In order to guarantee these conditions, a solvent-free system
under vacuum condition, where enzymes are immobilized, is
applied. This system brings various advantages, such as:
increasing the recovery yield of the final product, which is
defined as the mass of product formed per unit of reactor volume
per hour, that reduces the cost of the bioreactor designed for
large-scale productions; minimizing environmental impact by
avoiding the use of toxic and flammable organic solvent and,
lastly, significantly reducing the costs due to fewer purification
steps in downstream processes [42].
For production of DEHA in specific, the conversion to DEHA
reached 100 mol% under vacuum condition within 4h. In
contrast, without vacuum maximum conversion to DEHA was
only 75 mol% after 9h [46]. Up to a certain level of vacuum,
reaction rate increases because water is removed efficiently,
however, excessive vacuum causes a decrease of reaction rate,
because lipase-catalyzed reactions require essential water for
catalytic activity of lipase [49], as a result 6.7 kPa was selected
as the optimal pressure condition [46].
Mixing and mass transfer in the reaction system are factors to
investigate, considering the high viscosity of the mixture in the
absence of solvent. The results showed that employing above 100
rpm agitation speed with a stirrer was necessary [42].
It is important to consider the stoichiometry of the reaction: the
molar ratio of 2-ethylhexanol and adipic acid must be 2:1 to
achieve a maximum yield of DEHA [46]. However, a high molar
ratio of 2-ethylhexanol has been suggested to be a requirement
as it may improve the dispersion of the adipic acid in the reaction
mixture, especially in the case of the solvent-free system [50].
Hence, a molar ratio of 2.5:1 was considered to be optimal [46],
because in this condition the reaction is complete and monoethylhexyl adipate (MEHA) does not form. 2-ethylhexanol is the
only non-reacted byproduct and its removal is more energyefficient, since a single step of distillation is sufficient and its
boiling point is lower than that of MEHA, the conversion to
DEHA reached 100 mol% after this only one downstream step.
4. Conclusion
In summary, among all the analyzed pathway for the production
of adipic acid, the Reverse Adipate Degradation Pathway
(RAPD) was the most performing one and the one with the

Reaction scheme 02, biocatalytic reaction to produce adipate esters DEHA by lipase from Candida antarctica; image by Andrea Pasquale.
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highest yield of 93.1%. E. coli was selected as the cell factory,
but using S. cerevisiae could be an interesting choice for its
tolerance towards low pH. In comparison to the chemical
synthesis, direct fermentation is more sustainable, because: it
releases lower N2O and other greenhouse gasses in the
atmosphere, heavy metals are not required, reaction conditions
are mild and fewer reaction steps are required. One of the future
aim is to reduce the downstream steps for recovery of adipic acid
and improve the technologies in order to lower the cost of the
process. In order to scale-up the process for industrial
production, glucose could be derived from second generation
feedstocks, such as waste materials from agriculture or organic
waste.
For the production of a sustainable plasticiser, the second step is
the esterification of one mole of adipic acid with two moles of 2hethylhexanol by a lipase from Candida antarctica, obtaining
di(2-ethylhexyl) adipate (DEHA), one of the most used
plasticiser for PVC. Using a solvent-free system with
immobilized enzymes the conversion to DEHA reaches 100
mol%, and only one purification step is required for the
downstream. Applying reduced pressure to the reaction increased
its yield, therefore it could be used in other enzymatic reaction to
make them more efficient and sustainable. For the purpose of
reducing the reaction time (a key issue in industrial production),
protein engineering could be a solution to improve the catalytic
activity of the enzyme; an alternative solution is bio-prospecting
for enzymes produced by other microorganism with higher
capacities, for example enzyme from psychrophilic
microorganism in order to lower the reaction temperature and
save energy costs.
The perspective is to develop an industrial process combining the
above mentioned process for adipic acid synthesis and
esterification in order to synthesize DEHA with high
productivity, starting from waste materials. These results
demonstrate that biotechnology is relevant for the plasticisers
industry for developing a more green and eco-friendly
production process.

[7] Rotational Molding Polymers - Roy J.CrawfordJames
L.Throne; Norwich, N.Y. : Plastics Design Library/William
Andrew Pub., c2002.
[8] Adipic Acid Market Analysis and Segment Forecasts to 2020;
Grand View Research, Inc., USA. All Rights Reserved.
[9] Plasticisers, European plasticisers; October 2018 https://www.plasticisers.org/plasticisers/ .
[10] Emma Skoog1, Jae Ho Shin1, Veronica Saez-Jimenez1,
Valeria Mapelli, Lisbeth Olsson, Department of Biology and
Biological Engineering, Division of Industrial Biotechnology,
Chalmers University of Technology, Gothenburg SE-412 96,
Sweden. Biobased adipic acid – The challenge of developing the
production host.
[11] Guohui Li,ac Dixuan Huang,ac Xue Sui,ac Shiyun Li,ac
Bing Huang,bde Xiaojuan Zhang,*ac Hui Wu*bde and Yu Deng;
a National Engineering Laboratory for Cereal Fermentation
Technology (NELCF), Jiangnan University, 1800 Lihu Road,
Wuxi, Jiangsu 214122, China. Advances in microbial production
of medium-chain dicarboxylic acids for nylon materials - This
journal is The Royal Society of Chemistry 2019.
[12] Y. Deng and Y. Mao; National Engineering Laboratory for
Cereal Fermentation Technology (NELCF), Jiangnan
University, Wuxi, Jiangsu, China and The Key Laboratory of
Industrial Biotechnology, Ministry of Education, Jiangnan
University, 1800 Lihu Road, Wuxi, Jiangsu, China. Production
of adipic acid by the native-occurring pathway in Thermobifida
fusca B6 - Journal of Applied Microbiology 2015.

References

[13] Tino Polen∗, Markus Spelberg, Michael Bott; Institut für
Bio- und Geowissenschaften IBG-1: Biotechnologie,
Forschungszentrum Jülich GmbH, D-52425 Jülich, Germany.
Toward biotechnological production of adipic acid and
precursors from biorenewables - Journal of Biotechnology 2012.

[1] Allen D. Godwin - Dwight Look College of Engineering,
Texas A&M University, College Station, TX, United States
Applied
Plastics
Engineering
Handbook.
http://dx.doi.org/10.1016/B978-0-323-39040-8.00025-0 .

[14] Mark H. Thiemens and William C. Trogler; Department of
Chemistry, University of California, San Diego, La Jolla, CA
92093. Nylon Production: An Unknown Source of Atmospheric
Nitrous Oxide. Science 22 February 1991.

[2] Godwin AD, Krauskopf LG. Plasticizers. In: Wilkes C,
Summers J, Daniels C, editors. PVC handbook. Cincinnati:
Hanser Publications; 2005.

[15] D. D. Davis and D. R. Kemp, in Kirk-Othmer Encyclopedia
of Chemical Technology, J. I. Kroschwitz and M. Howe-Grant,
Eds. (Wiley, New York, 1991), vol. 1, pp. 466-493.

[3]
Plasticisers
information
https://www.plasticisers.org/applications/ .

[4] Plasticizers - Btian L. Wadey - BASF Corporation;
Encyclopedia of Polymer Science and Technology. Copyright
John Wiley & Sons, Inc. All rights reserved.

[16] Kazuhiko Sato, Masao Aoki, Ryoji Noyori, Department of
Chemistry and Research Center for Materials Science, Nagoya
University, Chikusa, Nagoya 464-8602, Japan. A “Green” Route
to Adipic Acid: Direct Oxidation of Cyclohexenes with 30
Percent Hydrogen Peroxide - 11 September 1998 Vol 281
Science.

[5]
Glass
Transition
Temperature
https://omnexus.specialchem.com/polymerproperties/properties/glass-transition-temperature .

[17] A. Scott, Chem. Week 160 (no. 6) 37 (1998); R. A. Reimer,
C. S. Slaten, M. Seapan, M. W. Lower, P. E. Tomlinson,
Environ. Prog. 13, 134 (1994).

center

-

-

[6] The Glass Transition - https://pslc.ws/macrog/tg.htm .
6
University of Milano – Bicocca
Department of Biotechnology and Biosciences

[18] Chemicals and Fuels from Bio-Based Building Blocks, First
Edition. Edited by Fabrizio Cavani, Stefania Albonetti,
Francesco Basile, and Alessandro Gandini. Wiley-VCH Verlag
GmbH & Co. KGaA. Published 2016 byWiley-VCH Verlag
GmbH & Co. KGaA.
[19] Judith Becker, Anna Lange, Jonathan Fabarius and
Christoph Wittmann, Institute of Systems Biotechnology,
Universita¨ t des Saarlandes, Germany. Top value platform
chemicals: bio-based production of organic acids - Current
Opinion in Biotechnology 2015.
[20] Determined using PRé SimaPro LCA Software
http://www.pre-sustainability.com/ (accessed 19 May 2015);
Ecoinvent
Life
Cycle
Inventory
(LCI)
Database
http://www.ecoinvent.org (accessed 19 May 2015); Thinkstep
GaBi LCA Database http://www.thinkstep.com/software/gabilca/gabi-databases. (accessed 19 May 2015).
[21] Melissa Gurgel Adeodato Vieira, Mariana Altenhofen da
Silva, Lucielen Oliveira dos Santos, Marisa Masumi Beppu,
School of Chemical Engineering, University of Campinas,
UNICAMP, Cidade Universitária ‘‘Zeferino Vaz’’, Av. Albert
Einstein, 500, Campinas, SP 13083-852, Brazil. Natural-based
plasticizers and biopolymer films: A review - M.G.A. Vieira et
al. / European Polymer Journal 47 (2011).
[22] Rosen SL. Fundamental principles of polymeric materials.
New York: Wiley; 1993.
[23] Eur. Chem. News 66, 41 (1996); L. W. Gosser, U.S. Patent
4,681,751 (1987).
[24] Puyou Jia, Haoyu Xia, Kehan Tang and Yonghong Zhou,
Institute of Chemical Industry of Forest Products, Chinese
Academy of Forestry (CAF); Co-Innovation Center of Efficient
Processing and Utilization of Forest Resources, Nanjing Forestry
University; Key Lab of Biomass Energy and Materials, 16 Suojin
North Road, Nanjing 210042, China. Plasticizers Derived from
Biomass Resources: A Short Review - Polymers 2018, 10, 1303;
DOI:10.3390/polym10121303.
[25] Daniel G Olson1, John E McBride, A Joe Shaw and Lee R
Lynd; DOI: 10.1016/j.copbio.2011.11.026 Recent progress in
consolidated bioprocessing - Current Opinion in Biotechnology
2012.
[26] David B. Levin1, Tobin J. Verbeke2, Riffat Munir1,
Rumana Islam1, Umesh Ramachandran1, Sadhana Lal1, John
Schellenberg2, Richard Sparling2; 1Department of Biosystems
Engineering, University of Manitoba, Winnipeg MB, Canada;
2Department of Microbiology, University of Manitoba,
Winnipeg MB, Canada. Omics Approaches for Designing
Biofuel Producing Cocultures for Enhanced Microbial
Conversion of Lignocellulosic Substrates - Direct Microbial
Conversion of Biomass to Advanced Biofuels 2015. DOI
http://dx.doi.org/10.1016/B978-0-444-59592-8.00017-8.
[27] Rødsrud, G., Lersch, M., Sjöde, A., 2012. History and future
of world's most advanced biorefinery in operation. Biomass and

Bioenergy
46,
https://doi.org/10.1016/j.biombioe.2012.03.028.

46–59.

[28] Buzás, Z., Dallmann, K., Szajáni, B., 1989. Influence of pH
on the growth and ethanol E. Skoog et al Biotechnology
Advances 36 (2018) 2248–2263 production of free and
immobilized Saccharomyces cerevisiae cells. Biotechnol.
Bioeng. 34, 882–884. https://doi.org/10.1002/bit.260340620.
[29] Niti Vanee, J Paul Brooks, Victor Spicer, Dmitriy
Shamshurin, Oleg Krokhin, John A Wilkins, Yu Deng and
Stephen S Fong; Proteomics-based metabolic modeling and
characterization of the cellulolytic bacterium Thermobifida fusca
- 2014 Vanee et al.; licensee BioMed Central Ltd. DOI
http://www.biomedcentral.com/1752-0509/8/86.
[30] Myers, A.G., Siegel, D.R., Buzard, D.J., Charest, M.G.,
2001. Synthesis of a broad array of highly functionalized,
enantiomerically pure cyclohexanecarboxylic acid derivatives by
microbial dihydroxylation of benzoic acid and subsequent
oxidative and rearrangement reactions. Organic Letters 3, 2923–
2926.
[31] Harwood, C.S., Parales, R.E., 1996. The beta-ketoadipate
pathway and the biology of self-identity. Annual Review of
Microbiology 50, 553–590.
[32] Draths, K.M., Frost, J.W., 1994. Environmentally
compatible synthesis of adipic acid from d-glucose. Journal of
the American Chemical Society 116, 399–400.
[33] Moon, T.S., Yoon, S.H., Lanza, A.M., Roy-Mayhew, J.D.,
Prather, K.L., 2009. Production of glucaric acid from a synthetic
pathway in recombinant Escherichia coli. Applied and
Environment Microbiology 75, 589–595.
[34] Kaushik Raja,1, Siavash Partowa,1, Kevin Correiaa, Anna
N. Khusnutdinovaa, Alexander F. Yakunina, Radhakrishnan
Mahadevana; Department of Chemical Engineering and Applied
Chemistry, University of Toronto, 200 College Street, Toronto,
ON, Canada M5S 3E5 and Institute of Biomaterials and
Biomedical Engineering, University of Toronto,164 College
Street, Toronto, ON, Canada M5S 3G9. Biocatalytic production
of adipic acid from glucose using engineered Saccharomyces
cerevisiae - 2018 The Authors. Published by Elsevier B.V. on
behalf of International Metabolic Engineering Society.
[35] Beardslee, T., Picataggio, S., 2012. Bio-based adipic acid
from renewable oils. Lipid Technol. 24, 223–225.
https://doi.org/10.1002/lite.201200230.
[36] Clomburg, J.M., Blankschien, M.D., Vick, J.E., Chou, A.,
Kim, S., Gonzalez, R., 2015. Integrated engineering of βoxidation reversal and ω-oxidation pathways for the synthesis of
medium chain ω-functionalized carboxylic acids. Metab. Eng.
28, 202–212. https://doi.org/10.1016/j.ymben.2015.01.007.
[37] Turk, S.C.H.J., Kloosterman, W.P., Ninaber, D.K., Kolen,
K.P.A.M., Knutova, J., Suir, E., Schürmann, M., RaemakersFranken, P.C., Müller, M., De Wildeman, S.M.A., Raamsdonk,
L.M., Van Der Pol, R., Wu, L., Temudo, M.F., Van Der Hoeven,
7

University of Milano – Bicocca
Department of Biotechnology and Biosciences

R.A.M., Akeroyd, M., Van Der Stoel, R.E., Noorman, H.J.,
Bovenberg, R.A.L., Trefzer, A.C., 2016. Metabolic engineering
toward sustainable production of nylon-6. ACS Synth. Biol. 5,
65–73. https://doi.org/10.1021/acssynbio.5b00129 .

[49] Hong, S. I., Kim, Y., Yoon, S. W., Cho, S. Y., & Kim, I. H.
(2012). Synthesis of CLA‐enriched TAG by Candida antarctica
lipase under vacuum. European journal of lipid science and
technology, 114(9), 1044-1051.

[38] Hagen, A., Poust, S., De Rond, T., Fortman, J.L., Katz, L.,
Petzold, C.J., Keasling, J.D., 2016. Engineering a polyketide
synthase for in vitro production of adipic acid. ACS Synth. Biol.
5, 21–27. https://doi.org/10.1021/acssynbio.5b00153.

[50] Chaibakhsh, N., Abdul Rahman, M. B., Basri, M., Salleh,
A. B., & Rahman, R. N. Z. R. A. (2009). Effect of alcohol chain
length on the optimum conditions for lipase-catalyzed synthesis
of adipate esters. Biocatalysis and Biotransformation, 27(5-6),
303-308.

[39] Hagen, A., Poust, S., De Rond, T., Yuzawa, S., Katz, L.,
Adams, P.D., Petzold, C.J., Keasling, J.D., 2014. In vitro analysis
of carboxyacyl substrate tolerance in the loading and first
extension modules of borrelidin polyketide synthase.
Biochemistry
53,
5975–5977.
https://doi.org/10.1021/bi500951c.
[40] Proteomics-based metabolic modeling and characterization
of the cellulolytic bacterium Thermobifida fusca Niti Vanee1, J
Paul Brooks1, Victor Spicer2, Dmitriy Shamshurin2, Oleg
Krokhin2, John A Wilkins2, Yu Deng3 and Stephen S Fong1.
[41] Mei Zhaoa,b, Dixuan Huanga,b, Xiaojuan Zhanga,
Mattheos A.G. Koffasc,d, Jingwen Zhoua,b,⁎, Yu Denga.
Metabolic engineering of Escherichia coli for producing adipic
acid through the reverse adipate-degradation pathway - 2018
International Metabolic Engineering Society. Published by
Elsevier Inc. DOI: https://doi.org/10.1016/j.ymben.2018.04.002.
[42] Chaibakhsh, N., Rahman, M. B. A., Abd-Aziz, S., Basri, M.,
Salleh, A. B., & Rahman, R. N. Z. R. A. (2009). Optimized
lipase-catalyzed synthesis of adipate ester in a solvent-free
system. Journal of industrial microbiology & biotechnology,
36(9), 1149-1155.
[43] Gryglewicz, S., & Oko, F. A. (2005). Dicarboxylic acid
esters as components of modern synthetic oils. Industrial
lubrication and tribology.
[44] Gunstone, F. D. (1999). Enzymes as biocatalysts in the
modification of natural lipids. Journal of the Science of Food and
Agriculture, 79(12), 1535-1549.
[45] Kavitha, M. (2016). Cold active lipases–an update. Frontiers
in life Science, 9(3), 226-238.
[46] Kim, H., Kim, T., Choi, N., Kim, B. H., Oh, S. W., & Kim,
I. H. (2019). Synthesis of diethylhexyl adipate by Candida
antarctica lipase-catalyzed esterification. Process biochemistry,
78, 58-62.
[47] Rahman, A., Basyaruddin, M., Chaibakhsh, N., & Basri, M.
(2011). Effect of alcohol structure on the optimum condition for
novozym 435-catalyzed synthesis of adipate esters.
Biotechnology research international, 2011.
[48] Kim, H., Choi, N., Kim, Y., Kim, H. R., Lee, J., & Kim, I.
H. (2019). Immobilized lipase-catalyzed esterification for
synthesis of trimethylolpropane triester as a bio-lubricant.
Renewable energy, 130, 489-494.

8
University of Milano – Bicocca
Department of Biotechnology and Biosciences

