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Abstract 

Renewable raw materials in sustainable biorefinery processes pose new challenges to the manufacturing routes of 
platform chemicals. Beside the investigations of individual unit operations, the research on process chains, leading 
from plant biomass to the final products like lactic acid, succinic acid, and itaconic acid is increasing. This article pre-
sents a complete process chain from wooden biomass to the platform chemical itaconic acid. The process starts with 
the mechanical pretreatment of beech wood, which subsequently is subjected to chemo-catalytic biomass fractiona-
tion (OrganoCat) into three phases, which comprise cellulose pulp, aqueous hydrolyzed hemicellulose, and organic 
lignin solutions. Lignin is transferred to further chemical valorization. The aqueous phase containing oxalic acid as well 
as hemi-cellulosic sugars is treated by nanofiltration to recycle the acid catalyst back to the chemo-catalytic pretreat-
ment and to concentrate the sugar hydrolysate. In a parallel step, the cellulose pulp is enzymatically hydrolyzed to 
yield glucose, which—together with the pentose-rich stream—can be used as a carbon source in the fermentation. 
The fermentation of the sugar fraction into itaconic acid can either be performed with the established fungi Aspergil-
lus terreus or with Ustilago maydis. Both fermentation concepts were realized and evaluated. For purification, (in situ) 
filtration, (in situ) extraction, and crystallization were investigated. The presented comprehensive examination and 
discussion of the itaconate synthesis process—as a case study—demonstrates the impact of realistic process condi-
tions on product yield, choice of whole cell catalyst, chemocatalysts and organic solvent system, operation mode, 
and, finally, the selection of a downstream concept.
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Background
The global change to renewable feedstocks drives the 
development of new processes for a wide range of func-
tional platform chemicals and fuels [1–4]. An indus-
trial production via biotechnological processes has to 
be adapted to new challenges such as recalcitrant raw 
materials, oxygenized molecules, and chemically highly 
demanding starting materials, such as lignocellulose [5]. 
Within the large spectrum of possible products, organic 
acids are particularly interesting as building blocks. 
Several studies have defined criteria for a competitive 

biotechnological process: Low price for bio-catalysts, 
flexible utilization of different (low price) feedstocks 
(straw, grass, wood, etc.), and low environmental impact 
[6–11]. The fact that optimized bioprocesses can already 
economically compete with their petrol-based counter-
parts is demonstrated by the strong market positions of 
citric and lactic acid, organic acids that are produced by 
fermentation in megaton scale [12]. For new processes, 
space–time yield and product titer have often to be dras-
tically improved, especially for the bulk production of 
biofuels.

Beside the investigation of individual unit operations, 
there have been several research projects on process 
chains leading from plant biomass to the final products 
like lactic acid, succinic acid, and itaconic acid [13–16]. 
The development and optimization of (bio-)catalysts 
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based on pure or idealized model substrates are abso-
lutely necessary, but in case of biorefinery processes, it 
is doubtful whether the results can be transferred to an 
integrated process, where substrates contain impurities, 
or are only available in a diluted form.

Itaconic acid is considered as one of the most promis-
ing building blocks for the synthesis of a variety of prod-
uct classes [2, 17]. It can be converted to the potential 
second-generation biofuel 3-methyltetrahydrofuran 
(3-MTHF), which has superior combustion and emission 
properties compared to gasoline [18]. Itaconic acid is 
currently produced at industrial scale by the filamentous 
fungus Aspergillus terreus from renewable substrates like 
molasses [19, 20]. However, A. terreus is sensitive to sub-
strate impurities, which is reflected by the strong effect of 
several medium components on itaconic acid formation 
[20–25].

This study aims at analyzing the potential and pitfalls 
of the complete process chain for the conversion of plant 
biomass (beech wood) into the platform chemical ita-
conic acid, thereby identifying areas of future research 
needs.

Conceptual overview of the itaconic acid process
A first general process scheme for production of ita-
conic acid from wooden biomass was already proposed 
by Kobayashi in 1978 [26]. After itaconic acid was men-
tioned as a very promising platform chemical [2], it 
became the focus of several larger research projects in 
the last decade. The “German Lignocellulose Feedstock 
Biorefinery Project”, investigated itaconic acid produc-
tion from wood hydrolysates [27]. The project “Develop-
ment of integrated production of polyitaconic acid from 
northeast hardwood biomass” investigated the utilization 
of hardwood, softwood, and corn gluten feed for the pro-
duction of polyitaconic acid [28]. In both projects, inhibi-
tory compounds negatively influenced the growth and 
itaconic acid production of A. terreus.

Since 2007, the German Cluster of Excellence “Tailor-
Made Fuels from Biomass (TMFB)” aims at establishing 
innovative and sustainable processes for the conversion 
of plant biomass into fuels, for novel low-temperature 
combustion engines with high efficiency and low pol-
lutant emission. In this project, itaconic acid is an inter-
mediate platform chemical and can be converted into 
several potential fuel candidates, such as 3-methyltet-
rahydrofuran [29, 30]. The process can be classified as a 
“Lignocellulose Feedstock Biorefinery” according to the 
definition of Kamm and Kamm [31] and the German 
VDI [32], since it uses biomasses with low water content 
as raw materials, e.g., wood, straw, corn stover as well as 
cellulose-containing biomass and waste.

The process chain from biomass to itaconic acid is 
shown, as block flow diagram in Fig. 1. The process starts 
with the mechanical pretreatment of beech wood [33, 
34], which subsequently is subjected to chemo-catalytic 
biomass fractionation (OrganoCat) into three phases, 
which comprise cellulose pulp, aqueous hemicellulose, 
and organic lignin solutions [35–37]. Lignin is transferred 
to further chemical valorization [38–51]. The aqueous 
phase containing oxalic acid as well as hemi-cellulosic 
sugars (mainly pentoses) is treated by nanofiltration to 
recycle the catalyst back to the chemo-catalytic fraction-
ation process and to concentrate the sugar hydrolysate. In 
a parallel step, the cellulose pulp is enzymatically hydro-
lyzed to yield glucose [52–55], which—together with the 
pentose-rich stream—can be used as a carbon source in 
the fermentation [52–54]. The fermentation for the con-
version of the sugar fraction into itaconic acid can either 
be performed with the established A. terreus or with Usti-
lago maydis, a fungus growing with a yeast-like morphol-
ogy [25, 56]. Both fermentation concepts were realized 
and evaluated. Depending on the fermentation, different 
downstream strategies can be applied to concentrate and 
purify itaconic acid. In this study, (in situ) filtration, (in 
situ) extraction, and crystallization were investigated and 

Fig. 1 Block flow diagram from biomass to itaconic acid
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the influence of the preceding on the subsequent purifi-
cation process was evaluated.

OrganoCat pretreatment and enzymatic hydrolysis
To fractionate the mechanically pretreated raw material 
(dried 10 mm beech wood particles) into cellulose pulp, 
hydrolyzed hemicellulose sugars, and lignin, the so-called 
“OrganoCat technology” was used, which was developed 
by the Leitner group [35, 36]. This concept was developed 
from the well-established dilute-acid pretreatment called 
Organosolv process [57, 58], where an aqueous diluted 
acid (e.g., sulfuric acid) is used to hydrolyze part of the 
sugar polymers, while an organic solvent (e.g., ethanol, 
acetone) dissolves lignin. After the reaction, solid cellu-
lose pulp is obtained and lignin is precipitated from the 
organic solvent syrup by dilution with water. OrganoCat 
uses a liquid/liquid two-phase reaction system in combi-
nation with a mild organic acid to affect the separation 
of the three main components of lignocellulose in a sin-
gle processing step. In the original protocol, oxalic acid is 
used to hydrolyze selectively the non-cellulosic sugars—
mainly xylose in case of beech wood—to be dissolved in 
the aqueous phase. The biogenic organic solvent 2-meth-
yltetrahydrofuran (2-MTHF) is used as the second liq-
uid phase, which extracts most of the liberated lignin 
from the reactive aqueous phase. The cellulose enriched 
fraction remains suspended as a solid pulp. The process 
itself was described in detail by vom Stein et al. [36] and 
Grande et  al. [35]. Although already the non-optimized 
OrganoCat process was described as a competitive 
approach to other Organosolv-like processes [59], the 

biggest economic and ecological improvement can be 
achieved by an increased substrate to catalyst and sol-
vent ratio via recycling of the liquid phases [35]. Figure 2a 
shows the results of the solvent recycling and the conse-
quently increasing concentrations of sugars in the aque-
ous phase and of lignin in the organic phase. The cellulose 
pulp was removed after each cycle for further processing 
in the enzymatic hydrolysis step (Fig. 2b). In every cycle, 
100  g  L−1 of mechanically pretreated beech wood was 
processed. After recycling the liquid phases four times, 
lignin accumulates up to approx. 20 g L−1 in the organic 
phase. The organic phase containing the lignin can be 
further processed in a liquid/liquid extraction to trans-
fer the lignin into an aqueous sodium hydroxide solution 
[42]. In the aqueous phase, the final concentrations of 
xylose and glucose were 65  g  L−1 and 11  g  L−1, respec-
tively. This recycling significantly increases the economic 
balance of the OrganoCat process and is described in 
detail by Grande et al. [35].

Since the pretreatment significantly affects saccharifi-
cation [37], enzymatic hydrolysis of the solid, cellulose-
rich beech wood pulp was investigated (Fig.  2b). The 
hydrolysis of 20  g  L−1 cellulose-rich beech wood pulp 
originating from OrganoCat pretreatment was com-
pared to the hydrolysis of 20 g L−1 pure α-cellulose using 
a commercial cellulose cocktail,  Celluclast®. After 144 h, 
60% and 74% conversion into glucose was determined for 
cellulose-rich beech wood pulp and α-cellulose, respec-
tively. The lower glucose conversion for the beech wood 
pulp can be explained by a different accessibility of the 
cellulose fibers for cellulases, caused by residual cellulose 

Fig. 2 a Repeated-batch mode of the OrganoCat process by reusing the aqueous oxalic acid solution and the organic 2-MTHF solution [35]. 
Concentrations of xylose and glucose in the aqueous and lignin in the organic phase after chemo-catalytic pretreatment of beech wood with 
the OrganoCat process. Water and 2-MTHF were recycled four times. The cellulose pulp (51% (w/v)) was removed after each cycle for subsequent 
enzymatic hydrolysis. b Comparison of glucose concentration of hydrolysed 20 g L−1 α-cellulose and 20 g L−1 OrganoCat cellulose-rich beech 
wood pulp using  Celluclast® 500 μL g−1 substrate (enzyme loading of 32.5 FPU g−1) at 45 °C, 0.1 M sodium acetate buffer and a pH value of 4.8. 
Further details and information were published by Engel et al. [88] and Wang et al. [55]. The arrows refer to the relevant y-axis
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crystallinity and lignin content. However, adaption of the 
enzyme mixture of cellobiohydrolases, endoglucanases, 
and beta-glucosidase in the  Celluclast® enzyme cocktail 
to the specific cellulose structure of beech wood would 
further improve performance [55, 60–63].

Lignin valorization
The utilization of lignin is essential for any biorefinery 
concept based on lignocellulose. A critical parameter 
for lignin processing is its high heterogeneity. There-
fore, Stiefel et  al. described a method based on statis-
tical design of experiments to quantify the effect of 
temperature, alkalinity, catalyst, lignin concentration and 
current density on the molecular weight, monomer pro-
duction, UV absorbance as well as acid solubility of the 
treated lignin [43]. For further lignin processing, differ-
ent strategies were investigated on the engineering and 
on the bio-chemical level. A promising option is the 
usage of electrochemical membrane reactors to degrade 
lignin into low-molecular-weight compounds [38–41]. 
Alternative ways include chemical procedures like the 
ruthenium-catalyzed C–C bond cleavage [47], alcohol 
oxidation and subsequent cleavage into aromatics [44], 
copper- and vanadium-catalyzed oxidative cleavage [45], 
base-catalyzed depolymerisation [49] as well as mecha-
nochemical degradation [46].

Separation and recycling of oxalic acid
As shown in Fig.  1, the mixture of oxalic acid, glucose, 
and xylose needs to be separated for further process-
ing of the sugars and for recycling of oxalic acid. Mem-
brane processes are a suitable approach for different 
separation tasks in biorefineries [64]. For the separation 
of oxalic acid from sugars, specifically, nanofiltration 
can be a valuable technology. In general, nanofiltration 
membranes separate by size and by charge. For the spe-
cific compound mixture of this study, glucose and xylose 
are retained, whereas oxalic acid permeates. The influ-
ence of varying sugar and oxalic acid concentrations was 
investigated, as both will vary, depending on the process 
conditions. The sugar concentration was investigated 
in a range of 6.1–61.3 g L−1 xylose with constant oxalic 
acid concentration of 11 g L−1. The initial total sugar con-
centration correlates negatively with the permeate flux 
(Fig. 3a). When the osmotic pressure by high sugar con-
centrations equaled the applied pressure, permeate flux 
drops to zero. Due to the higher osmolality, this point 
was reached at lower permeate yields with increasing ini-
tial total sugar concentration. As depicted in Fig. 3b, the 
applied Desal DL membrane retained glucose and xylose 
very well, while approximately, 20% oxalic acid was 
retained. A variation of oxalic acid concentrations in the 
range of 0.06–0.27 M, which covers the proposed oxalic 

acid concentration of 0.1 M [36], did not lead to signifi-
cant changes of flux or retention (data not shown). As 
oxalic acid predominantly permeated through the mem-
brane, there was a minor influence of oxalic acid on the 
osmotic pressure: between the minimum and maximum 
oxalic acid concentration the flux declined by less than 
10%. In the covered concentration range, the pH of the 
solution varies between 1.25 and 2, where oxalic acid is 
either not charged or partially dissociated. No significant 
influence of electrostatic interaction was observed in the 
covered pH range (data not shown).

The results demonstrate that the proposed separation 
process is technically feasible. Recoveries for oxalic acid 
of 80% can be reached, depending on the initial sugar 
concentration. To process high monosaccharide con-
centrations, nanofiltration could be used in diafiltration 
mode. As a drawback, the oxalic acid concentration in 
the permeate will decrease. Meanwhile, it was also real-
ized that part of the oxalic acid catalyst is decomposed 
upon extended operation times. Therefore, currently, 

Fig. 3 Nanofiltration for separation and recovery of oxalic acid from 
a sugar containing aqueous phase from the OrganoCat process (see 
also Fig. 1 and [36]). a Permeate flux in dependency of the permeate 
yield for different total concentrations. b Retention of glucose, xylose, 
and oxalic acid for different sugar concentrations. Conditions: Desal 
DL nanofiltration membrane in a stirred 1.4 lL dead-end filtration cell, 
0.015 m2 membrane area, 40 bar, 300 rpm
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experiments are conducted to find an acid which can eas-
ily be recycled and which is not decomposed under the 
fractionation conditions.

Itaconic acid production with A. terreus and U. maydis
Industrial production of itaconic acid is commonly 
achieved with the filamentous fungus A. terreus, which 
exhibits high product yields and concentrations under 
optimal conditions [20]. Product formation in A. ter-
reus is highly dependent on diverse factors including pH, 
oxygen supply, power input, phosphate concentration, 
and the presence of metal ions. In turn, product forma-
tion is poorly reproducible, if these factors are not pre-
cisely controlled [20, 25, 65]. Therefore, a second fungal 
producer, U. maydis, has been investigated by the TMFB 
consortium. Its wild type is a less efficient producer of 
itaconic acid than A. terreus, but its unicellular, non-fila-
mentous morphology provides advantages for large-scale 
fermentation. Importantly, U. maydis is more tolerant to 
medium impurities. This is of lesser importance when 

working with pure glucose as feedstock, but crucial when 
using chemo-catalytically pretreated and hydrolyzed 
biomass. Besides itaconic acid, wild-type U. maydis pro-
duces several potentially interesting products like malic 
acid, succinic acid, and 2-hydroxyparaconic acid [56, 
66–68]. The characterization of the metabolic pathway 
for itaconic acid [56] enabled rational metabolic engi-
neering, resulting in the genetically modified U. may-
dis Δcyp3Petefria1 in which itaconic acid production is 
increased, while by-product formation is reduced [69].

Results for both organisms are presented in Fig.  4. 
The benchmark for the biotechnological production 
of itaconic acid is the batch cultivation with A. terreus. 
However, A. terreus volumetric productivities are rather 
low. Figure 4a represents a standard batch fermentation 
of A. terreus with a maximum itaconic acid concentra-
tion of 69 g L−1 and an initial substrate concentration of 
193 g L−1 of pure glucose. The maximum volumetric pro-
ductivity is 0.6 g L−1 h−1 after 100 h and an itaconic acid 
yield of 0.35  gIA g−1

initial glucose was obtained. Significantly 

Fig. 4 Comparison of itaconic acid formation by A. terreus (a, b) and U. maydis (c, d). a Batch fermentation of A. terreus with initial glucose 
concentration of 193 g L−1. b Batch fermentation of A. terreus with in situ itaconic acid extraction and initial glucose concentrations of 215 g L−1 
and 268 g L−1. Further details were published by Kreyenschulte et al. [82]. c Batch fermentation of U. maydis with additional glucose pulse at 48 h. 
Further details were published by Geiser et al. [69]. d Substrate utilization and itaconic acid formation of U. maydis based on mixtures of glucose/
xylose and pure xylose. Further details were published by Klement et al. [77]. The arrows refer to the relevant y-axis
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higher values for the final itaconic acid concentrations 
(up to 160 g L−1), the itaconic acid yield (0.58  gIA g−1

consumed 

glucose), and volumetric productivities up to 1.15 g L−1 h−1 
have been published for different process conditions by 
several authors [24, 70]. Depending on the initial glucose 
concentration and the process mode, residual glucose 
between 20 g L−1 (as visible in Fig. 4a) up to 60 g L−1 [23, 
24, 70] is left at the end of the fermentation. A detailed 
technoeconomic analysis would be necessary to deter-
mine the impact of the residual glucose concentration on 
the overall process and the necessity of a glucose recov-
ery. It has to be mentioned that growth of A. terreus on 
the pretreated material was severely inhibited (data not 
shown). This is in agreement with reports on its high sen-
sitivity towards impure substrates [20, 22, 71]. In addition 
to substrate impurities such as metal ions or lignin resi-
dues, the high concentrations of oxalic acid transferred 
from the OrganoCat process could, furthermore, have a 
negative impact on A. terreus in dependency of the pH 
value. A negative influence of residual 2-MTHF can pre-
sumably be excluded, since A. terreus was shown to tol-
erate medium saturated with this solvent [72]. Another 
important criterion for bio-based processes is met by A. 
terreus as it has the capability of converting C5 sugars 
[73, 74].

In Fig.  4c, a genetically modified U. maydis strain is 
shown. The maximum itaconic acid concentration is 
approx. 55 g L−1 after 163 h and a maximum volumetric 
productivity of 0.4 g L−1 h−1 after 90 h is achieved. The 
product yield is 0.48  gIA  ginitial −1

glucose. U. maydis is known 
for converting hemicellulose into fungal biomass and 
itaconic acid, as shown in Fig. 4d. As represented by the 
oxygen transfer rate (OTR) and itaconic acid concentra-
tion, U. maydis is not only capable of growing and pro-
ducing itaconic acid on pure glucose/xylose mixtures, 
but also on pure xylose. It can also degrade xylan and can 
be engineered to secrete xylanases and cellulases, mak-
ing it potentially applicable in a consolidated bioprocess 
[75, 76]. In general, organisms which are capable to con-
vert C5 and C6 sugars are preferable for biorefinery pro-
cesses. To investigate the robustness of U. maydis and 
its capability to convert also hemi-cellulosic sugars from 
pretreated beech wood, investigations were performed 
by Klement et al. [77]. It could clearly be shown that U. 
maydis tolerates oxalic acid concentrations up to 0.1 M, 
which is the applied concentration in the OrganoCat pro-
cess, presented above (Fig.  2a). The oxalic acid concen-
tration transferred into the fermentation step depends 
on the operation conditions of the nanofiltration, as pre-
sented in Fig.  4. Further experiments investigating the 
robustness of U. maydis are presented in Klement et al. 
[77].

To increase the volumetric productivity, a continuous 
process mode is an option. However, product concentra-
tions are often lower in continuous processes compared 
to repeated-batch and fed-batch processes. In addition, 
the biocatalyst is also continuously washed out. For this 
reason, Carstensen et al. [78] used an in situ membrane 
module in a continuously operated stirred tank reac-
tor to increase the volumetric activity and to generate 
a cell free, itaconic acid containing permeate stream. A 
volumetric productivity of 0.8 g L−1 h−1 was obtained in 
that work, even though only an unoptimized wild-type 
strain U. maydis MB215 was used in these experiments. 
Subsequently, an advanced reversed flow diafiltra-
tion technique was developed [79, 80]. A combination 
of genetically enhanced strains of U. maydis and the 
membrane bioreactor promises even higher volumetric 
productivities.

Extraction and back extraction of itaconic acid
The comparison of different downstream opportunities 
(crystallization, reactive extraction, precipitation, elec-
trodialysis, diafiltration, and adsorption) for itaconic 
acid was published by Magalhães et al. [81] and reflects 
also the experience of this study that reactive extraction 
is superior in respect to energy demand and scalability. 
Therefore, an in  situ removal by reactive extraction has 
been realized. In Fig.  4b, results of experiments with 
isopropyl myristate as organic carrier solvent and trioc-
tylamine as reactant for an in situ itaconic acid reactive 
extraction are depicted. For both initial concentrations, 
215 g L−1 as well as 268 g L−1 glucose is completely con-
verted into itaconic acid. These results reflect the bio-
compatibility of the solvent fraction to A. terreus, which 
is also important if process water is recycled. Remarka-
bly, no glucose remains in the medium at all, even though 
higher initial glucose concentrations were added than in 
the experiment, as shown in Fig. 4a. The maximum ita-
conic acid concentrations are 87 g L−1 and 105 g L−1 with 
a yield for both experimental conditions of approx. 0.41 
 gIA g−1

initial glucose. Therefore, in  situ extraction of itaconic 
acid is a powerful tool to increase the efficiency of the 
process [82, 83]. Further details are described in Kreyen-
schulte et al. [82].

Alternatively, extraction of itaconic acid can also be 
performed in an external process unit. As depicted in 
Fig.  5, 3  g  L−1 itaconic acid is the minimal concentra-
tion for extraction from the aqueous to the organic phase 
without additional acidification. Since only protonated 
acid can be extracted by trioctylamine, the lower bound-
ary is based on the pH-dependent protonation–dis-
sociation equilibrium around the  pKa1 value of 3.55. In 
dependency of the volumetric ratio between the reactant 
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trioctylamine and organic phase isopropyl myristate, the 
maximum itaconic acid amount increases in the organic 
phase with the added amount of trioctylamine. Based 
on the presented data, a loading factor Z, defined as the 
molar ratio between itaconic acid and the reactive com-
ponent trioctylamine, can be calculated. As shown in 
Fig.  5a, the loading factor Z for this extraction system 
is in a small range between 1.37 and 1.53  molIA mol−1

TOA 
[84, 85]. Consequently, the loading factor Z hardly 
depends on the ratio between trioctylamine and isopro-
pyl myristate. With respect to fermentations presented 
for A. terreus (Fig. 5a) and U. maydis (Fig. 5c) containing 
60 g L−1 itaconic acid, an enrichment of factor 5 (up to 
300 g L−1) is, therefore, feasible within the organic phase.

For the back extraction of itaconic acid into the aque-
ous phase (Fig. 1), a pH shift by the addition of alkaline 
solution of, e.g., NaOH, can be realized. With pH val-
ues in the aqueous phase higher than 5.55  (pKa2), back 
extraction with an efficiency of 100% is feasible (Fig. 5b, 
c). The consequence is the formation of a salt. By add-
ing approx. 35  mL NaOH per liter isopropyl myristate 
containing 300 g L−1 pure itaconic acid, the product can 
be completely back extracted into the water phase. The 
efficiency of this back extraction can be described by the 
molar ratio of 0.69  molIA mol−1

NaOH.

Crystallization of itaconic acid
To gain pure, solid itaconic acid, the aqueous solution 
obtained by back extraction can be fed into a pH-shift 
crystallization unit (Fig.  1). Results of the experiment 
are shown in Fig. 6. The itaconic acid solubility in the 
aqueous solution increases drastically around the  pKa1 

value (3.84), as previously shown for succinic acid [86]. 
As fermentations especially with U. maydis need pH 
control, the addition of base is necessary. Therefore, 
salt or buffer concentration in the liquids transferred 
to the following unit operations after the final separa-
tion (reactive extraction) can be calculated based on 
the weight and flow measurement through the base 
pump. The tested buffer solution consisting of citric 
acid and sodium chloride shows a decrease of the steep 
increase of itaconic acid crystallization to only four-
fold around the  pKa1 (T = 20  °C) and decreases even 

Fig. 5 a Reactive extraction of itaconic acid with different mixtures of isopropyl myristate (IPM) and trioctylamine (TOA). Conditions: contact time 
per measurement 2 h, T = 25 °C. b–d Back extraction of itaconic acid based on b pH-shift by adding NaOH, c its efficiency, and d final concentration. 
Further details and information were published by Kreyenschulte et al. [82]

Fig. 6 Operation of pH-shift crystallization. Solubility of itaconic acid 
(IA) as a function of pH value as well as in presence of citric acid (CA) 
buffer as a function of pH value and temperature, determined by 
excess method and HPLC analysis. The vertical line marks the lower 
 pKa1 value of itaconic acid at pH 3.84. The pH was readjusted after 2 h 
by the addition of (45 wt%) sodium hydroxide solution
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further with higher temperatures (T = 50 °C). pH-shift 
crystallization  should be operated at low tempera-
tures [21], which reduces the solubility of itaconic acid 
below a pH of 3.84 drastically.

Economic background
The published industrial benchmark for itaconic acid 
production is a batch process based on molasses. By 
beginning of 2018, the average price for molasses in 
Europa was approx. 128 €  t−1 (http://www.propl anta.
de). Due to changes in sugar market regulation by the 
European government, the price of sugar dropped to 
approx. 110 €  t−1 in August 2018 (New York Mercantile 
Exchange). Taking into account that molasses contains 
only 43–45% of convertible sugars, the often-mentioned 
industrial process loses its relevance as benchmark 
under the current situation on the sugar market—at 
least in Europa. Nieder-Heitmann et  al. published dif-
ferent economic scenarios for itaconic acid producing 
biorefinery concepts [87]. Among others, the authors 
have compared itaconic acid production based on glu-
cose with production based on lignocellulose, which 
should theoretically be more price competitive. In case 
of a lignocellulosic feedstock, most economically rel-
evant parameters of the process are the itaconic acid 
yields based on glucose as well as on xylose, followed by 
the volumetric productivity and the initial glucose con-
centration (which reflects the efficiency of pretreatment 
and enzymatic hydrolysis). With respect to the itaconic 
acid yield on glucose, both compared organisms U. 
maydis and A. terreus are in the same range of approx. 
0.5  gIA  ginitial −1

glucose (theoretical yield 0.72  gIA g−1
glucose, 

[19]) depending on experimental conditions and cited 
publications. A. terreus as well as U. maydis can (co-)
metabolize xylose into biomass and itaconic acid in low 
yields and rates. The published volumetric productivity 
of A. terreus is higher, but U. maydis seems to have a 
lot of potential for further improvement on the genetic 
level as well as on the process engineering level, due to 
its higher growth rate, its resistance towards impuri-
ties, and its single-cell morphology. Since the impact of 
the initial glucose concentration is significantly lower in 
comparison to the itaconic acid yields [87], it might be 
tolerable if some glucose remains in the fermentation 
broth as long as high product yields can be achieved 
and the downstream processing is not severely affected. 
However, to quantify the impact of all process relevant 
and economic parameters in detail, a technoeconomic 
analysis would be essential.

Conclusion
A comprehensive examination of the itaconic acid pro-
cess and the interfaces between the unit operations 
demonstrates the impact of realistic process conditions 
on the feasibility, product yields, choice of microorgan-
isms, and operation mode. The decision for a suitable 
chemo-catalytic fractionation method is probably the 
most essential choice to make. As shown by the results 
of the cellulose hydrolysis as well as fermentation with 
U. maydis or A. terreus, all the following steps will be 
influenced by the digestibility of the pretreated biomass 
by the cellulolytic enzymes and inhibitors originating 
from the pretreated biomass. For the microbial conver-
sion of pretreated biomass, evaluation parameters like 
robustness against impurities and inhibitors and flex-
ibility of feedstock are at least as important as classi-
cal parameters like yield and volumetric productivity. 
In this context, the genetically enhanced U. maydis is 
ultimately superior to A. terreus. In case of itaconic 
acid and the achieved concentrations after fermenta-
tion, reactive extraction by trioctylamine and isopro-
pyl myristate is a suitable way to significantly increase 
the itaconic acid concentration before crystalliza-
tion. Experiments with in  situ extraction demonstrate 
the biocompatibility of trioctylamine and isopropyl 
myristate. Therefore, a recycling of the aqueous phase 
containing dissolved extractant would be harmless for 
the microbial system. The presented results towards an 
integrated itaconic acid process clearly demonstrates 
that the shift to lignocellulosic substrates challenges 
existing processes and shows the importance of includ-
ing the interfaces between unit operations into the 
research efforts.

Authors’ contributions
LR, TK, PG, DK, BH, TM, AE, RS, YW, NW, LB, AS, WL, CB, MW, AJ, MR, and JB 
designed the research. LR, TK, PG, DK, EA, BH, TM, AE, YW, and NW performed 
experiments and analyzed the data. LR and JB wrote the paper. All authors 
read and approved the final manuscript.

Author details
1 AVT—Bio-chemical Engineering, RWTH Aachen University, Forckenbeck-
str. 51, 52074 Aachen, Germany. 2 AVT—Chemical Process Engineering, 
RWTH Aachen University, Forckenbeckstr. 51, 52074 Aachen, Germany. 
3 AVT—Fluid Process Engineering, RWTH Aachen University, Forckenbeckstr. 
51, 52074 Aachen, Germany. 4 AVT—Enzyme Process Technology, RWTH 
Aachen University, Forckenbeckstr. 51, 52074 Aachen, Germany. 5 Institute 
of Technical and Macromolecular Chemistry, RWTH Aachen University, Wor-
ringerweg 2, 52064 Aachen, Germany. 6 Max Planck Institute for Chemical 
Energy Conversion, Stiftstraße 34-36, 45470 Mülheim an der Ruhr, Germany. 
7 iAMB-Institute of Applied Microbiology, RWTH Aachen University, Wor-
ringerweg 1, 52064 Aachen, Germany. 8 Leibniz Institute for Natural Product 
Research and Infection Biology - Hans Knöll Institute, Adolf-Reichwein-Str. 
23, 07745 Jena, Germany. 9 Center of Molecular Transformations, RWTH 
Aachen University, Worringerweg 1, 52074 Aachen, Germany. 10 Institut für 
Bioverfahrenstechnik, Technische Universität Braunschweig, Rebenring 56, 
38106 Brunswick, Germany. 11 Institut für Organische Chemie, RWTH Aachen 
University, Landoltweg 1, 52074 Aachen, Germany. 12 Institut für Bio- und 
Geowissenschaften, Pflanzenwissenschaften (IBG-2), Forschungszentrum 
Jülich, Wilhelm-Johnen-Straße, 52425 Jülich, Germany. 

http://www.proplanta.de
http://www.proplanta.de


Page 9 of 11Regestein et al. Biotechnol Biofuels  (2018) 11:279 

Acknowledgements
We thank the Deutsche Forschungsgemeinschaft (DFG) for financial support.

Competing interests
The authors declare that they have no competing interests.

Availability of data and materials
The data sets used and/or analyzed during the current study are available 
from the corresponding author on reasonable request.

Consent for publication
Not applicable.

Ethics approval and consent to participate
Not applicable.

Funding
This work was performed as part of the DFG Cluster of Excellence “Tailor-Made 
Fuels from Biomass” EXC 236, which is funded by the Excellence Initiative by 
the German federal and state governments to promote science and research 
at German universities.

Publisher’s Note
Springer Nature remains neutral with regard to jurisdictional claims in pub-
lished maps and institutional affiliations.

Received: 12 May 2018   Accepted: 26 September 2018

References
 1. Lynd LR, Laser MS, Bransby D, Dale BE, Davison B, Hamilton R, Himmel 

M, Keller M, McMillan JD, Sheehan J, et al. How biotech can transform 
biofuels. Nat Biotechnol. 2008;26:169.

 2. Werpy T, Petersen G. Top value added chemicals from biomass: volume 
I—results of screening for potential candidates from sugars and synthesis 
gas. Washington DC: US Department of Energy (US); 2004.

 3. Foley PM, Beach ES, Zimmerman JB. Algae as a source of renew-
able chemicals: opportunities and challenges. Green Chem. 
2011;13(6):1399–405.

 4. Anastas PT, Zimmerman JB. Peer reviewed: design through the 12 princi-
ples of green engineering. Environ Sci Technol. 2003;37(5):94A–101A.

 5. Ragauskas AJ, Williams CK, Davison BH, Britovsek G, Cairney J, Eckert CA, 
Frederick WJ Jr, Hallett JP, Leak DJ, Liotta CL, et al. The path forward for 
biofuels and biomaterials. Science. 2006;311:484–9.

 6. Erickson B, Nelson JE, Winters P. Perspective on opportunities in industrial 
biotechnology in renewable chemicals. Biotechnol J. 2012;7(2):176–85.

 7. Gerngross TU. Can biotechnology move us toward a sustainable society? 
Nat Biotechnol. 1999;17:541.

 8. Hermann BG, Patel M. Today’s and tomorrow’s bio-based bulk 
chemicals from white biotechnology. Appl Biochem Biotechnol. 
2007;136(3):361–88.

 9. Hamelinck CN, Hooijdonk GV, Faaij APC. Ethanol from lignocellulosic bio-
mass: techno-economic performance in short-, middle- and long-term. 
Biomass Bioenergy. 2005;28(4):384–410.

 10. Wooley R, Ruth M, Glassner D, Sheehan J. Process design and costing of 
bioethanol technology: a tool for determining the status and direction of 
research and development. Biotechnol Prog. 1999;15(5):794–803.

 11. Straathof AJJ. Transformation of biomass into commodity chemicals 
using enzymes or cells. Chem Rev. 2014;114(3):1871–908.

 12. Hermann B, Patel M. Today’s and tomorrow’s bio-based bulk 
chemicals from white biotechnology. Appl Biochem Biotechnol. 
2007;136(3):361–88.

 13. Mussatto SI, Fernandes M, Dragone G, Mancilha IM, Roberto IC. Brewer’s 
spent grain as raw material for lactic acid production by Lactobacillus 
delbrueckii. Biotechnol Lett. 2007;29(12):1973–6.

 14. van der Pol EC, Eggink G, Weusthuis RA. Production of l(+)-lactic acid 
from acid pretreated sugarcane bagasse using Bacillus coagulans 

DSM2314 in a simultaneous saccharification and fermentation strategy. 
Biotechnol Biofuels. 2016;9(1):248.

 15. Wu X, Liu Q, Deng Y, Li J, Chen X, Gu Y, Lv X, Zheng Z, Jiang S, Li X. 
Production of itaconic acid by biotransformation of wheat bran hydro-
lysate with Aspergillus terreus CICC40205 mutant. Bioresour Technol. 
2017;241:25–34.

 16. Y-l Xi, W-Y Dai, Xu R, Zhang J-H, Chen K-Q, Jiang M, Wei P, Ouyang P-K. 
Ultrasonic pretreatment and acid hydrolysis of sugarcane bagasse for 
succinic acid production using Actinobacillus succinogenes. Bioprocess 
Biosyst Eng. 2013;36(11):1779–85.

 17. Becker J, Lange A, Fabarius J, Wittmann C. Top value platform chemi-
cals: bio-based production of organic acids. Curr Opin Biotechnol. 
2015;36:168–75.

 18. Geilen FMA, Engendahl B, Harwardt A, Marquardt W, Klankermayer J, 
Leitner W. Selective and flexible transformation of biomass-derived 
platform chemicals by a multifunctional catalytic system. Angew Chem 
Int Ed. 2010;122:5642–6.

 19. Klement T, Büchs J. Itaconic acid—a biotechnological process in 
change. Bioresour Technol. 2013;135:422–31.

 20. Willke T, Vorlop K-D. Biotechnological production of itaconic acid. Appl 
Microbiol Biotechnol. 2001;56(3):289–95.

 21. Okabe M, Lies D, Kanamasa S, Park EY. Biotechnological production of 
itaconic acid and its biosynthesis in Aspergillus terreus. Appl Microbiol 
Biotechnol. 2009;84:597–606.

 22. Karaffa L, Díaz R, Papp B, Fekete E, Sándor E, Kubicek CP. A deficiency 
of manganese ions in the presence of high sugar concentrations is the 
critical parameter for achieving high yields of itaconic acid by Aspergil-
lus terreus. Appl Microbiol Biotechnol. 2015;99(19):7937–44.

 23. Hevekerl A, Kuenz A, Vorlop K-D. Filamentous fungi in microtiter 
plates—an easy way to optimize itaconic acid production with Asper-
gillus terreus. Appl Microbiol Biotechnol. 2014;98(16):6983–9.

 24. Hevekerl A, Kuenz A, Vorlop K-D. Influence of the pH on the itaconic 
acid production with Aspergillus terreus. Appl Microbiol Biotechnol. 
2014;98(24):10005–12.

 25. Kuenz A, Gallenmüller Y, Willke T, Vorlop K-D. Microbial production of 
itaconic acid: developing a stable platform for high product concentra-
tions. Appl Microbiol Biotechnol. 2012;96(5):1209–16.

 26. Kobayashi T. Production of itaconic acid from wood waste. Process 
Biochem. 1978;13(5):15–22.

 27. Sieker T, Duwe A, Poth S, Tippkötter N, Ulber R. Itaconsäureherstellung 
aus Buchenholz-Hydrolysaten. Chem Ing Tec. 2012;84(8):1300.

 28. Itaconix. Development of integrated production of polyitaconic acid 
from northeast hardwood biomass. Grant from National Institute of 
Food and Agriculture (NIFA) 2009–2012.

 29. Holzhauser FJ, Artz J, Palkovits S, Kreyenschulte D, Buchs J, Palko-
vits R. Electrocatalytic upgrading of itaconic acid to methylsuccinic 
acid using fermentation broth as a substrate solution. Green Chem. 
2017;19(10):2390–7.

 30. Marquardt W, Harwardt A, Hechinger M, Kraemer K, Viell J, Voll A. The 
biorenewables opportunity-toward next generation process and 
product systems. AIChE J. 2010;56(9):2228–35.

 31. Kamm B, Kamm M. Principles of biorefineries. Appl Microbiol Biotech-
nol. 2004;64(2):137–45.

 32. Biotechnologie V-F. Classification and quality criteria of biorefineries. 
Duesseldorf: VDI-Gesellschaft Technologies of Life Sciences; 2016.

 33. Yan Q, Miazek K, Grande PM, de Domínguez María P, Leitner W, Modi-
gell M. Mechanical pretreatment in a screw press affecting chemical 
pulping of lignocellulosic biomass. Energy Fuels. 2014;28(11):6981–7.

 34. Yan Q, Wang Y, Rodiahwati W, Spiess A, Modigell M. Alkaline-assisted 
screw press pretreatment affecting enzymatic hydrolysis of wheat 
straw. Bioprocess Biosyst Eng. 2017;40(2):221–9.

 35. Grande PM, Viell J, Theyssen N, Marquardt W, de Dominguez Maria P, 
Leitner W. Fractionation of lignocellulosic biomass using the Organo-
Cat process. Green Chem. 2015;17(6):3533–9.

 36. vom Stein T, Grande PM, Kayser H, Sibilla F, Leitner W, de Dominguez 
Maria P. From biomass to feedstock: one-step fractionation of 
lignocellulose components by the selective organic acid-catalyzed 
depolymerization of hemicellulose in a biphasic system. Green Chem. 
2011;13(7):1772–7.



Page 10 of 11Regestein et al. Biotechnol Biofuels  (2018) 11:279 

 37. Chandra RP, Bura R, Mabee WE, Berlin A, Pan X, Saddler JN. Substrate 
pretreatment: the key to effective enzymatic hydrolysis of lignocellulos-
ics? In: Olsson L, editor. Biofuels. Berlin: Springer; 2007. p. 67–93.

 38. Stiefel S, Schmitz A, Peters J, Di Marino D, Wessling M. An integrated 
electrochemical process to convert lignin to value-added products under 
mild conditions. Green Chem. 2016;18(18):4999–5007.

 39. Di Marino D, Stockmann D, Kriescher S, Stiefel S, Wessling M. Electro-
chemical depolymerisation of lignin in a deep eutectic solvent. Green 
Chem. 2016;18(22):6021–8.

 40. Stiefel S, Lölsberg J, Kipshagen L, Möller-Gulland R, Wessling M. Con-
trolled depolymerization of lignin in an electrochemical membrane 
reactor. Electrochem Commun. 2015;61:49–52.

 41. Di Marino D, Aniko V, Stocco A, Kriescher S, Wessling M. Emulsion electro-
oxidation of kraft lignin. Green Chem. 2017;19(20):4778–84.

 42. Stiefel S, Di Marino D, Eggert A, Kuhnrich IR, Schmidt M, Grande PM, Leit-
ner W, Jupke A, Wessling M. Liquid/liquid extraction of biomass-derived 
lignin from lignocellulosic pretreatments. Green Chem. 2017;19(1):93–7.

 43. Stiefel S, Marks C, Schmidt T, Hanisch S, Spalding G, Wessling M. Over-
coming lignin heterogeneity: reliably characterizing the cleavage of 
technical lignin. Green Chem. 2016;18(2):531–40.

 44. Dabral S, Hernández JG, Kamer PCJ, Bolm C. Organocatalytic chemoselec-
tive primary alcohol oxidation and subsequent cleavage of lignin model 
compounds and lignin. Chemsuschem. 2017;10(13):2707–13.

 45. Mottweiler J, Puche M, Räuber C, Schmidt T, Concepción P, Corma A, 
Bolm C. Copper- and vanadium-catalyzed oxidative cleavage of lignin 
using dioxygen. Chemsuschem. 2015;8(12):2106–13.

 46. Kleine T, Buendia J, Bolm C. Mechanochemical degradation of lignin 
and wood by solvent-free grinding in a reactive medium. Green Chem. 
2013;15(1):160–6.

 47. vom Stein T, den Hartog T, Buendia J, Stoychev S, Mottweiler J, Bolm C, 
Klankermayer J, Leitner W. Ruthenium-catalyzed C-C bond cleavage in 
lignin model substrates. Angew Chemie Int Ed. 2015;54(20):5859–63.

 48. Weißbach U, Dabral S, Konnert L, Bolm C, Hernández JG. Selective enzy-
matic esterification of lignin model compounds in the ball mill. Beilstein J 
Org Chem. 2017;13:1788–95.

 49. Dabral S, Wotruba H, Hernández JG, Bolm C. Mechanochemical oxidation 
and cleavage of lignin β-O-4 model compounds and lignin. ACS Sustain 
Chem Eng. 2018;6:3242–54.

 50. Dabral S, Engel J, Mottweiler J, Spoehrle SSM, Lahive CW, Bolm C. Mecha-
nistic studies of base-catalysed lignin depolymerisation in dimethyl 
carbonate. Green Chem. 2018;20(1):170–82.

 51. Picart P, Müller C, Mottweiler J, Wiermans L, Bolm C, de Domíngue María P, 
Schallmey A. From gene towards selective biomass valorization: bacterial 
β-etherases with catalytic activity on lignin-like polymers. Chemsuschem. 
2014;7(11):3164–71.

 52. Jäger G, Girfoglio M, Dollo F, Rinaldi R, Bongard H, Commandeur U, 
Fischer R, Spiess AC, Büchs J. How recombinant swollenin from Kluyvero-
myces lactis affects cellulosic substrates and accelerates their hydrolysis. 
Biotechnol Biofuels. 2011;4(1):33.

 53. Jäger G, Wulfhorst H, Zeithammel EU, Elinidou E, Spiess AC, Büchs J. 
Screening of cellulases for biofuel production: online monitoring of the 
enzymatic hydrolysis of insoluble cellulose using high-throughput scat-
tered light detection. Biotechnol J. 2011;6(1):74–85.

 54. Jäger G, Büchs J. Biocatalytic conversion of lignocellulose to platform 
chemicals. Biotechnol J. 2012;7(9):1122–36.

 55. Wang Y, Anders N, Spieß AC. Cellulase adsorption during the hydrolysis 
of organosolv- and Organocat-pretreated beech wood. Energy Fuels. 
2017;31(9):9507–16.

 56. Geiser E, Przybilla SK, Friedrich A, Buckel W, Wierckx N, Blank LM, Bölker 
M. Ustilago maydis produces itaconic acid via the unusual intermediate 
trans-aconitate. Microb Biotechnol. 2016;9(1):116–26.

 57. N KT. Organosolv pulping and recovery process. In.: Google Patents; 1971.
 58. Zhang Z, Harrison MD, Rackemann DW, Doherty WOS, O’Hara IM. 

Organosolv pretreatment of plant biomass for enhanced enzymatic sac-
charification. Green Chem. 2016;18(2):360–81.

 59. Viell J, Harwardt A, Seiler J, Marquardt W. Is biomass fractionation by 
Organosolv-like processes economically viable? A conceptual design 
study. Bioresour Technol. 2013;150:89–97.

 60. Antonov E, Wirth S, Gerlach T, Schlembach I, Rosenbaum MA, Regestein 
L, Büchs J. Efficient evaluation of cellulose digestibility by Trichoderma 

reesei Rut-C30 cultures in online monitored shake flasks. Microb Cell Fact. 
2016;15:164.

 61. Doppelbauer R, Esterbauer H, Steiner W, Lafferty RM, Steinmüller H. The 
use of lignocellulosic wastes for production of cellulase by Trichoderma 
reesei. Appl Microbiol Biotechnol. 1987;26(5):485–94.

 62. Antonov E, Wirth S, Gerlach T, Schlembach I, Rosenbaum MA, Regestein 
L, Büchs J. Efficient evaluation of cellulose digestibility by Trichoderma 
reesei Rut-C30 cultures in online monitored shake flasks. Microb Cell Fact. 
2016;15(1):164.

 63. Antonov E, Schlembach I, Regestein L, Rosenbaum MA, Büchs J. Process 
relevant screening of cellulolytic organisms for consolidated bioprocess-
ing. Biotechnol Biofuels. 2017;10(1):106.

 64. Abels C, Carstensen F, Wessling M. Membrane processes in biorefinery 
applications. J Membr Sci. 2013;444:285–317.

 65. Gyamerah MH. Oxygen requirement and energy relations of itaconic acid 
fermentation by Aspergillus terreus NRRL 1960. Appl Microbiol Biotechnol. 
1995;44(1–2):20–6.

 66. Guevarra ED, Tabuchi T. Production of 2-Hydroxyparaconic and Itatartaric 
Acids by Ustilago cynodontis and Simple Recovery Process of the Acids. 
Agric Biol Chem. 1990;54(9):2359–65.

 67. Geiser E, Wiebach V, Wierckx N, Blank LM. Prospecting the biodiversity 
of the fungal family Ustilaginaceae for the production of value-added 
chemicals. Fungal Biol Biotechnol. 2014;1:2.

 68. Zambanini T, Hosseinpour Tehrani H, Geiser E, Sonntag CK, Buescher 
JM, Meurer G, Wierckx N, Blank LM. Metabolic engineering of Ustilago 
trichophora TZ1 for improved malic acid production. Metab Eng Com-
mun. 2017;4:12–21.

 69. Geiser E, Przybilla SK, Engel M, Kleineberg W, Büttner L, Sarikaya E, Hartog 
TD, Klankermayer J, Leitner W, Bölker M, et al. Genetic and biochemical 
insights into the itaconate pathway of Ustilago maydis enable enhanced 
production. Metab Eng. 2016;38:427–35.

 70. Krull S, Hevekerl A, Kuenz A, Prüße U. Process development of itaconic 
acid production by a natural wild type strain of Aspergillus terreus 
to reach industrially relevant final titers. Appl Microbiol Biotechnol. 
2017;101(10):4063–72.

 71. Willke T, Vorlop K-D. Biotechnological production of itaconic acid. Appl 
Microbiol Biotechnol. 2001;56:289–95.

 72. Li A, Sachdeva S, Urbanus JH, Punt PJ. In-stream itaconic acid recov-
ery from Aspergillus terreus fedbatch fermentation. Ind Biotechnol. 
2013;9(3):139–45.

 73. Kautola H, Vahvaselkä M, Linko Y-Y, Linko P. Itaconic acid production by 
immobilized Aspergillus terreus from xylose and glucose. Biotechnol Lett. 
1985;7(3):167–72.

 74. Saha BC, Kennedy GJ, Qureshi N, Bowman MJ. Production of itaconic 
acid from pentose sugars by Aspergillus terreus. Biotechnol Prog. 
2017;33(4):1059–67.

 75. Geiser E, Wierckx N, Zimmermann M, Blank LM. Identification of an endo-
1,4-beta-xylanase of Ustilago maydis. BMC Biotechnol. 2013;13:59.

 76. Geiser E, Reindl M, Blank LM, Feldbrügge M, Wierckx N, Schipper K. Acti-
vating intrinsic carbohydrate-active enzymes of the smut fungus Ustilago 
maydis for the degradation of plant cell wall components. Appl Environ 
Microbiol. 2016;82(17):5174–85.

 77. Klement T, Milker S, Jäger G, Grande PM, de Domínguez María P, Büchs J. 
Biomass pretreatment affects Ustilago maydis in producing itaconic acid. 
Microb Cell Fact. 2012;11:43.

 78. Carstensen F, Klement T, Büchs J, Melin T, Wessling M. Continuous 
production and recovery of itaconic acid in a membrane bioreactor. 
Bioresour Technol. 2013;137:179–87.

 79. Meier K, Carstensen F, Wessling M, Regestein L, Büchs J. Quasi-continuous 
fermentation in a reverse-flow diafiltration bioreactor. Biochem Eng J. 
2014;91:265–75.

 80. Carstensen F, Marx C, André J, Melin T, Wessling M. Reverse-flow 
diafiltration for continuous in situ product recovery. J Membr Sci. 
2012;421–422:39–50.

 81. Magalhães AI, de Carvalho JC, Medina JDC, Soccol CR. Downstream 
process development in biotechnological itaconic acid manufacturing. 
Appl Microbiol Biotechnol. 2017;101(1):1–12.

 82. Kreyenschulte D, Heyman B, Eggert A, Maßmann T, Kalvelage C, Kos-
sack R, Regestein L, Jupke A, Büchs J. In situ reactive extraction of 
itaconic acid during fermentation of Aspergillus terreus. Biochem Eng J. 
2018;135:133–41.



Page 11 of 11Regestein et al. Biotechnol Biofuels  (2018) 11:279 

•
 
fast, convenient online submission

 •
  

thorough peer review by experienced researchers in your field

• 
 
rapid publication on acceptance

• 
 
support for research data, including large and complex data types

•
  

gold Open Access which fosters wider collaboration and increased citations 

 
maximum visibility for your research: over 100M website views per year •

  At BMC, research is always in progress.

Learn more biomedcentral.com/submissions

Ready to submit your research ?  Choose BMC and benefit from: 

 83. Gorden J, Geiser E, Wierckx N, Blank LM, Zeiner T, Brandenbusch C. 
Integrated process development of a reactive extraction concept for 
itaconic acid and application to a real fermentation broth. Eng Life Sci. 
2017;17(7):809–16.

 84. Kertes AS, King CJ. Extraction chemistry of fermentation product carbox-
ylic acids. Biotechnol Bioeng. 1986;28(2):269–82.

 85. Tamada JA, Kertes AS, King CJ. Extraction of carboxylic acids with amine 
extractants. 1. Equilibria and law of mass action modeling. Ind Eng Chem 
Res. 1990;29(7):1319–26.

 86. Li Q, Wang D, Wu Y, Li W, Zhang Y, Xing J, Su Z. One step recovery of suc-
cinic acid from fermentation broths by crystallization. Sep Purif Technol. 
2010;72(3):294–300.

 87. Nieder-Heitmann M, Haigh KF, Görgens JF. Process design and economic 
analysis of a biorefinery co-producing itaconic acid and electricity 
from sugarcane bagasse and trash lignocelluloses. Bioresour Technol. 
2018;262:159–68.

 88. Engel P, Krull S, Seiferheld B, Spiess AC. Rational approach to optimize cel-
lulase mixtures for hydrolysis of regenerated cellulose containing residual 
ionic liquid. Bioresour Technol. 2012;115:27–34.


	From beech wood to itaconic acid: case study on biorefinery process integration
	Abstract 
	Background
	Conceptual overview of the itaconic acid process
	OrganoCat pretreatment and enzymatic hydrolysis
	Lignin valorization
	Separation and recycling of oxalic acid
	Itaconic acid production with A. terreus and U. maydis
	Extraction and back extraction of itaconic acid
	Crystallization of itaconic acid
	Economic background


	Conclusion
	Authors’ contributions
	References




