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NEW TREND FOR NEUTRAL FATS/OILS SAPONIFICATION

The continuous reduction of the glycerine price, does not

justify anymore its separation during the saponification

reaction.

Under this conditions, saponification is changing to avoid

glycerine separation and recovery, leaving (even

partially) the glycerine in the soap.

Based on this new market scenary, Mazzoni has

designed a simple saponification/neutralization process,

to match the following goals:

-Energy saving

-Flexibility

-Versatility

-Quality Control

-Reduced maintenance

-Reduced area requirement
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SSCT PLANT vs. TRADITIONAL SCNT-N PROCESS

SCNT-NSSCT

Continuous Saponification

with washing Coloumn &

Glycerine Extraction

Continuous Saponification

Without washing

i.e. with Glycerine Inside

Neat Soap Composition:

--------------------------------

TFM:               61-64%

Moisture:       29-34%

Alkalinity: 0,03-0,06%

NaCl: 0,3-0,5%

Glycerine: 0,4-1%

Spent Lyes: 36-38%

Neat Soap Composition:

--------------------------------

TFM:               61-71%

Moisture:       14-25%

Alkalinity: 0,05-0,20%

NaCl: 0,3-0,5%

Glycerine: 7-8%

Spent Lyes: ------
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SSCT Continuous Saponification Plants Without Glycerine extraction

Main Plant Composition:

Raw material Dosing System with

centrifugal Pumps and MFM

Saponification Loop with special Tubular

Reactor and Circulation pump

pH Control Unit (optional) with self-

cleaning device

PC+PLC Control Unit for automatic

process control of the plant operation

A flexible solution for Neutral Fats/Oils Saponification without glycerine extraction

or FA and Blends of FA/Neutral Fats/Oils neutralization.
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Raw materials dosing system

Dosing is done by centrifugal pumps and

mass flow meters that receive data from

the main Control Unit (PC + PLC)

Automatic flow adjusting is carried out by

proper control valves driven by the MFM.

Saponification loop

Special Tubular Reactor designed to

operate at high pressure (up to 3 Bar) and

high Temperature (up to 140°C.) reducing

the holding time for saponification

Centrifugal Recycling Pump with high

recycle ratio (30:1) or, for high TFM

Soaps, Lobe Recycling Pump (8:1 ratio)

and Turbodisperser/Homogenizer
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pH monitoring (option)

Accurate and constant dosing system,

normally doesnôtrequire free alkalinity

control

As Option, continuous self cleaning pH

metering to monitor the free alkalinity

can be foreseen.

PC+PLC Control Unit

Automatic operation guarantees better

and constant quality, reduces possible

risks of mistakes and improves the

safety degree of the plant. The system

offers an overall view of the ongoing

activities including:

-Analogic Reports

-Reports on variables

-Production reports: flowrates, quality

controls etc.


