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Abstract: The aim of this study was to improve the quality of a vegetable oil, having in view its use
as a quenchant for metallic parts in aircrafts. A process of pyrolysis under vacuum was applied to
obtain a bio-oil with reduced viscosity and good quenching properties. Preliminarily, the rapeseed oil
was fast pyrolyzed at temperature in the range of 300–375 ◦C and absolute pressure of 1 µbar. Some
results such as viscosity and yields of bio-oil were obtained with a narrowing of the temperature
range between 300–320 ◦C, for further processing. Quenching tests with bio-oils on stainless steel
25CD4 showed cooling curves closer to those of the standard mineral oil (Castrol IloquenchTM 1), by
comparing them with unprocessed vegetable oil. The hardness of the steel after treatment rose from
29–30 HRC to 43–45 HRC, in accordance with requirements (35–45 HRC). Therefore, the conclusion
is that bio-oils obtained by pyrolysis under vacuum are good quenchant proceeds from this study.

Keywords: bio-oil; pyrolysis under vacuum; quenchant; cooling curves; hardness

1. Introduction

Quenching is a process of hardening metal parts by rapidly cooling down the uni-
formly heated piece. This thermal treatment avoids unwanted microstructural changes in
material due to the slow cooling after quenching resulting in pieces without metallurgical
distortion or stress.

Quenchants for blacksmithing are various (oils, gas, water, salts, brine, polymers),
and their selection depends on a few factors: the steel type, the dimension of the piece to
be hardened, desired properties after quenching [1]. Mineral oils tailored for this specific
application are the most frequently used, but also vegetable oil (canola, olive, palm kernel
oil) are attractive because they are good cheap quenchants and come from renewable
resources [2].

During the last few decades, the alternative of vegetable oils to mineral oil as quen-
chant agents was extensively studied [3–6], not only for the final result, the mechanical
properties of the testing specimen [7,8], but also for the wetting behavior [9] and chemical
stability of the vegetable oil during repeated quenching cycles [10,11]. All the scientists
concluded that vegetable oils constitute good replacements for mineral oils in this applica-
tion, if methods for minimizing its oxidation instability are applied. The methods include
expoxydation [12], hydrogenation [13], and esterification [14].

Extensive studies of Prabhu and Fernandes [9,15] on palm, coconut, sunflower, ground-
nut and castor oil as bio-quenchants showed little difference in surface wettability whence
quench severity is comparable to conventional quench mineral oils.
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In many studies, the inquiry went deeper, by calculating the heat transfer rates [3,7,16]
from metal surface to the oil, in different stages of the quenching process, and by per-
forming cooling curves analysis [17,18]. Moreover, by combining cooling curves with
time-temperature-transformation (TTT) diagrams, it is possible to predict the variation of
hardness via the quench factor analysis [16]. The studies [3,6,17] revealed heat transfer
coefficients frequently superior for the vegetable oils, but a different aspect of the cooling
curve during quenching, due to different physical-chemical properties of the oils. However,
the results of quenching were similar in the end [8].

Cooling curves analyses performed on crude and processed soybean oils performed
by Totten et al. [19] showed that these oils have similar cooling behavior and the vegetable
oils have faster cooling rates at high temperatures than the reference mineral oil [3].

It was thought that higher viscosity of the vegetable oil could be a break in developing
a high cooling rate in convective transfer [3]. Starting from this presumption, we questioned
if a light pyrolysis of the vegetable oil would create a bio-oil from rapeseed oil with a lower
viscosity than the raw and good oxidation stability. The pyrolysis under vacuum is our
choice since it was demonstrated that it provides rapid pyrolysis, lowering of process
temperature [20,21], short process time and low energy consumption [22]. This method
has not been tested yet for this purpose, and the pyrolytic oil will be tested in quenching
low-alloy steel parts of aircraft to successfully replace the mineral oil.

2. Materials and Methods
2.1. Materials and Analysis Methods

The original quench oil was a mineral one, IloquenchTM 1, and the raw oil used in
this study was waste/frying rapeseed oil from a collection centre in Bucharest. Their
characteristics are shown in Table 1.

Table 1. The characteristics of the waste rapeseed oil in comparison with the mineral oil.

Characteristic Unit Rapeseed Oil IloquenchTM 1

Density at 15 ◦C g/cm3 0.910 0.870

Flash point
(Marcusson)

◦C 239 >190

Iodine number g I2/100 g sample 5.8 -

Kinematic visccosity
at 40 ◦C mm2/s 43 20

Kinematic visccosity
at 100 ◦C mm2/s 12.8 5

Cooling rate at 300 ◦C ◦C/s 6.13 6.18

The oils were characterized as follows: density at 15 ◦C by method ASTM 1250 with
apparatus Anton Paar model DMA 4500, kinematic viscosity at 40 ◦C and 100 ◦C by
Ubbelohde viscometer (method SR ISO 3104:2002) and flash point by Marcusson apparatus
(method SR 5489:2008). Iodine number is determined by a volumetric method (Romanian
standard STAS 315/74), as an indication of the oil stability at the oxidation.

The first thermal treatment of stainless steel test specimens, the heating, was performed
in a brick oven with electrical resistance, in reducing the H2 atmosphere. Then, the cooling
rate at 300 ◦C was determined with the IVF Smart Quench apparatus, the same used to
trace the cooling curves in quenching process.

The Wilson UH4250 apparatus was used to measure the Rockwell hardness of test
bars before and after quenching.

2.2. Pyrolysis under Vacuum

Preliminary trials were performed in order to set the optimal temperature range. The
pyrolysis took place in an electrical oven coupled with a vacuum system (Figure 1), fol-
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lowed by cooling in argon 99.9% pure atmosphere to obtain the bio-oil. The test procedure
is the following: the batch sample is put inside the oven, the oven door is closed tightly,
the vacuum system is turned on and, after the work pressure is reached, the heating starts
in accordance with the programme authomatically set: heating rate, temperature level,
holding time at that level. When the time expired, the inert gas is admitted in the oven, the
ventilator is turned on, thus ensuring the cooling the chamber and the bio-oil remaining in
the batch is collected.
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Figure 1. Experimental set for the pyrolysis under vacuum. Legend: 1—electrical resistance;
2—support for the batch; 3—heating chamber; 4—external jacket; 5—pneumatic cylinder for drive
up; 6—pneumatic cylinder for drive down; 7—ventilator; 8—hydro-pneumatic cylinder for driving
the oven’s cap; 9—molecular diffusion pump; 10,11—vacuum pumps with eccentric drum and
sliding paddle.

The trials were undertaken at absolute pressure of 1 × 10−3 mbar at 300 ◦C and 375 ◦C
respectively, for 20 min. Process watching was ensured by a recording instrument with one
second resolution and six channels for tracking the temperature in the heating chamber, the
temperature of the batch in three points and the pressure. In the end, data are automatically
processed and represented graphically, as seen in Figures 2 and 3, for the trials at 300 ◦C
and 375 ◦C.
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As seen in Figures 2 and 3, there is a difference between the behaviour of the system at
300 ◦C and at 375 ◦C. Since at lower temperature the pressure is stable during the process, at
375 ◦C, due to the large quantity of gases formed and exceeding the capacity of the vacuum
system, the pressure rises continuously. At 300 ◦C, the pressure was 1.79 × 10−3 mbar, and
at 375 ◦C was 1.97 × 10−1 mbar and no liquid was left in the batch. Also, at 300 ◦C, the
bio-oil yield was already 87%, so the pyrolysis should take place at temperatures close to
300 ◦C such that the yield does not decrease too much, and the next trials were undertaken
at 310 ◦C and 320 ◦C, trying to obtain reasonable quantities of bio-oil. In Figures 4 and 5,
one can see the diagrams for the pyrolysis at 310 ◦C and 320 ◦C.
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As seen, at 310 ◦C and 320 ◦C, the pressure is maintained at the desired temperature
level during the process at 1.8 × 10−3 mbar and 1 × 10−2 mbar, respectively.

Finally, the bio-oils were characterized by kinematic viscosity, flash point, iodine
number and then by cooling curves.

2.3. Quenching Tests

The thermal treatment was performed on a set of test specimens made of stainless
steel 25CD4 with the following composition: C—0.25 wt %, Si—0.25 wt %, Mn—0.7 wt %,
Cr—1.05 wt %, Mo—0.25 wt %. The specimens were cylindrical, 8 mm dimetre and
300 mm length.

The heating of test specimens in the oven was undertaken at a controlled temperature
of 850 ◦C ± 10 ◦C, maintaining this temperature for 30 min. Then, rapid cooling took
place in the bio-oil. There were five tests: one for the mineral oil, one for rapeseed oil and
three for the bio-oils resulting from the pyrolysis process at 300 ◦C, 310 ◦C and 320 ◦C,
respectively.

The performance of the quenching process was measured as Rockwell hardness of the
test samples.

3. Results and Discussion

The bio-oil quantities and yields after pyrolysis at 300 ◦C, 310 ◦C, 320 ◦C and 375 ◦C
are found in Table 2.

Table 2. Bio-oil yields at pyrolysis under vacuum.

Process
Temperature,

◦C

Rapeseed Oil
Processed by
Pyrolysis, g

Gases
Obtained, g

Pyrolysis Oil
Obtained, g

Liquid Product
Yield, %

300 910.43 120.44 789.99 87%

310 872.72 337.97 534.75 61%

320 946.23 520.43 425.80 45%

375 920.42 920.42 0 0%

In a vacuum, the pyrolysis oil yield decreases with process temperature increasing,
as well as at atmospheric pressure [23] or in the presence of an inert gas [24,25], and in
the presence of a catalyst [26,27]. Decreasing of the liquid yield from 87% to 45% over a
merely 20 ◦C range of temperature is influenced by the low pressure strongly favoring the
decomposition to gaseous products.
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The mineral oils used in quench processes have a low viscosity, this facilitating the
thermal transfer and ensuring the temperature decreasing from the core of the piece to
the surface in its whole volume. The goal of this study was to obtain bio-oils with lower
viscosity in order to improve the heat transfer compared with the raw vegetable oil. The
results are shown in Table 3. Also, density, flash points and iodine values of resulting
bio-oils are presented in Table 3.

Table 3. Influence of pyrolysis temperature on the kinematic viscosity of bio-oils.

Oil Type
Kinematic

Viscosity at
40 ◦C, mm2/s

Kinematic
Viscosity at

100 ◦C,
mm2/s

Density at
20 ◦C, g/cm3

Flash
Point, ◦C

Iodine
Number, g

I2/100 g
Sample

Rapeseed
waste oil 43 12.8 0.9180 202 5.8

Bio-oil resulted
at 300 ◦C 42.9 10.9 0.9174 200 5.9

Bio-oil resulted
at 310 ◦C 42.3 9.5 0.9162 200 5.9

Bio-oil resulted
at 320 ◦C 38.7 9.3 0.9150 198 6.0

Mineral oil
IloquenchTM 1 20 5 0.8712 192 -

Even if the viscosity of the bio-oils is higher than the viscosity of the mineral oil at the
same temperature, one can see that it decreases with process temperature up to 4.3 units, an
important decrease, therefore we expected better performance of this bio-oil in quenching
than the performance of raw vegetable oil.

During the thermal decomposition, a dehydration took place as well, thus eliminating
the water content which might provoke faults in the structure and even cracks in the
material during the quenching process. The iodine number of bio-oils is close to that of
the raw (5.8 + max. 0.2 g I2/100 g) sample, in contrast with the bio-oils obtained from
the pyrolysis at atmospheric pressure and higher temperature [23–25] in which iodine
number increased by up to 2.5 units. This means that, at these relatively low process
temperatures, dehydrogenation of the heaviest part in raw oil was minimal, and chemical
modifications were minimal in general. The small decrease in iodine number preserves the
original stability to oxidation of the bio-oil obtained, this being prone to last as long as the
raw, in quenching cycles. The flash points of the bio-oil are also close to the raw, slowly
lowering with pyrolysis increasing temperature, so the bio-oil preserved pretty well the
quality of the raw. The decrease of the viscosity and density indicates the cracking of longer
chains in some molecules in the raw, besides the evaporation of volatiles. The flash point
of obtained bio-oils, close to that of raw samples, also indicates the removal of gases and
volatile compounds during the process. It should be mentioned that operation at extreme
vacuum (in order of 1 × 10−3 mbar) is expensive in terms of a large-scale process, but
moderate values (5–10 mbar) are feasible in industrial vacuum furnaces. The advantage of
such low pressure should be an important decrease in process temperatures, thus leading
to lower power consumption in the process versus other methods, such as conventional
pyrolysis or the use an inert gas [20,21]. Also, in these conditions, fast pyrolysis takes place,
thus shortening the operation time, with consequences for the operating costs.

The quenching capacity of bio-oils is illustrated in Figure 6 showing the IVF Smart
Quench apparatus. There are two kinds of curve: cooling curves (temperature vs. time)
and cooling rate curves (cooling rate vs. temperature). The different oils are represented in
different colors (as seen in Legend).
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The cooling curves (temperature vs. time) show a slower cooling in the rapeseed oil
and comparable data for the other oils (mineral or bio). The temperature reaches 700 ◦C in
approximately 8 s in the rapeseed oil since in the mineral oil, 700 ◦C is reached in 6 s and in
bio-oils, between 2.5–3.5 s. The cooling rate at 700 ◦C is superior for bio-oils in (80–90 ◦C/s)
compared with the mineral oil (15 ◦C/s) and vegetable oil (45 ◦C/s). A higher cooling rate
in the region of 700 ◦C is better, so the steel perlite transformation is avoided. The cooling
rate at 300 ◦C must be minimized, all the tested oil having close values, between 6 and
8 ◦C/s, meaning good behavior of cracks and distortions in the material after quenching.

Rockwell harness of probes is shown in Table 4.

Table 4. Hardness of stainless steel 25CD4 bars before and after quenching in different oils.

Oil/Hardness

Before
Quenching After Quenching

- Mineral Rapeseed Oil
Bio-Oil

Obtained at
300 ◦C

Bio-Oil
Obtained at

310 ◦C

Bio-Oil
Obtained at

320 ◦C

HRC units 29–30 45 46 44–45 43 43–44

The results of quenching are good for every oil/bi-oil used in the process, the Rockwell
hardness being improved by 14–16 units. Surprisingly, the rapeseed oil showed the best
result even if it was more viscous and had the lowest cooling rate at 700 ◦C. However,
differences in hardness were small, as differences in their characteristics were small (see
Table 3), with every oil performing well. Also, there is a great advantage in using the
pyrolytic bio-oil since, during the pyrolysis, yields between 13–55% are obtained in products
with added value such as gaseous olefins, kerosene-like and diesel-like fractions [23,24]
which can be recovered from the vacuum system in the industrial unit.
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4. Conclusions

This study was designed to find a new means of waste vegetable oil valorisation.
The waste frying rapeseed oil was processed by pyrolysis under a vacuum to obtain a
bio-oil with reduced viscosity appropriate for use as quenching oil. Such a product was
obtained at 1 µbar and 300–320 ◦C. Its physical–chemical characteristics were close to the
raw material, in contrast with the pyrolysis at atmospheric pressure, in the presence or
in absence of an inert gas. The kinematic viscosity of this bio-oil was reduced by up to
4.3 mm2/s. The bio-oils performed well in quenching tests on stainless steel probes made
from the same material as aircraft pieces, the Rockwell hardness improving by 14–16 units,
like the results obtained with the dedicated mineral oil.

An advantage of pyrolysis is that besides the quality bio-oil of 45–87% yield, other
valuable products are obtained (gaseous olefins, kerosene-like and diesel-like liquids),
resulting in consistent added value to the waste vegetable oil.

Author Contributions: Conceptualization, A.M.S., O.V.S. and T.D.; methodology, A.M.S. and O.V.S.;
software T.V.C.; validation, D.-R.C.T.; investigation, A.M.S., O.V.S. and A.E.S.; resources A.M.S. and
D.-R.C.T.; data curation, O.V.S. and A.E.S.; writing-original draft preparation, O.V.S.; writing-review
and editing: T.V.C.; supervision, T.D.; project administration, O.V.S. and T.D.; All authors have read
and agreed to the published version of the manuscript.

Funding: No funding was received for this study.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: All data used to support this study are included within the article.

Conflicts of Interest: The authors declare no conflict of interest.

References
1. Troell, E.; Kristoffersen, H.; Bodin, J.; Segerberg, S. Chapter 12.04. Controlling the Cooling Process Measurement, Analysis, and

Quality Assurance. In Comprehensive Materials Processing; Hashmi, S., Batalha, G.F., Van Tyne, C.J., Yilbas, B., Eds.; Elsevier Ltd.:
Amsterdam, The Netherlands, 2014; Volume 12, pp. 99–120, ISBN 9780080965338.

2. Best Types Quenching Oils for Blacksmithing 2021 [Updated], Working the Flame. Available online: https://workingtheflame.
com/quenching-oils-for-blacksmithing/ (accessed on 15 October 2021).

3. Kobasko, N.I.; de Souza, E.C.; Canale, L.C.F.; Totten, G.E. Vegetable Oil Quenchants: Calculation and Comparison of The Cooling
Properties of a Series of Vegetable Oils. J. Mech. Eng. 2010, 56, 131–142. [CrossRef]

4. Fujimura, Y.; Sato, T. The composition of quenching oil and quenching effects. Iron Steel Inst. Jpn. (ISIJ) 1963, 49, 1008–1015. [CrossRef]
5. Farah, A.F.; Crnkovic, O.R.; Canale, L.C.F. Castor oil: Studies for heat treatment applications. In Proceedings of the 19th Heat

Treating; Including Steel Heat Treating in the New Millennium Conference Proceedings, ASM International, Cincinnati, OH,
USA, 1–4 November 1999; pp. 251–254, ISBN 0871706814.

6. Totten, G.E.; de Souza, E.C.; Canale, L.C.F. Quenchants Derived from Vegetable Oils as Alternatives to Petroleum Oil, Industrial
Heating 2011. Available online: https://www.industrialheating.com/articles/89954-quenchants-derived-from-vegetable-oils-as-
alternatives-to-petroleum-oil (accessed on 15 October 2021).

7. Canale, L.C.F.; Totten, G.E. Hardening of Steel. In Quenching Theory and Technology, 2nd ed.; Liscic, B., Tensi, H.M., Canale, L.C.F.,
Totten, G.E., Eds.; CRC Press: Boca Raton, FL, USA, 2010; pp. 1–42, ISBN 9780429129650.

8. Civera, C.; Rivolta, B.; Simencio-Otero, R.L.; Lúcio, J.G.; Totten, G.E.; Canale, L.C.F. Vegetable Oils as Quenchants for Steels:
Residual Stresses and Dimensional Changes. ASTM Int. Mater. Perform. Charact. 2014, 3, 20140039. [CrossRef]

9. Fernandes, P.; Prabhu, K.N. Comparative study of heat transfer and wetting behaviour of conventional and bioquenchants for
industrial heat treatment. Int. J. Heat Mass Transf. 2008, 51, 526–538. [CrossRef]

10. Adhvaryu, A.; Erhan, S.; Liu, Z.; Perez, J. Oxidation kinetic studies of oils derived from unmodified and genetically modified
vegetables using pressurized differential scanning calorimetry and nuclear magnetic resonance spectroscopy. Thermochim. Acta
2000, 364, 87–97. [CrossRef]

11. Said, D.; Belinato, G.; Sarmiento, G.S.; Otero, R.L.S.; Totten, G.E.; Gastón, A.; Canale, L.C.F. Comparison of Oxidation Stability
and Quenchant Cooling Curve Performance of Soybean Oil and Palm Oil. J. Mater. Eng. Perform. 2013, 22, 1929–1936. [CrossRef]

12. Otero, R.L.S.; Canale, L.C.F.; Schicchi, D.S.; Agaliotis, E.; Totten, G.E.; Sarmiento, G.S. Epoxidized Soybean Oil: Evaluation of
Oxidative Stabilization and Metal Quenching/Heat Transfer Performance. J. Mater. Eng. Perform. 2013, 22, 1937–1944. [CrossRef]

13. Si, Z.; Zhang, X.; Wang, C.; Ma, L.; Dong, R. An Overview on Catalytic Hydrodeoxygenation of Pyrolysis Oil and Its Model
Compounds. Catalysts 2017, 7, 169. [CrossRef]

https://workingtheflame.com/quenching-oils-for-blacksmithing/
https://workingtheflame.com/quenching-oils-for-blacksmithing/
http://doi.org/10.5545/88_DOI_NOT_ASSIGNED
http://doi.org/10.2355/tetsutohagane1955.49.7_1008
https://www.industrialheating.com/articles/89954-quenchants-derived-from-vegetable-oils-as-alternatives-to-petroleum-oil
https://www.industrialheating.com/articles/89954-quenchants-derived-from-vegetable-oils-as-alternatives-to-petroleum-oil
http://doi.org/10.1520/MPC20140039
http://doi.org/10.1016/j.ijheatmasstransfer.2007.05.018
http://doi.org/10.1016/S0040-6031(00)00626-2
http://doi.org/10.1007/s11665-013-0560-9
http://doi.org/10.1007/s11665-013-0546-7
http://doi.org/10.3390/catal7060169


Processes 2021, 9, 2189 9 of 9

14. Suota, M.J.; Simionatto, E.L.; Scharf, D.R.; Meier, H.F.; Wiggers, V.R. Esterification, Distillation, and Chemical Characterization of
Bio-Oil and Its Fractions. Energy Fuels 2019, 33, 9886–9894. [CrossRef]

15. Prabhu, K.N.; Fernandes, P. Determination of Wetting Behavior, Spread Activation Energy, and Quench Severity of Bioquenchants.
Met. Mater. Trans. B 2007, 38, 631–640. [CrossRef]

16. Hasan, H.S.; Peet, M.J.; Jalil, J.M.; Bhadeshia, H.K.D.H. Heat transfer coefficients during quenching of steels. Heat Mass Transf.
2010, 47, 315–321. [CrossRef]

17. Hernandez-Morales, B. Cooling: Curve Analysis. In Encyclopedia of Iron, Steel, and Their Alloys, 1st ed.; Taylor & Francis
Encyclopedia; Colás, R., Totten, G.E., Eds.; CRC Press: Boca Raton, FL, USA, 2016; pp. 854–874, ISBN 9781351254502. [CrossRef]

18. de Souza, E.C.; Bronzini, C.A.; Gaston, A.; Canale, L.C.F.; Sanchez Sarmiento, G.; Totten, G.E. Temperature dependence of the
quenching properties of vegetable oils compared to petroleum oil quenchants. In Proceedings of the International Metallurgy and
Materials Congress, IMMC’15, Istanbul, Turkey, 11–13 November 2010; UCTEA Union of Chambers of Engineers and Architectsb
of Turkey: Istanbul, Turkey, 2010; pp. 1694–1707.

19. Totten, G.E.; Tensi, H.M.; Lainer, K. Performance of Vegetable Oils as a Cooling Medium in Comparison to a Standard Mineral
Oil. J. Mater. Eng. Perform. 1999, 8, 409–416. [CrossRef]

20. Uddin, M.N.; Techato, K.; Taweekun, J.; Mofijur, M.; Rasul, M.G.; Mahlia, T.M.I.; Ashrafur, S.M. An Overview of Recent
Developments in Biomass Pyrolysis Technologies. Energies 2018, 11, 3115. [CrossRef]

21. Bridgwater, A.V. Review of fast pyrolysis of biomass and product upgrading. Biomass Bioenergy 2012, 38, 68–94. [CrossRef]
22. Lam, S.S.; Mahari, W.A.W.; Ok, Y.S.; Peng, W.; Chong, C.T.; Ma, N.L.; Chase, H.A.; Liew, Z.; Yusup, S.; Kwon, E.E.; et al. Microwave

vacuum pyrolysis of waste plastic and used cooking oil for simultaneous waste reduction and sustainable energy conversion:
Recovery of cleaner liquid fuel and techno-economic analysis. Renew. Sustain. Energy Rev. 2019, 115, 109359. [CrossRef]

23. Sivriu, A.M.; Koncsag, C.-I.; Mares, A.-M.; Tirpan, R.; Sapunaru, O.; Jinescu, G. Olefins and Fuels from Frying Palm Oil through
Pyrolysis. Environ. Eng. Manag. J. 2020, 19, 345–352. [CrossRef]

24. Sivriu, A.M.; Jinescu, G.; Sapunaru, O.; Tîrpan, D.R.; Koncsag, C.I. Pyrolysis of Waste Palm Oil in the Presence of Steam. Rev.
Chim. 2019, 70, 1992–1995. [CrossRef]

25. Idem, R.O.; Katikaneni, S.P.R.; Bakhshi, N.N. Thermal Cracking of Canola Oil: Reaction Products in the Presence and Absence of
Steam. Energy Fuels 1996, 10, 1150–1162. [CrossRef]

26. Li, L.; Quan, K.; Xu, J.; Liu, F.; Liu, S.; Yu, S.; Xie, C.; Zhang, B.; Ge, X. Liquid hydrocarbon fuels from catalytic cracking of rubber
seed oil using USY as catalyst. Fuel 2014, 123, 189–193. [CrossRef]

27. Mota, S.; Mancio, A.D.A.; Lhamas, D.; de Abreu, D.; da Silva, M.; dos Santos, W.; de Castro, D.; de Oliveira, R.; Araújo, M.; Borges,
L.E.; et al. Production of green diesel by thermal catalytic cracking of crude palm oil (Elaeis guineensis Jacq) in a pilot plant. J.
Anal. Appl. Pyrolysis 2014, 110, 1–11. [CrossRef]

http://doi.org/10.1021/acs.energyfuels.9b01971
http://doi.org/10.1007/s11663-007-9060-3
http://doi.org/10.1007/s00231-010-0721-4
http://doi.org/10.1081/E-EISA
http://doi.org/10.1361/105994999770346693
http://doi.org/10.3390/en11113115
http://doi.org/10.1016/j.biombioe.2011.01.048
http://doi.org/10.1016/j.rser.2019.109359
http://doi.org/10.30638/eemj.2020.032
http://doi.org/10.37358/RC.19.6.7261
http://doi.org/10.1021/ef960029h
http://doi.org/10.1016/j.fuel.2014.01.049
http://doi.org/10.1016/j.jaap.2014.06.011

	Introduction 
	Materials and Methods 
	Materials and Analysis Methods 
	Pyrolysis under Vacuum 
	Quenching Tests 

	Results and Discussion 
	Conclusions 
	References

