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Abstract: Extracted sugar beet press pulp (SBPP) is a promising agricultural residue for sacchari-
fication and further bioconversion. Combining solid-state fermentation of SBPP with engineered
Aspergillus niger for enzyme production followed by hydrolysis of additionally added SBPP in the
same bioreactor was studied to produce a sugar solution (hydrolysate) in a one-pot process. The initial
aerobic solid-state fermentations were carried out in duplicate on non-milled, wet SBPP (moisture
content of 72% (w/v)) with an A. niger strain engineered for constitutive pectinase production for 96 h,
and this resulted in polygalacturonase activities of up to 256 U mL−1 in the wet media. Afterwards,
water was added to the bioreactor, and the remaining solids were suspended by stirring to dissolve
the hydrolytic enzymes. Metabolic activities of A. niger were inactivated by a N2-atmosphere and by
increasing the temperature to 50 ◦C. High solid loads of milled SBPP were added to the stirred-tank
reactor with a delay of 24 h to enable sugar yield calculations based on the compositional analy-
sis of the SBPP used. The resulting final sugar concentrations of the hydrolysate after 166 h were
17 g L−1 D-glucose, 18.8 g L−1 L-arabinose, and 12.5 g L−1 D-galacturonic acid, corresponding to
sugar yields of 98% D-glucose, 86% L-arabinose, and 50% D-galacturonic acid, respectively. Including
the other sugars released during enzymatic hydrolysis in the one-pot process (D-xylose, D-mannose,
D-galactose), a total sugar concentration of 54.8 g L−1 was achieved in the hydrolysate. The one-pot
process combining hydrolytic enzyme production in solid-state fermentation with high solid loads
during enzymatic hydrolysis of the milled SBPP reduces hydrolytic process costs by replacing chemi-
cal pre-treatments, enabling the in situ production of SBPP-adapted hydrolytic enzymes, as well as
avoiding intermediate enzyme extraction and preparation steps.

Keywords: Aspergillus niger ATCC 11414; pectinases; solid-state fermentation; enzymatic hydrolysis;
sugar beet press pulp; integrated process

1. Introduction

The world’s population is growing and predicted to reach 9.7 billion by 2050 [1].
Increasing consumption and food demand [2], coupled with ambitious CO2 emission
reduction targets, are some of the major challenges we are facing today [3]. The agricultural
sector is responsible for about 24% of the worldwide greenhouse gas emissions [3]. The
circular economy is a promising approach to reduce the emissions of greenhouse gases
while meeting the increased demand for food and consumer products. The idea behind the
circular economy is improving economic performance by sustainable and efficient usage
of our natural resources, including a strongly reduced waste generation [4]. Additionally,
innovative technologies are needed to minimize or eliminate using material from fossil or
non-renewable sources [3,5]. Thereby, products can be produced sustainably, and, at the
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same time, greenhouse gas emissions are reduced [3]. One possibility is the more efficient
utilization of agricultural wastes, since they are available in extremely large quantities
worldwide [6], are not competing with cropland for food production [7], contain valuable
building blocks, e.g., for the biorefinery, and their potential is often not fully exploited, as
they are often burned or landfilled [8].

Extracted sugar beet press pulp (SBPP) is one example of an agricultural residue that
accrues after sucrose extraction from sugar beet. Only a small amount of this residue is used
for animal feeding or concrete production, while most of it is discarded as waste [9]. The
pulp consists of the sugar polymers pectin, cellulose, and hemicellulose, as well as small
amounts of lignin and proteins [10–12]. The most abundant monomeric components of the
sugar polymers in SBPP are D-galacturonic acid (D-GalA), arabinose, and glucose [10]. For
further valorization of SBPP and to make it accessible for further biotransformations, it is
necessary to release its sugar monomers [11]. Suitable methods for the degradation of SBPP
are acid hydrolysis, hydrothermal techniques, and enzymatic hydrolysis [13–15]. However,
chemical and thermal methods may not be sustainable due to high energy consumption [16]
and the formation of non-fermentable and toxic byproducts [17]. Though less efficient
compared to the chemical breakdown, enzymatic hydrolysis promises to be an energy-
saving approach due to low reaction temperatures and mild pH conditions, as well as no
formation of toxic byproducts [16–18].

In industrial hydrolysis processes, such as cellulosic ethanol production, the costs
for enzymes are the major expenses [19]. Filamentous fungi are the major producers of
hydrolytic enzymes, such as cellulases and hemicellulases [20]. A commonly used fungus
for hydrolytic enzyme production is Aspergillus niger [21], which also shows superior
pectinolytic activities, demonstrated to be further boosted by deletion of the negative
pectinase regulator GaaX [22]. Previously, we evaluated different non-engineered A. niger
strains for their natural polygalacturonase activities using controlled batch cultivations
with 2% pectin minimal medium in stirred-tank bioreactors, and the A. niger strain ATCC
11414 was identified as the best producer [23]. The hydrolysis of 90 g L−1 milled SBPP was
studied in subsequent submerged batch processes with sterile filtered enzyme supernatants,
resulting in the release of 8.8 g L−1 of D-GalA, which corresponded to a D-GalA yield of
~36.4% [23]. Using engineered Saccharomyces cerevisiae, the resulting D-GalA solution may
then be reduced within a consecutive biotransformation process with a product selectivity
of 97% to the higher value product L-galactonate (L-GalOA) [24,25], which was shown to
have promise, for example, as an alternative leavening agent in baking applications [26].

Bioprocess integration, combining hydrolytic enzyme production and subsequent
enzymatic hydrolysis of the raw material in a one-pot process, can lower the total process
costs due to the eliminated separation of the hydrolytic enzymes [27,28]. However, this is
only possible if the enzyme producer is no longer able to further metabolize the released
sugar monomers—either by genetic modifications or changes in the process conditions
between enzyme production and subsequent enzymatic hydrolysis. Different one-pot
strategies for enzyme production and enzymatic saccharification are described in the lit-
erature. Some focus on combining pre-treatment of waste material and hydrolysis in one
bioreactor, such as pre-treatment and saccharification of industrial hemp residue with 2%
(w/v) oxalic acid and enzymes generated by SSF of mixed substrates [29]. Solid-state fer-
mentation (SSF) of sugarcane bagasse and wheat bran with a co-culture of Aspergillus oryzae
and Trichoderma reesei was studied in 250 mL Erlenmeyer flasks to produce a hydrolytic
enzyme mixture followed by hydrolysis of freshly added raw material and a sodium citrate
buffer. The hydrolysate was supplemented with nutrients required for growth and then
used for ethanol production by Saccharomyces cerevisiae fermentation for 9 h at 34 ◦C and
250 rpm with 85.3% of the theoretical yield [28].

In submerged processes usually used for hydrolytic enzyme production and subse-
quent enzymatic hydrolysis, the concentrations of milled solids, such as SBPP, are limited
in the aqueous phase. In contrast, SSF processes enable higher solid concentrations and
have the advantage of more similar culture conditions compared to natural habitats, over-
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all leading to higher enzyme activities compared to submerged fermentations [30–32].
Furthermore, the risk of contamination is lower with solid media because fungi have
lower moisture requirements compared to bacteria [33]. Additionally, SSF produces less
wastewater and usually has lower process costs if agricultural waste is used as raw ma-
terial [30,31,33,34]. Finally, the released sugar concentrations after enzymatic hydrolysis
may be increased, thus contributing to the solution of one of the major challenges in the
valorization of agriculture residues, resulting low sugar, and, therefore, final product
concentrations [35,36].

SSF processes with A. niger described in the literature were mostly performed on a
small-scale in shake flasks or disposable Petri dishes under static conditions [32,37–39]. For
larger-scale SFF, special SFF bioreactors were used, such as stainless steel trays, column-
trays, or rotating drum bioreactors [40–42]. A pilot scale SSF was applied with an Aspergillus
species on citrus pulp and sugarcane bagasse in a packed bed bioreactor, resulting in
pectinase yields between 33–41 U g−1 dry mass. The enzymes were separated from
fermented citrus pulp and sugarcane bagasse solids by lyophilization for 24 h at −45 ◦C
and 0.1 mbar, followed by the extraction of 5 g lyophilizated solids with 100 mL acetate
buffer (pH 4.5) for the following hydrolysis of a pectin suspension [43]. To the best of
our knowledge, there are no reports on the one-pot combination of SSF for producing
hydrolytic enzymes with A. niger in combination with the enzymatic hydrolysis of an
agricultural residue to yield the sugar monomers in solution.

In the present study, we combined the utilization of a polygalacturonase-deregulated
A. niger ATCC 11414 strain (by deletion of the repressor GaaX) with a SSF setup for
increased polygalacturonase secretion, and we integrated this in a one-pot approach with
a subsequent enzymatic hydrolysis of milled SBPP by applying a scalable stirred-tank
bioreactor for the suspension of high solid concentrations.

2. Materials and Methods
2.1. Fungal Strain

The recombinant Aspergillus niger strain ATCC 11414 ∆gaaX was generated by a
CRISPR/Cas9 deletion approach, as described below. The knockout of the repressor
GaaX leads to a constitutive activation of the transcription factor GaaR [22]. Thereby, the
polygalacturonase production of the fungus is constitutively activated.

2.1.1. Cloning of the A. niger gaaX Deletion Construct

A deletion construct for the gaaX gene in A. niger was constructed via Gibson assem-
bly [44]. The 5′-flank upstream of gaaX, consisting of 983 base pairs (bp), as well as the
3′-flank downstream of the coding sequence (1003 bp), amplified from A. niger NRRL3
gDNA, together with the AmpR-ColE1 backbone, amplified from the plasmid pYTK095,
including flanking NotI recognition sites (Addgene Headquarters, Watertown, MA, USA;
constructed by the John Dueber lab, UC Berkeley), were used. NotI restriction sites were
used to generate a linear repair template prior to A. niger transformation. A CRISPR/Cas9
(Clustered Regularly Interspaced Short Palindromic Repeats; CRISPR associated protein 9)
plasmid was constructed via Golden Gate cloning, containing (i) the AMA1_2.8 fragment
for stable plasmid maintenance in A. niger [45], (ii) the Aspergillus nidulans pyrG marker
under its endogenous promoter and terminator as used on pFC902 to avoid recombination
with the genomic pyrG locus in A. niger [46], (iii) the A. niger codon-optimized Cas9-NLS
coding sequence under control of A. nidulans endogenous TEF1 promoter and trpC termina-
tor as used on plasmid pFC334 [47], (iv) a single guide RNA expressed under the A. niger
RNA Polymerase III-driven 5S rRNA promoter, as described by Zheng et al. [48], targeting
the gaaX locus in A. niger, and (v) the AmpR-ColE1 backbone amplified from the plasmid
pYTK095 (Addgene Headquarters, Watertown, MA, USA; constructed by the John Dueber
lab, UC Berkeley) was co-transformed (pFC334, Addgene Headquarters, Watertown, MA,
USA; deposited by the Uffe Mortensen lab, DTU), promoting a double-strand break in the
gaaX genomic region to enhance homologous recombination [49].
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2.1.2. Genetic Manipulation of A. niger

A. niger was transformed and selected via polyethylene glycol-mediated protoplast
transformation according to established protocols [50]. First, a strain version of the A.
niger ATCC 11414 lineage optimized for targeted genetic engineering was generated by
disruption of the ku70 locus by an A. nidulans amdS expression cassette using the same
design as implemented in the A. niger strain MA70.15 [51,52]. Selection after transformation
of the linearized kusA disruption cassette was carried out on minimal media, containing
acetamide as the sole nitrogen source, and correct integration was verified via Southern blot.
Next, the entire coding sequence of the pyrG locus was eliminated via transformation of a
homologous repair template, containing 1 kb of genomic sequence immediately upstream
and 1 kb of genomic sequence immediately downstream of the pyrG coding sequence. GaaX
was knocked out via co-transformation of the above-described gaaX deletion construct,
and the gaaX-targeting CRISPR/Cas9 plasmid and selection was carried out on minimal
media without uracil. To validate positive transformants and to check for deletion, colony
PCRs were executed using a primer binding at the end of the 5′-flank of gaaX and a primer
binding in the genomic region downstream of the 3′-flank (Table S1). Positive strains were
also tested with a second colony PCR using a primer binding in the coding sequence of
gaaX and the primer binding downstream of the 3′-flank. Colonies containing the coding
sequence were discarded.

Extraction of genomic DNA for colony PCRs was accomplished by grinding 0.5 g of
freeze-dried hyphal biomass grown in liquid culture and incubating the powder in 500 µL
of extraction buffer (0.2 M Tris-HCl pH 8, 0.025 M EDTA, 0.5% SDS) at 65 ◦C for 15 min.
After the addition of 100 µL of 8 M potassium acetate solution and 15 min of centrifugation
at 16,000× g, 300 µL of isopropanol was used to precipitate the DNA, and the pellet was
washed twice with 70% ethanol and dissolved in water. After colony PCR validation, the
strain was counter-selected on minimal media, supplemented with uracil and 5-fluoroorotic
acid to eliminate the CRISPR/Cas9 plasmid after successful deletion of gaaX.

2.2. Sugar Beet Press Pulp

Südzucker AG (Mannheim, Deutschland) provided the dried extracted sugar beet
press pulp (SBPP). The label on the delivered buckets was “26.03.2018, 201720217”. Part of
the SBPP was delivered with smaller particle sizes (milled). The dried SBPP was stored at
4 ◦C and once more dried at 50 ◦C for at least 48 h before use. The granulometric analysis of
the particle size distributions was carried out in triplicates. 15 g of dried SBPP was sieved
for 30 s. The results are listed in Table 1.

Table 1. Granulometric analysis of dried SBPP fractions (milled and non-milled).

SBPP Fraction Particle Size x, mm Fractional Share, % Standard Deviation, %

Non-milled
4.0 < x < 6.3
2.0 < x < 4.0
0.5 < x < 2.0

10.48
62.76
26.76

3.71
2.43
1.74

Milled
1.0 < x < 2.0
0.5 < x < 1.0

x < 0.5

8.28
57.22
34.55

9.61
5.52

11.22

2.3. Sugar Beet Press Pulp Composition Analysis

The dried SBPP was crushed with glass or stainless-steel beads in a mixer mill (MM200,
RETSCH GmbH, Haan, Germany) at 25 Hz for 10 min. Then, 100 mg of the crushed SBPP
was incubated with 20 mL of 2 M trifluoroacetic acid at 100 ◦C for 6 h. Afterwards, the sam-
ples were transferred to a measuring cylinder with 2.5 mL 1 M of sodium acetate buffer and
5 mL of water and adjusted to pH 5 with 10 M NaOH and 9 M H2SO4. Distilled water was
added to achieve a final volume of 40 mL. Before usage, the enzyme mixtures Viscozym®

L (V2010) und Pectinase (P2611) from Aspergillus aculeatus (both Sigma-Aldrich®, Merck
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KGaA, Darmstadt, Germany) were concentrated with centrifugal concentrators with a
molecular weight cut-off of 10,000 Da (Vivaspin® sample concentrators, VWR International
GmbH, Darmstadt, Germany) and washed three times with 50 mM of sodium acetate
buffer (pH 5) and re-suspended in the initial volume (5 mL). The enzyme solutions were
pooled (1:1) and diluted 1:250 in 50 mM of sodium acetate buffer (pH 5), and kanamycin
(50 mg L−1) was added. After acid hydrolysis, 10 mL of enzyme solution was added to
40 mL of pre-treated SBPP samples (final enzyme dilution 1:1250) in 100 mL bottles.

The enzymatic hydrolysis was carried out at pH 5, 50 ◦C, and shaken with a frequency
of 120 min−1 (WiseCube, witeg Labortechnik GmbH, Wertheim, Germany) for 60 h. The con-
centrations of the sugars were determined via HPAEC-PAD (ICS 3000, Thermo-Fisher). The
instrument setup was a Dionex AS Autosampler, a Dionex gradient mixer GM-3 (Dionex
Corp., Sunnyvale, CA, USA), a CarboPac PA1 standard bore guard column (4 × 50 mm),
and a CarboPac PA1 preparative IC column (4 × 250 mm, both Thermo Fisher Scientific
Inc., Waltham, MA, USA). A linear gradient of 100–250 mM sodium acetate in 100 mM of
sodium hydroxide solution (prepared in deionized water) was applied for 12.5 min at 1 mL
min−1 and 30 ◦C. A correlation of standards with known sugar concentrations to peak area
for the determination of the respective concentrations was generated (D-xylose, D-mannose,
L-fuctose, L-arabinose, D-glucose, L-rhamnose, D-GalA, D-galactose, D-fructose, and D-
gluconic acid) to calculate the sugar concentrations of the samples. To estimate the loss of
monosaccharides during pre-treatment of the SBPP samples, 1 mL of a standard containing
1 g L−1 of each monosaccharide and cellulose (Avicel® PH-101, Merck KGaA, Darmstadt,
Germany) was treated in the same way in parallel. The measured sugar concentrations
of the SBPP samples were corrected with the resulting sugar loss compensation factors
(LCF), and all composition analysis measurements were carried out in triplicates. The
non-hydrolyzed biomass of the SBPP samples was determined gravimetrically in triplicates
after drying at 80 ◦C for at least 24 h.

2.4. Preculture, Inoculum Preparation, and Cultivation Media

Forty microliter glycerol stocks of A. niger ATCC11414 ∆gaaX spores were each dis-
tributed on 39 g L−1 potato extract glucose agar plates (Carl Roth GmbH+Co.KG, Karlsruhe,
Germany), which were supplemented with 10 g L−1 yeast extract, a final concentration of
1 mM uridine, and 1 mL L−1 of trace elements solution. After 5 days of incubation at 30 ◦C,
the spores were harvested using a sterile 0.89% (w/v) NaCl solution with 0.05% (v/v) Tween
80. The spore suspension was filtered with sterile cotton wool and diluted to the desired
spore concentration. The trace element solution (L−1) consisted of the following: 10 g EDTA,
4.4 g ZnSO4 · 7 H2O, 1.01 g MnCl2 · 4 H2O, 0.32 g CoCl2 · 6 H2O, 0.32 g CuSO4 · 5 H2O, 0.22 g
(NH4)6Mo7O24 · 4 H2O, 1.47 g CaCl2 · 2 H2O, and 1 g FeSO4 · 7 H2O [53].

The SSF fermentation was performed with 80 g of SBPP, 200 mL of 100 mM sodium
citrate citric acid buffer (pH 4.5), and 85 mL of liquid medium concentrate, resulting in
final concentrations in the liquid phase of 307 mM (NH4)2SO4, 12.3 mM KCl, 19.3 mM
KH2PO4, 3.5 mM MgSO4, 1.8 mM uridine, and 1.8 mL L−1 trace element solution. The
initial moisture content of the SBPP was 72% (w/v). SBPP was autoclaved with the sodium
citrate buffer, and the additives were added (sterile) afterwards.

2.5. Solid-State Fermentation

A 3.6 L stirred-tank bioreactor designed for solid substrates and enzymatic biopro-
cesses equipped with an anchor stirrer, a one-fold helical stirrer, and a pitched-bladed
impeller (45◦) (Labfors, Infors-HT, Bottmingen, Switzerland) was used for the solid-state
fermentation of SBPP with A. niger. The stirrers shown in Figure 1 were mounted at the
following positions on the axes: the anchor stirrer at the lower end of the stirrer shaft,
the one-fold helical stirrer without a gap directly above the anchor stirrer, followed by
the pitched-blade impeller with a gap of 3 cm. There was no stirring during SSF because
the electrical drive of the bioreactor was not able to move the stirrers. The SSF processes
were inoculated with a spore density of 6.25 × 106 spores g−1 SBPP by distributing them
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manually in the SBPP media in a beaker glass and filling the inoculated SBPP into the
bioreactor via a port in the lid using a sterile spatula until a filling height of 5 cm was
achieved. Inoculation and filling of the bioreactor were performed in a clean bench (SWB
Klasse 1 FAZ 3, WALDNER Holding SE & Co. KG, Wangen, Germany). The temperature
was controlled at 30 ◦C, and the gas flow rate was fixed to 1 L of humidified sterile air h−1

via headspace aeration. For humidification, the sterile air was passed through a bottle filled
with 500 mL of sterile deionized water at room temperature. To prevent initial spore loss,
aeration was initiated 4 h after inoculation. The exhaust gas composition (O2, CO2) was
monitored online (BlueVary, BlueSens Gas Sensor GmbH, Herten, Germany).
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Figure 1. Stirrers made of steel used for SSF and subsequent hydrolysis of SBPP: (a) anchor stirrer
with a maximum diameter of 14 cm and a maximum height of 2.2 cm, (b) one-fold helical stirrer with
a maximum diameter of 14 cm and a maximum height of 13.5 cm, and (c) pitched-bladed impeller
(45◦) with a diameter of 7 cm. Stirrer figures adapted from Labfors 5 operating manual (Labfors,
Infors-HT, Bottmingen, Switzerland).

2.6. Subsequent Hydrolysis of Sugar Beet Press Pulp

After the production of the hydrolytic enzymes by SSF, 1.715 L of sterile water was
added to the stirred-tank bioreactor via a sterile port in the bioreactor lid. Gassing was
switched to sterile nitrogen gas until the exhaust gas analyzer detected no more oxygen.
The temperature was raised to 50 ◦C, and the agitation rate was set to 220 rpm. pH 4.5
was controlled by the addition of 1 M KOH or 0.5 M H2SO4. After each sampling via
the sampling tube, the bioreactor was rinsed with sterile nitrogen gas until the oxygen
coming into the reactor during sampling was removed. An amount of 220 g of milled
SBPP previously autoclaved with 200 mL of water was added after 24 h of hydrolysis in
the bioreactor.

2.7. Quantification of Sugars and Organic Acids in Hydrolysis Supernatants

Concentrations of sugars and organic acids in the hydrolysis samples were measured
by HPLC (1100 Series, Agilent Technologies, Santa Clara, CA, USA) using a Rezex ROA-
Organic Acid H+ (8%) LC (300 × 7.8 mm) cation exchange column with a SecurityGuard
Cartridge Carbo-H (4 × 3.0 mm) pre-column (both Phenomenex Ltd., Aschaffenburg, Ger-
many). The samples were inactivated at 90 ◦C for 10 min and filtered with a 0.2 µm cellulose
filter (Chromafil RC20/15 MS, Macherey-Nagel GmbH & Co., KG, Dürgen, Germany). If
necessary, the samples were diluted with deionized water. Separation of 20 µL samples was
carried out at a constant flow rate of 0.5 mL min−1 of 5 mM H2SO4 as eluent at a column
temperature of 65 ◦C. Sugars and organic acids were detected with a refractive index (RI)
detector (1200 Series G1362A, Agilent Technologies, Santa Clara, CA, USA) and quantified
using respective standards.
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2.8. Gravimetric Biomass Analysis of Hydrolysis Samples

In triplicates, 2 mL of each sample were pipetted into pre-dried and weighted tubes
(Safe-Lock Tube 2 mL, Eppendorf SE, Hamburg, Germany). The samples were spun down
at 20,000 RCF for 10 min at 4 ◦C (Centrifuge 5424 R, Eppendorf SE, Hamburg, Germany).
After discarding the supernatant, the remaining biomass was dried at 80 ◦C for at least 48 h.
After cooling down, the tubes were weighed again to calculate the biomass dry weight
concentration in the samples.

2.9. Total Polygalacturonase Activity Assay

Total polygalacturonase activities were determined following an adapted version of
the Fructan Assay Kit protocol (Megazyme, Bray, Ireland). An amount of 100 µL of the
hydrolysis supernatant (previously diluted 1:200 with 100 mM of sodium acetated buffer,
pH 4.5) and 100 µL of a 10 g L−1 polygalacturonic acid solution (PGA, buffered in 100 mM
of citrate, pH 4.5) were mixed and incubated for 60 min at 50 ◦C. Samples of 20 µL were
taken regularly and pipetted on a PCR tray (Rotilabo®-PCR- tray, Carl Roth GmbH+Co.
KG, Karlsruhe, Germany) on ice. The released reducing sugar ends were determined using
a 4-hydroxybenzhydrazide solution, as described in the Megazyme protocol and measured
at 405 nm with a microplate reader (Multiscan FC, Thermo Fisher Scientific Inc., Waltham,
MA, USA). The first sample value measured before incubation was subtracted from each of
the following sample values. One unit of total polygalacturonase activity was defined as
the amount of enzyme that catalyzes the formation of one µmol D-GalA per minute at the
assay conditions. All sample measurements were performed in triplicate, and the means
with respective standard deviations were determined.

3. Results and Discussion
3.1. Composition of SBPP

The monomer composition of the used SBPP is shown in Table 2. The three main
sugar components of the extracted SBPP under study were 21.8% (w/w) D-galacturonic acid
(D-GalA), 21.6% (w/w) L-arabinose (Ara), and 13.6% (w/w) D-glucose (Glu).

Table 2. Dry matter composition of hydrolyzed SBPP under study in % (w/w), including the sugar
loss compensation factors (LCF). The LCFs were multiplied by the determined values to obtain the
correct share. The determined sugars were D-glucose (Glu), D-galacturonic acid (D-GalA), L-arabinose
(Ara), D-galactose (Gal), D-xylose (Xyl), D-mannose (Man), L-rhamnose (Rha), L-fucose (Fuc) and
D-glucuronic acid (GluA), and residual mass (RM). The results are compared to the literature and
their mean values of the respective sugars [13,54,55].

Glu D-GalA Ara Gal Xyl Man Rha Fuc GluA RM Total

LCF 1.56 2.78 1.80 1.80 2.13 3.41 1.80 1.66 2.16 -

Share 13.6 21.8 21.6 6.9 1.2 0.5 6.8 0.2 0.3 28.5 101.4

[54] 23.3 19.8 23.5 5.8 1.7 1.3 2.1 0.2 n. a. 21.4 99.1
[13] 21.1 21.1 20.9 5.1 1.7 1.1 2.4 0.2 n. a. 21.4 95.0
[55] 21.7 18.9 17.3 4.3 1.5 1.5 1.1 0 n. a. 25.4 91.7

Mean 22.0 19.9 20.6 5.1 1.6 1.3 1.9 0.1 n. a. 22.7 95.2

The differences in reported data from other studies are likely due to a large extent
to the biological variance of the raw material. The composition of SBPP is known to be
dependent on cultivation conditions [56]. Moreover, the necessary hydrolysis protocols for
the compositional analysis also have a significant influence and have not been standardized
yet. D-glucuronic acid (GluA) was not analyzed in previous studies. Clear differences from
previously reported SBPP compositions were observed in the L-rhamnose and D-glucose
fractions. The SBPP under study showed a higher L-rhamnose fraction (6.8%) compared to
the literature data (1.9%), whereas the D-glucose fraction of the SBPP under study (13.6%)
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was clearly lower compared to published data (22.0%). This may be attributed to partially
not hydrolyzed cellulose in the SBPP under study because the remaining dry biomass
after hydrolysis is accordingly higher (28.5% compared to 22.7%) and because the cellulose
control did not completely dissolve, as well. In the compositional analysis of SBPP, the
mass balance was closed within the estimation error to 101.4%. We based the calculation of
yields below on the measured composition of the SBPP material under study.

3.2. Integrated Process for Enzyme Production and Subsequent Hydrolysis

The SSF with the engineered A. niger strain was carried out with non-milled SBPP to
provide cavities between the SBPP particles for sufficient aeration (Figure 2b). The filling
volume of the stirred-tank bioreactor was kept as low as possible for enzyme production,
and the stirrers were not operated during SSF. After 96 h of SSF, the temperature was raised
to 50 ◦C, and the stirred-tank bioreactor was rinsed with nitrogen gas to inactivate the
metabolism of A. niger to prevent any further sugar consumption [57,58]. Additionally,
sterile water was added, and stirring was started at 220 rpm to detach and solve the
hydrolytic enzymes in the water phase (Figure 2c). After 24 h, fresh sterile and milled SBPP
was added to the bioreactor (Figure 2d) to start the hydrolysis. The delayed addition of
milled SBPP was chosen to enable the estimation of the sugar yields during hydrolysis.
The assumption was that the hydrolysis of the SBPP used for SSF would be finished within
24 h. The delayed addition of milled SBPP for hydrolysis will not be necessary for a real
one-pot process combining enzyme production with SSF and hydrolysis.
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Figure 2. Process scheme for the one-pot SSF with A. niger for enzyme production and subsequent
hydrolysis of extracted SBPP in a lab-scale stirred-tank bioreactor. (a) Stirrer configuration with an
anchor stirrer, a one-fold helical stirrer, and a pitched-bladed impeller (from bottom to top). (b) Non-
milled SBPP is filled in, moisturized with medium, and inoculated with A. niger spores. The solid
level during SSF is 5 cm. (c) Before the initiation of the hydrolysis, 1.715 L of sterile water is added
to the bioreactor with a final filling level of 12 cm, stirring is started at 220 rpm, the temperature is
raised to 50 ◦C, and the bioreactor is rinsed with nitrogen gas to inactivate the metabolic activities of
A. niger. (d) After 24 h, subsequent hydrolysis is started by adding sterile milled SBPP, resulting in a
final filling level of 17 cm.

3.3. Solid-State Fermentation with Engineered A. niger

Two SSF processes were carried out with engineered A. niger on non-milled SBPP with
an initial moisture content of 72% (w/v). The wet heap was inoculated with 6.25 × 106 spores
per g SBPP. Sterile air was used for gassing and the CO2- and O2-concentrations were mea-
sured in the exhaust gas to monitor the metabolic activities of the A. niger cells (Figure 3).
The CO2 concentration starts to increase after ~24 h, whereas the O2 concentration starts to
decrease. Maximum metabolic activities were observed between 57–62 h after inoculation.
After 96 h, metabolic activities in both SSF processes were reduced to 50% of the maximum.
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Figure 3. Carbon dioxide (CO2) (a) and oxygen (O2) (b) concentrations in the exhaust gases of two
SSF with A. niger ATCC 11414 ∆gaaX on non-milled SBPP. The pH was buffered at pH 4.5, and the
wet heap of SBPP was inoculated with 6.25 × 106 spores per L. The aeration was started with 1 L h−1

of sterile air after 4 h to prevent spore loss (indicated by the dashed line).

The resulting and diluted total polygalacturonase activities after 96 h SSF were
36.5 ± 5.4 U mL−1 (faster SSF process indicated by the black line in Figure 3) and
29.9 ± 0.6 U mL−1 (both measured after the addition of 1.715 L of sterile water). The
estimation of the undiluted enzyme activities in the wet SSF media before hydrolysis
were 256.1 ± 37.9 U mL−1 and 209.8 ± 4.2 U mL−1, respectively. The polygalacturonase
activities measured after SSF are significantly higher compared to those from a submerged
fermentation experiment with this modified strain, which reached 141.12 ± 6.64 U mL−1

after 81 h fermentation [59]. Comparing these results to a submerged fermentation experi-
ment with the non-modified A. niger ATCC 11414 strain with a polygalacturonase activity
of 1.5 U mL−1 after 82 h fermentation, the engineered strain shows a significantly higher
enzyme secretion [23]. Reported pectinase activities produced by SSF with A. niger on
10 g soy and wheat bran at 40% (w/w) moisture content were about 25 U mL−1 after 70 h
fermentation time. The enzymes were extracted by adding 50 mL of buffer, leading to a
dilution factor of 4 and resulting in an initial enzyme activity of about 100 U mL−1 [31].

3.4. Subsequent Hydrolysis of SBPP

After the addition of sterile water, initiating of stirring at 220 rpm, increasing the
temperature to 50 ◦C, and rinsing of the stirred-tank bioreactor with nitrogen gas to
inactivate the A. niger cells, autoclaved milled SBPP was added with a delay of 24 h for
the hydrolysis. The biomass dry weight concentrations, including the fungal biomass, are
shown in Figure 4 as a function of the hydrolysis process time. Within the first 24 h, the
remaining dry mass concentration from the SSF process was reduced from ~20 g L−1 to
~15 g L−1. Adding milled SBPP after 24 h resulted in about 119 g L−1 of biomass dry weight.
Due to the enzymatic hydrolysis, dry mass concentrations were reduced continuously, but
at a decreasing rate, reaching a final concentration of 54 g L−1 of dry biomass after a
hydrolysis process time of 166 h. This corresponds to the enzymatic hydrolysis of about
48% of the milled SBPP added in the subsequent hydrolysis process part within 142 h.

The sugar concentrations in the liquid phase are shown in Figure 5. The sugars
xylose (Xyl), mannose (Man), and galactose (Gal) cannot be separated with the applied
HPLC method. The release of all sugars was finished within the first 24 h before the
addition of the autoclaved milled SBPP, with the exception of glucose. Immediately after
the addition of the milled SBPP, the glucose concentrations, as well as the sum of xylose,
mannose, and galactose concentrations, increased instantaneously by a factor of 1.68 and
5.06, respectively. Autoclaving of the milled SBPP most probably caused this effect. Final
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concentrations of 17 g L−1 Glu, 18.8 g L−1 Ara, 12.5 g L−1 D-GalA, and 6.5 g L−1 Xyl, Man,
Gal, respectively, were achieved after a hydrolysis process time of 166 h, resulting in a total
sugar concentration of 54.8 g L−1. As none of the release rates of the sugar monomers is
approaching zero after 166 h, higher sugar concentrations may be possible by increasing
the hydrolysis process times.
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The sugar yields of the hydrolysis process are shown in Figure 6 as a function of
process time. Yields were calculated based on the SBPP composition analysis (Table 2) only
considering the milled SBPP added after 24 h and the released sugar monomers after the
addition. Glucose yield and the summed-up yield of xylose, mannose, and galactose were
already ~20% and ~40%, respectively, directly after adding the autoclaved milled SBPP.
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The final glucose yield after 166 h achieved 98%, but the release rate of glucose did not
approach zero at the end of the hydrolysis. This may be caused by an additional release of
glucose from the SBPP, which was used before in the SSF, because glucose was the only
sugar that was released until the end of the 24 h delay period after SFF (Figure 5). Another
explanation may be an underestimated glucose content of the SBPP under study compared
to the literature data (Table 2). Considering the mean glucose content of SBPP reported in
the literature (22%), the hydrolysis would result in a final glucose yield of 61% after 166 h.
The final yields of the other sugar monomers after 166 h are 86% Ara and 71–75% Xyl, Man,
and Gal.

The lowest yield was observed for the monomer of pectin because only 50% D-GalA
was measured after 166 h of hydrolysis, although a genetically improved polygalacturonase-
producing A. niger strain was previously applied in the SSF. After 24 h of hydrolysis,
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and prior to the addition of fresh SBPP, the polygalacturonase activities decreased to
21.86 ± 1.2 U mL−1 (the faster SSF process is indicated by the black symbols in Figures 5 and 6)
and 15.52 ± 1.9 U mL−1, respectively, which correspond to a reduction to 60% and 52.4%
of the initial activity, respectively. In contrast, D-GalA yields of 67% were achieved after
162 h of hydrolysis without the 24 h delay before the addition of SBPP [59]. It seems that
this decrease in enzyme activity within 24 h at 50 ◦C before the addition of the milled
SBPP might be the reason for the lower D-GalA yield, despite the fact that a temperature
optimum of 50 ◦C was reported for the polygalacturonases from A. niger, and a half-life of
276 h was measured at 55 ◦C [60].

The achieved sugar yields of this one-pot enzyme production and hydrolysis process
are comparable to the literature data of SBPP-hydrolysis processes with combinations of
commercially available, concentrated enzymes for SBPP degradation. For example, an Ara
yield of 94% and a glucose yield of 63–79% were reported with a multienzyme combination
of fungal cellulases, hemicellulases, and pectinases with initial SBPP concentrations of
100–250 g L−1 within 48 h [61].

One of the major challenges of using plant biomass after hydrolysis as a substrate for
fermentation is the resulting low sugar concentrations in the hydrolysate. Water evapora-
tion for the concentration of the sugars in the hydrolysate will not be economically feasible
for low-value products, such as ethanol. Complete conversion of single sugar monomers
to higher-value products is thus inevitable for hydrolysates’ economic utilization. As an
example, the increase in D-GalA concentrations to 12 g L−1 shown here will improve the
final concentration of the higher-value product L-galactonate, which can be produced by
engineered Saccharomyces cerevisiae with high yields within a consecutive biotransformation
process [24,25].

4. Conclusions

The one-pot process combining (i) substrate-specific hydrolytic enzyme production
in SSF with engineered A. niger with (ii) high solid loads during enzymatic hydrolysis of
the milled SBPP led to total sugar concentrations of above 50 g L−1 and is thus convenient
for further biotransformation. Applying a one-pot process combining hydrolytic enzyme
production and hydrolysis without an intermediate enzyme extraction and preparation step
will help to reduce process costs. SSF of SBPP with the pectinase de-repressed A. niger strain
showed a distinct improvement in polygalacturonase secretion compared to submerged
fermentation. Further studies are necessary to improve sugar yields and concentrations
up to the theoretical maxima before scale-up studies of this one-pot process make sense.
In addition, studies on further integration of appropriate biotransformation steps after
hydrolysis of SBPP, e.g., by the addition of an engineered whole-cell biocatalyst or by
additional engineering of the A. niger strain already used for enzyme production, will be
promising to reduce production costs further, as no intermediate purification steps will
be necessary. Ideally, one of the sugar monomers released from SBPP will be used as an
educt to be transformed with the highest selectivity to a value-added product, and the
other sugars will serve as co-substrates. For example, the released D-galacturonic acid in
the hydrolysate may be used for further biotransformation to L-galactonate by recombinant
yeast, as shown before [24,25]. In addition, L-arabinose may be converted to low calorie
sweetener arabitol by Candida parapsilosis [62]. In both biotransformations, the glucose in the
hydrolysate may serve as an energy source for the yeasts and/or for cofactor regeneration.

Supplementary Materials: The following supporting information can be downloaded at: https://
www.mdpi.com/article/10.3390/fermentation9070582/s1, Table S1: Primers for gaaX gene knockout.

Author Contributions: Conceptualization, M.K. and D.W.-B. Methodology and investigation, M.K.
(SSF, hydrolysis); D.S. and K.S. (SBPP analysis); K.S., M.R. and J.P.B. (microbiology). Data discussion
and analysis, M.K., D.S., K.S., M.R., J.P.B. and D.W.-B. Writing—original draft preparation, M.K., K.S.,
M.R. and J.P.B. (engineering of A. niger). Writing—review and editing, J.P.B. and D.W.-B. Visualization,

https://www.mdpi.com/article/10.3390/fermentation9070582/s1
https://www.mdpi.com/article/10.3390/fermentation9070582/s1


Fermentation 2023, 9, 582 13 of 15

M.K. Supervision, project administration, and funding acquisition, J.P.B. and D.W.-B. All authors
have read and agreed to the published version of the manuscript.

Funding: This research was funded by the German Ministry of Education and Research (BMBF), re-
search projects PRO-SUGAR (031B0342A & 031B0342C), and PRO-SUPER (031B1048A & 031B1048C).

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: The original contributions presented in the study are included in the
article; further inquiries can be directed to the corresponding authors.

Acknowledgments: The authors gratefully thank the German Ministry of Education and Research
(BMBF) for funding. The support of Melanie Knesebeck, Dominik Schäfer, Kevin Schmitz, and Marcel
Rüllke by the TUM Graduate School is acknowledged as well.

Conflicts of Interest: The funders had no role in the design of the study, in the collection, analyses,
or interpretation of data, in the writing of the manuscript, or in the decision to publish the results.

References
1. Koop, S.H.A.; van Leeuwen, C.J. The challenges of water, waste and climate change in cities. Environ. Dev. Sustain. 2017, 19,

385–418. [CrossRef]
2. Godfray, H.C.J.; Beddington, J.R.; Crute, I.R.; Haddad, L.; Lawrence, D.; Muir, J.F.; Pretty, J.; Robinson, S.; Thomas, S.M.; Toulmin,

C. Food security: The challenge of feeding 9 billion people. Science 2010, 327, 812–818. [CrossRef]
3. Barros, M.V.; Salvador, R.; de Francisco, A.C.; Piekarski, C.M. Mapping of research lines on circular economy practices in

agriculture: From waste to energy. Renew. Sustain. Energy Rev. 2020, 131, 109958. [CrossRef]
4. Velasco-Muñoz, J.F.; Aznar-Sánchez, J.A.; López-Felices, B.; Román-Sánchez, I.M. Circular economy in agriculture. An analysis of

the state of research based on the life cycle. Sustain. Prod. Consum. 2022, 34, 257–270. [CrossRef]
5. Toop, T.A.; Ward, S.; Oldfield, T.; Hull, M.; Kirby, M.E.; Theodorou, M.K. AgroCycle—Developing a circular economy in

agriculture. Energy Procedia 2017, 123, 76–80. [CrossRef]
6. Koul, B.; Yakoob, M.; Shah, M.P. Agricultural waste management strategies for environmental sustainability. Environ. Res. 2022,

206, 112285. [CrossRef]
7. Sarkar, N.; Ghosh, S.K.; Bannerjee, S.; Aikat, K. Bioethanol production from agricultural wastes: An overview. Renew. Energy 2012,

37, 19–27. [CrossRef]
8. Yaashikaa, P.R.; Senthil Kumar, P.; Varjani, S. Valorization of agro-industrial wastes for biorefinery process and circular bioecon-

omy: A critical review. Bioresour. Technol. 2022, 343, 126126. [CrossRef]
9. Suffo, M.; La Mata, M.d.; Molina, S.I. A sugar-beet waste based thermoplastic agro-composite as substitute for raw materials. J.

Clean. Prod. 2020, 257, 120382. [CrossRef]
10. Hutnan, M.; Drtil, M.; Mrafkova, L. Anaerobic biodegradation of sugar beet pulp. Biodegradation 2000, 11, 203–211. [CrossRef]
11. Usmani, Z.; Sharma, M.; Diwan, D.; Tripathi, M.; Whale, E.; Jayakody, L.N.; Moreau, B.; Thakur, V.K.; Tuohy, M.; Gupta, V.K.

Valorization of sugar beet pulp to value-added products: A review. Bioresour. Technol. 2022, 346, 126580. [CrossRef] [PubMed]
12. Cárdenas-Fernández, M.; Hamley-Bennett, C.; Leak, D.J.; Lye, G.J. Continuous enzymatic hydrolysis of sugar beet pectin and

l-arabinose recovery within an integrated biorefinery. Bioresour. Technol. 2018, 269, 195–202. [CrossRef] [PubMed]
13. Micard, V.; Renard, C.; Thibault, J.-F. Enzymatic saccharification of sugar-beet pulp. Enzym. Microb. Technol. 1996, 19, 162–170.

[CrossRef]
14. Levigne, S.; Ralet, M.-C.; Thibault, J.-F. Characterisation of pectins extracted from fresh sugar beet under different conditions

using an experimental design. Carbohydr. Polym. 2002, 49, 145–153. [CrossRef]
15. Chamy, R.; Illanes, A.; Aroca, G.; Nuñez, L. Acid hydrolysis of sugar beet pulp as pretreatment for fermentation. Bioresour. Technol.

1994, 50, 149–152. [CrossRef]
16. Leijdekkers, A.G.M.; Bink, J.P.M.; Geutjes, S.; Schols, H.A.; Gruppen, H. Enzymatic saccharification of sugar beet pulp for the

production of galacturonic acid and arabinose; a study on the impact of the formation of recalcitrant oligosaccharides. Bioresour.
Technol. 2013, 128, 518–525. [CrossRef]

17. Palmqvist, E.; Hahn-Hägerdal, B. Fermentation of lignocellulosic hydrolysates. I: Inhibition and detoxification. Bioresour. Technol.
2000, 74, 17–24. [CrossRef]

18. Cherry, J.R.; Fidantsef, A.L. Directed evolution of industrial enzymes: An update. Curr. Opin. Biotechnol. 2003, 14, 438–443.
[CrossRef]

19. Johnson, E. Integrated enzyme production lowers the cost of cellulosic ethanol. Biofuels Bioprod. Bioref. 2016, 10, 164–174.
[CrossRef]

20. Bala, A.; Singh, B. Cost-effective production of biotechnologically important hydrolytic enzymes by Sporotrichum thermophile.
Bioprocess Biosyst. Eng. 2016, 39, 181–191. [CrossRef]

https://doi.org/10.1007/s10668-016-9760-4
https://doi.org/10.1126/science.1185383
https://doi.org/10.1016/j.rser.2020.109958
https://doi.org/10.1016/j.spc.2022.09.017
https://doi.org/10.1016/j.egypro.2017.07.269
https://doi.org/10.1016/j.envres.2021.112285
https://doi.org/10.1016/j.renene.2011.06.045
https://doi.org/10.1016/j.biortech.2021.126126
https://doi.org/10.1016/j.jclepro.2020.120382
https://doi.org/10.1023/A:1011139621329
https://doi.org/10.1016/j.biortech.2021.126580
https://www.ncbi.nlm.nih.gov/pubmed/34923076
https://doi.org/10.1016/j.biortech.2018.08.069
https://www.ncbi.nlm.nih.gov/pubmed/30172183
https://doi.org/10.1016/0141-0229(95)00224-3
https://doi.org/10.1016/S0144-8617(01)00314-9
https://doi.org/10.1016/0960-8524(94)90067-1
https://doi.org/10.1016/j.biortech.2012.10.126
https://doi.org/10.1016/S0960-8524(99)00160-1
https://doi.org/10.1016/S0958-1669(03)00099-5
https://doi.org/10.1002/bbb.1634
https://doi.org/10.1007/s00449-015-1502-8


Fermentation 2023, 9, 582 14 of 15

21. Cairns, T.C.; Nai, C.; Meyer, V. How a fungus shapes biotechnology: 100 years of Aspergillus niger research. Fungal Biol. Biotechnol.
2018, 5, 13. [CrossRef] [PubMed]

22. Niu, J.; Alazi, E.; Reid, I.D.; Arentshorst, M.; Punt, P.J.; Visser, J.; Tsang, A.; Ram, A.F.J. An Evolutionarily Conserved Transcriptional
Activator-Repressor Module Controls Expression of Genes for D-Galacturonic Acid Utilization in Aspergillus niger. Genetics 2017,
205, 169–183. [CrossRef] [PubMed]

23. Schäfer, D.; Schmitz, K.; Weuster-Botz, D.; Benz, J.P. Comparative evaluation of Aspergillus niger strains for endogenous pectin-
depolymerization capacity and suitability for D-galacturonic acid production. Bioprocess Biosyst. Eng. 2020, 43, 1549–1560.
[CrossRef]

24. Harth, S.; Wagner, J.; Sens, T.; Choe, J.-Y.; Benz, J.P.; Weuster-Botz, D.; Oreb, M. Engineering cofactor supply and NADH-dependent
D-galacturonic acid reductases for redox-balanced production of L-galactonate in Saccharomyces cerevisiae. Sci. Rep. 2020, 10,
19021. [CrossRef] [PubMed]

25. Wagner, J.; Schäfer, D.; von den Eichen, N.; Haimerl, C.; Harth, S.; Oreb, M.; Benz, J.P.; Weuster-Botz, D. D-Galacturonic acid
reduction by S. cerevisiae for L-galactonate production from extracted sugar beet press pulp hydrolysate. Appl. Microbiol. Biotechnol.
2021, 105, 5795–5807. [CrossRef]

26. Maria Vidal, L.; Wittkamp, T.; Philipp Benz, J.; Jekle, M.; Becker, T. A dynamic micro-scale dough foaming and baking analysis—
Comparison of dough inflation based on different leavening agents. Food Res. Int. 2023, 164, 112342. [CrossRef]

27. Pirota, R.D.P.B.; Baleeiro, F.C.F.; Farinas, C.S. Saccharification of biomass using whole solid-state fermentation medium to avoid
additional separation steps. Biotechnol. Prog. 2013, 29, 1430–1440. [CrossRef]

28. Maehara, L.; Pereira, S.C.; Silva, A.J.; Farinas, C.S. One-pot strategy for on-site enzyme production, biomass hydrolysis, and
ethanol production using the whole solid-state fermentation medium of mixed filamentous fungi. Biotechnol. Prog. 2018, 34,
671–680. [CrossRef]

29. Dessie, W.; Tang, J.; Wang, M.; Luo, X.; Liu, X.; Qin, Z. One-pot conversion of industrial hemp residue into fermentable feedstocks
using green catalyst and enzyme cocktails generated by solid-state fermentation. Ind. Crops Prod. 2022, 182, 114885. [CrossRef]

30. Melnichuk, N.; Braia, M.J.; Anselmi, P.A.; Meini, M.-R.; Romanini, D. Valorization of two agroindustrial wastes to produce
alpha-amylase enzyme from Aspergillus oryzae by solid-state fermentation. Waste Manag. 2020, 106, 155–161. [CrossRef]

31. Castilho, L.R.; Medronho, R.A.; Alves, T.L. Production and extraction of pectinases obtained by solid state fermentation of
agroindustrial residues with Aspergillus niger. Bioresour. Technol. 2000, 71, 45–50. [CrossRef]

32. Gamarra, N.N.; Villena, G.K.; Gutiérrez-Correa, M. Cellulase production by Aspergillus niger in biofilm, solid-state, and submerged
fermentations. Appl. Microbiol. Biotechnol. 2010, 87, 545–551. [CrossRef]

33. Roukas, T.; Kotzekidou, P. Pomegranate peel waste: A new substrate for citric acid production by Aspergillus niger in solid-state
fermentation under non-aseptic conditions. Environ. Sci. Pollut. Res. Int. 2020, 27, 13105–13113. [CrossRef] [PubMed]

34. Gowthaman, M.K.; Krishna, C.; Moo-Young, M. Fungal solid state fermentation—An overview. In Agriculture and Food Production;
Elsevier: Amsterdam, The Netherlands, 2001; pp. 305–352.

35. Xu, F.; Sun, J.; Konda, N.V.S.N.M.; Shi, J.; Dutta, T.; Scown, C.D.; Simmons, B.A.; Singh, S. Transforming biomass conversion
with ionic liquids: Process intensification and the development of a high-gravity, one-pot process for the production of cellulosic
ethanol. Energy Environ. Sci. 2016, 9, 1042–1049. [CrossRef]

36. Chen, Y.; Sharma-Shivappa, R.R.; Keshwani, D.; Chen, C. Potential of agricultural residues and hay for bioethanol production.
Appl. Biochem. Biotechnol. 2007, 142, 276–290. [CrossRef]

37. Bansal, N.; Tewari, R.; Soni, R.; Soni, S.K. Production of cellulases from Aspergillus niger NS-2 in solid state fermentation on
agricultural and kitchen waste residues. Waste Manag. 2012, 32, 1341–1346. [CrossRef]

38. Marzo, C.; Díaz, A.B.; Caro, I.; Blandino, A. Conversion of Exhausted Sugar Beet Pulp into Fermentable Sugars from a Biorefinery
Approach. Foods 2020, 9, 1351. [CrossRef]

39. Moran-Aguilar, M.G.; Costa-Trigo, I.; Calderón-Santoyo, M.; Domínguez, J.M.; Aguilar-Uscanga, M.G. Production of cellulases
and xylanases in solid-state fermentation by different strains of Aspergillus niger using sugarcane bagasse and brewery spent
grain. Biochem. Eng. J. 2021, 172, 108060. [CrossRef]

40. Couri, S.; Da Costa Terzi, S.; Saavedra Pinto, G.A.; Pereira Freitas, S.; Da Augusto Costa, A.C. Hydrolytic enzyme production in
solid-state fermentation by Aspergillus niger 3T5B8. Process Biochem. 2000, 36, 255–261. [CrossRef]

41. Ruiz, H.A.; Rodríguez-Jasso, R.M.; Rodríguez, R.; Contreras-Esquivel, J.C.; Aguilar, C.N. Pectinase production from lemon
peel pomace as support and carbon source in solid-state fermentation column-tray bioreactor. Biochem. Eng. J. 2012, 65, 90–95.
[CrossRef]

42. Dhillon, G.S.; Brar, S.K.; Kaur, S.; Verma, M. Bioproduction and extraction optimization of citric acid from Aspergillus niger by
rotating drum type solid-state bioreactor. Ind. Crops Prod. 2013, 41, 78–84. [CrossRef]

43. Biz, A.; Finkler, A.T.J.; Pitol, L.O.; Medina, B.S.; Krieger, N.; Mitchell, D.A. Production of pectinases by solid-state fermentation
of a mixture of citrus waste and sugarcane bagasse in a pilot-scale packed-bed bioreactor. Biochem. Eng. J. 2016, 111, 54–62.
[CrossRef]

44. Gibson, D.G.; Young, L.; Chuang, R.-Y.; Venter, J.C.; Hutchison, C.A.; Smith, H.O. Enzymatic assembly of DNA molecules up to
several hundred kilobases. Nat. Methods 2009, 6, 343–345. [CrossRef]

45. Sarkari, P.; Marx, H.; Blumhoff, M.L.; Mattanovich, D.; Sauer, M.; Steiger, M.G. An efficient tool for metabolic pathway construction
and gene integration for Aspergillus niger. Bioresour. Technol. 2017, 245, 1327–1333. [CrossRef]

https://doi.org/10.1186/s40694-018-0054-5
https://www.ncbi.nlm.nih.gov/pubmed/29850025
https://doi.org/10.1534/genetics.116.194050
https://www.ncbi.nlm.nih.gov/pubmed/28049705
https://doi.org/10.1007/s00449-020-02347-z
https://doi.org/10.1038/s41598-020-75926-5
https://www.ncbi.nlm.nih.gov/pubmed/33149263
https://doi.org/10.1007/s00253-021-11433-5
https://doi.org/10.1016/j.foodres.2022.112342
https://doi.org/10.1002/btpr.1811
https://doi.org/10.1002/btpr.2619
https://doi.org/10.1016/j.indcrop.2022.114885
https://doi.org/10.1016/j.wasman.2020.03.025
https://doi.org/10.1016/S0960-8524(99)00058-9
https://doi.org/10.1007/s00253-010-2540-4
https://doi.org/10.1007/s11356-020-07928-9
https://www.ncbi.nlm.nih.gov/pubmed/32016865
https://doi.org/10.1039/C5EE02940F
https://doi.org/10.1007/s12010-007-0026-3
https://doi.org/10.1016/j.wasman.2012.03.006
https://doi.org/10.3390/foods9101351
https://doi.org/10.1016/j.bej.2021.108060
https://doi.org/10.1016/S0032-9592(00)00209-0
https://doi.org/10.1016/j.bej.2012.03.007
https://doi.org/10.1016/j.indcrop.2012.04.001
https://doi.org/10.1016/j.bej.2016.03.007
https://doi.org/10.1038/nmeth.1318
https://doi.org/10.1016/j.biortech.2017.05.004


Fermentation 2023, 9, 582 15 of 15

46. Nødvig, C.S.; Hoof, J.B.; Kogle, M.E.; Jarczynska, Z.D.; Lehmbeck, J.; Klitgaard, D.K.; Mortensen, U.H. Efficient oligo nucleotide
mediated CRISPR-Cas9 gene editing in Aspergilli. Fungal Genet. Biol. 2018, 115, 78–89. [CrossRef] [PubMed]

47. Nødvig, C.S.; Nielsen, J.B.; Kogle, M.E.; Mortensen, U.H. A CRISPR-Cas9 System for Genetic Engineering of Filamentous Fungi.
PLoS ONE 2015, 10, e0133085. [CrossRef]

48. Zheng, X.; Zheng, P.; Zhang, K.; Cairns, T.C.; Meyer, V.; Sun, J.; Ma, Y. 5S rRNA Promoter for Guide RNA Expression Enabled
Highly Efficient CRISPR/Cas9 Genome Editing in Aspergillus niger. ACS Synth. Biol. 2019, 8, 1568–1574. [CrossRef]

49. Leynaud-Kieffer, L.M.C.; Curran, S.C.; Kim, I.; Magnuson, J.K.; Gladden, J.M.; Baker, S.E.; Simmons, B.A. A new approach to
Cas9-based genome editing in Aspergillus niger that is precise, efficient and selectable. PLoS ONE 2019, 14, e0210243. [CrossRef]

50. Niu, J.; Arentshorst, M.; Seelinger, F.; Ram, A.F.J.; Ouedraogo, J.P. A set of isogenic auxotrophic strains for constructing multiple
gene deletion mutants and parasexual crossings in Aspergillus niger. Arch. Microbiol. 2016, 198, 861–868. [CrossRef]

51. Meyer, V.; Arentshorst, M.; El-Ghezal, A.; Drews, A.-C.; Kooistra, R.; van den Hondel, C.A.M.J.J.; Ram, A.F.J. Highly efficient gene
targeting in the Aspergillus niger kusA mutant. J. Biotechnol. 2007, 128, 770–775. [CrossRef]

52. Carvalho, N.D.S.P.; Arentshorst, M.; Jin Kwon, M.; Meyer, V.; Ram, A.F.J. Expanding the ku70 toolbox for filamentous fungi:
Establishment of complementation vectors and recipient strains for advanced gene analyses. Appl. Microbiol. Biotechnol. 2010, 87,
1463–1473. [CrossRef] [PubMed]

53. Vishniac, W.; Santer, M. The thiobacilli. Bacteriol. Rev. 1957, 21, 195–213. [CrossRef] [PubMed]
54. Micard, V.; Renard, C.; Thibault, J.-F. Studies on Enzymic Release of Ferulic Acid from Sugar-Beet Pulp. LWT Food Sci. Technol.

1994, 27, 59–66. [CrossRef]
55. Rouau, X.; Bertin, C.; Thibault, J.-F. Characterization and enzymic degradation of sugar beet fibres. Food Hydrocoll. 1987, 1,

439–443. [CrossRef]
56. Hoffmann, C.M.; Huijbregts, T.; van Swaaij, N.; Jansen, R. Impact of different environments in Europe on yield and quality of

sugar beet genotypes. Eur. J. Agron. 2009, 30, 17–26. [CrossRef]
57. Lubertozzi, D.; Keasling, J.D. Developing Aspergillus as a host for heterologous expression. Biotechnol. Adv. 2009, 27, 53–75.

[CrossRef]
58. Serafini, M.; Fabbri, A.A.; Shejbal, J.; Fanelli, C.; Di Maggio, D.; Rambelli, A. Influence of Nitrogen on the Growth of Some Storage

Fungi on Moist Wheat. In Controlled Atmosphere Storage of Grains; Elsevier: Amsterdam, The Netherlands, 1980; pp. 157–171.
59. Schäfer, D.S. Herstellung von D-Galacturonsäure aus Agrarreststoffen mit Aspergillus niger im Rührkesselreaktor. Ph.D. Thesis,

Technische Universität München, München, Germany, October 2022.
60. Pili, J.; Danielli, A.; Zeni, J.; Trentini, M.M.S.; Cansian, R.L.; Toniazzo, G.; Valduga, E. Utilization of Orange Peel, Corn Steep

Liquor, and Parboiled Rice Water in the Production of Polygalacturonase from Aspergillus niger. Ind. Biotechnol. 2015, 11, 284–291.
[CrossRef]

61. Semenova, M.V.; Rozhkova, A.M.; Osipov, D.O.; Satrutdinov, A.D.; Sinitsyna, O.A.; Rubtsova, E.A.; Kondrateva, E.G.; Sinitsyn,
A.P. Selection of the Optimal Enzyme Composition for Sugar Beet Pulp Conversion. Appl. Biochem. Microbiol. 2019, 55, 677–683.
[CrossRef]

62. Kordowska-Wiater, M.; Lisiecka, U.; Kostro, K. Improvement of Candida parapsilosis by genome shuffling for the efficient
production of arabitol from l-arabinose. Food Sci. Biotechnol. 2018, 27, 1395–1403. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.fgb.2018.01.004
https://www.ncbi.nlm.nih.gov/pubmed/29325827
https://doi.org/10.1371/journal.pone.0133085
https://doi.org/10.1021/acssynbio.7b00456
https://doi.org/10.1371/journal.pone.0210243
https://doi.org/10.1007/s00203-016-1240-6
https://doi.org/10.1016/j.jbiotec.2006.12.021
https://doi.org/10.1007/s00253-010-2588-1
https://www.ncbi.nlm.nih.gov/pubmed/20422182
https://doi.org/10.1128/br.21.3.195-213.1957
https://www.ncbi.nlm.nih.gov/pubmed/13471458
https://doi.org/10.1006/fstl.1994.1013
https://doi.org/10.1016/S0268-005X(87)80037-1
https://doi.org/10.1016/j.eja.2008.06.004
https://doi.org/10.1016/j.biotechadv.2008.09.001
https://doi.org/10.1089/ind.2015.0011
https://doi.org/10.1134/S0003683819050119
https://doi.org/10.1007/s10068-018-0369-2

	Introduction 
	Materials and Methods 
	Fungal Strain 
	Cloning of the A. niger gaaX Deletion Construct 
	Genetic Manipulation of A. niger 

	Sugar Beet Press Pulp 
	Sugar Beet Press Pulp Composition Analysis 
	Preculture, Inoculum Preparation, and Cultivation Media 
	Solid-State Fermentation 
	Subsequent Hydrolysis of Sugar Beet Press Pulp 
	Quantification of Sugars and Organic Acids in Hydrolysis Supernatants 
	Gravimetric Biomass Analysis of Hydrolysis Samples 
	Total Polygalacturonase Activity Assay 

	Results and Discussion 
	Composition of SBPP 
	Integrated Process for Enzyme Production and Subsequent Hydrolysis 
	Solid-State Fermentation with Engineered A. niger 
	Subsequent Hydrolysis of SBPP 

	Conclusions 
	References

