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Abstract
Tar condensation is a cause of blockage in downstream application of the gasification process. An oil
scrubber is considered as an effective method for tar removal. In this research, the naphthalene solubility
in different local Thai oils and water was investigated in a laboratory-scale test-rig. The solubility value
was conducted at 30, 50, 70, and 80°C. Biodiesels investigated were rapeseed methyl ester (RME) and
two different palm methyl esters (PME 1 and PME 2). Furthermore, vegetable oils including sunflower
oil, rice bran oil, crude palm oil, and refined palm oil were examined. The results showed that higher
temperature enhanced naphthalene solubility in all types of investigated oils. Biodiesel has the highest
value of naphthalene solubility. All scrubbing oils have similar naphthalene solubility trends at the
temperature range of 50-80°C in the order of RME > PME 1 > PME 2 > diesel > sunflower oil > refined
palm oil > rice bran oil > crude palm oil. Based on these experimental investigations, PME 1 has a
naphthalene solubility value similar to RME. Therefore, PME 1 has been selected to be tested as
scrubbing solvent in the 1 MWel prototype dual fluidized gasifier located in Nong Bua district, Nakhon
Sawan province, Thailand.
Keywords: tar removal; oil scrubber; solvent scrubbing; naphthalene; dual fluidized bed biomass
gasification
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1. Introduction
Biomass gasification transforms biomass and solid carbonaceous fuel into a gaseous secondary
energy carrier. When using steam as gasifying agent, reforming reactions occur inside the
gasification reactor. The so-called product gas from the gasification process contains primarily
hydrogen, carbon monoxide, carbon dioxide, methane, and C2-C4 hydrocarbons [1]. The product gas
has a high heating value of 10-18 MJ/Nm3 compared to air gasification (4-7 MJ/Nm3) and thus can
be further used for efficient generation of electricity, chemicals, and liquid fuels [2, 3]. However,
there are undesired components in the product gas, mainly a mixture of high molecular weight
hydrocarbons, defined as tar, and traces of ammonia, hydrogen sulfide, and hydrogen chloride [46].
Tar is an organic complex mixture of hydrocarbons that can be condensed, such as
aromatics and polyaromatic hydrocarbons [7]. The tar composition and concentration depend on the
type of biomass and operating conditions [7, 8]. “Tar is divided into five classes based on molecular
weight, which are (1) GC-undetectable, (2) heterocyclic aromatics, (3) light aromatic (1 ring), (4)
light polycyclic aromatic hydrocarbon (PAH) compounds (2 - 3 rings), and (5) heavy PAH
compounds (4 - 7 rings)” [7, 8]. Tars in the product gas condense when the temperature of the
product gas decreases. The class 5 tar components condense at higher temperatures even at low
concentrations. The tar classes 2 and 4, heterocyclic aromatics and light PAHs, condense at around
0-125°C even at very low concentrations [8]. Tar condensation causes blocking in the downstream
equipment. This is a major problem in biomass gasification and therefore tars must be removed to
obtained a reliable operation [9].
There are many tar removal techniques. Yet, physical tar removal is widely used in the
downstream cleaning process because it is easy to control and requires low energy [10-13]. Physical
tar removal processes can be classified into two systems, which are dry systems such as cyclones
and filters, and wet systems such as spray towers and packed column scrubbers. For scrubbers, the
scrubbing solvent plays an important role for the design and tar removal efficiency. Water scrubbing
has been reported as a common technique [14]. Nevertheless, the main disadvantage of the water
scrubber is the low solubility of tar compounds. This is because water belongs to the hydrophilic
(polar) group, but the main tar components (PAHs) belong to the hydrophobic (non-polar) group.
So, only a few kinds of tar components can dissolve in water [15, 16]. This means that water is not
a suitable solvent to remove tar in the product gas [17]. Besides water scrubbing, oil scrubbing is an
interesting option because oil belongs to the hydrophobic group, which is the same as tar [18-20].
It was reported that the tar solubility in oil was much higher than in water. Phuphuakrat et
al. [16] found that a water scrubber could remove only 31.8% of gravimetric tar. The removal
efficiencies of tar compounds in each type of oil absorbents were observed to be in the following
descending order: diesel fuel > vegetable oil > biodiesel fuel > engine oil > water [16]. The authors
recommended that vegetable oil and biodiesel were interesting and were suitable solvents for tar
removal [16]. Ahmad and Zainal [21] showed 22% and 75% total tar removal efficiency when water
and waste palm cooking oil collected from restaurants were used as scrubbing solvent, respectively.
Moreover, temperature is a primary parameter that affects tar solubility in the solvent [21]. In the
work of Nakamura et al. [22], the tar removal performance of bio-oil as a scrubbing solvent at
different temperatures was investigated. The result showed that the tar removal efficiency was 63.8,
73.3, and 54.3% at 40, 50, and 60°C, respectively.
Biodiesel, namely rapeseed methyl ester (RME), has been used for tar removal in
commercial dual fluidized bed (DFB) steam gasification processes in Europe [23]. In Thailand, the
1 MWel prototype DFB steam gasification process, engineered and constructed by Gussing
Renewable Energy Company, is the first plant in Asia [24]. It is a pioneering and innovative DFB
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gasifier that can be fuelled with various types of biomass and waste [24]. This DFB gasifier power
plant is located at Nong Bua district in Nakhon Sawan province.
One of major operating costs of this DFB gasifier is from the use of imported RME in the
tar removal process. Substituting the imported RME with a locally supplied solvent as the tar
scrubbing solvent was an objective. Therefore, it was decided to investigate the tar solubility of
different local oils in Thailand in a laboratory scale test-rig. Based on previous gas chromatographymass spectrometry (GC-MS) analysis of used RME after scrubber and other studies, it was observed
that naphthalene was present as a component of high content in the product gas from the DFB
gasifier [25, 26].
The aim of this research work was to find a feasible local Thai oil to substitute for the
imported biodiesel that is currently used in the tar scrubbing system of the prototype commercialscale DFB gasification process located in Thailand. Naphthalene was used as a tar model compound.
Its solubility in various types of local Thai oils and water at various temperatures was studied.

2. Materials and experimental setup
2.1 Materials
2.1.1 Tar model compound
Naphthalene was employed in this study as a representative of total tar due to its high content in the
product gas from the DFB steam biomass gasifier. Naphthalene is classified as a class 4 type of tar,
and it is condensable at low temperature and at very low concentration [8]. The purity of naphthalene
used was 99%, and it was purchased from Sigma-Aldrich Inc.
2.1.2 Scrubbing solvents
The solvents used in this research are divided into two types, namely the hydrophilic (polar) group
and hydrophobic (non-polar) group. Water is the only representative solvent of the hydrophilic
group. For hydrophobic group, there are three kinds of oil, i.e. (1) methyl ester or biodiesel, (2)
vegetable oils (sunflower oil, rice bran oil, crude palm oil, and refined palm oil), and (3) diesel. All
of the scrubbing solvents, except RME, were purchased locally in Thailand.
The RME used in this current research was imported from Germany and had the same
specification as that used in the prototype commercial-scale DFB gasification process in Thailand
and the commercial DFB gasifier power plant in Austria. Two palm methyl esters (PME), namely
PME 1 and PME 2, were purchased locally in Thailand.
Solvent properties were also experimentally determined in this research. The densities of
the oils were determined using the Archimedes’ principle. The viscosities of oils were measured by
Brookfield DVIII Ultra. A Gas Chromatograph-Mass Spectrometer (GC-MS) was used to analyze
the components of oil. In the GC-MS analysis, oils were diluted at 100:1 in hexane except for diesel,
which was diluted at 100:1 in acetone. Sample volume of 0.2 μl was injected into HP-5 Column.
Helium was used as carrier gas at the flow rate of 0.9 ml/min. The oven temperature was started
from 40°C until the temperature reached 250°C.

2.2 Experimental set up and analysis
Figure 1 displays the experimental set up for the investigation of the naphthalene solubility in
various solvents. The effect of the temperature was studied by varying solvent temperature at 30,
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50, 70, and 80°C. These temperatures are in the operating ranges of the scrubber in the commercial
DFB biomass gasification process.
In the experiment, scrubbing solvent of 20 ml was heated in a water bath to the desired
temperature. The temperature of the solvent (T1) was controlled steadily by a thermostat of the
water bath temperature (T2). Naphthalene was slowly added to the solvent at the same rate for all
experiments. The temperatures of the solvents were kept constant through the controlling of the
water bath temperature. The mixing of naphthalene in solvent was performed by a magnetic stirrer
with the same constant speed of 750 rpm for all scrubbing solvents. The total time consumed for a
complete test of a single solvent at a particular temperature was between 3 and 5 h, and tests were
done in triplicate.

Figure 1. Experimental set up for tar solubility study
The solubility value of naphthalene was calculated using equation (1). The amount of
naphthalene was visually determined when first crystals appeared at constant solvent temperature.
Solubility value

=

Amount of tar (g)

(1)

Volume of solvent (l)

3. Results and Discussion
3.1 Effect of solvent temperature on naphthalene solubility
The average value of naphthalene solubility was calculated from three repetitive test values for each
set of conditions, i.e. solvent type and temperature. The average value of naphthalene solubility (g
naphthalene/l solvent) is presented in Figure 2. The percentage of naphthalene solubility standard
deviation for all conditions does not exceed ± 5%.
Figure 2 shows the dependency of naphthalene solubility with temperature and type of the
scrubbing solvent. All scrubbing solvents showed a similar trend with increasing the temperature.
When the temperature of the scrubbing solvent was increased, the naphthalene solubility increased.
The solubility of naphthalene slightly increased at low temperatures from 30°C to 50°C but
significantly increased at high temperatures from 50°C to 80°C.
When naphthalene was added into the scrubbing solvent, the temperature of scrubbing
solvent decreased, as observed during the experiments. According to thermodynamics principles
known as Le Chatelier’s principle, the solubility of naphthalene is an endothermic dissolution
process. Therefore, increasing the temperature of a solvent leads to an increase in naphthalene
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solubility. The increasing rate of the naphthalene solubility is related to its melting point. The
melting point of naphthalene influences the solubility. The naphthalene solubility was significantly
increased from 50°C to 80°C because the temperature was getting closer to the melting point of
naphthalene, which was at 80-82°C [27].

3.2 Effect of solvent type on naphthalene solubility
As shown in Figure 2, the solubility of naphthalene in the solvents can be ranked in the order of
biodiesel > diesel > vegetable oil > water. The biodiesel group showed the highest naphthalene
solubility and among the three biodiesels tested, it was found that RME and PME 1 had competitive

Figure 2. Naphthalene solubility in various scrubbing solvents at different temperatures
solubility values of 271.23±6.65and 271.00±8.05g/l at 30°C, 582.55±23.60 and 586.90±26.45 g/l at
50°C, 2070.77±9.08 and 1906.30±3.15 g/l at 70°C, and 4499.00±349.33 and 4468.18±166.17 g/l at
80°C, respectively. At 70°C, RME has slightly more tar solubility than PME 1. For PME 2, it
showed competitive solubility values at the solvent temperatures of 30°C to 50°C, but showed a
lower solubility than RME and PME 1 at the solvent temperatures of 50°C to 80°C.
All scrubbing solvents had similar naphthalene solubility trends for 50-80°C as RME >
PME 1 > PME 2 > diesel > sunflower oil > refined palm oil. The naphthalene solubility of Thai rice
bran oil and crude palm oil were slightly different. Except at 30°C, diesel showed higher naphthalene
solubility than sunflower oil, refined palm oil, and rice bran oil.
The properties of solvent affect the solubility value. The diffusion process is related to the
viscosity of solvent. A lower viscosity solvent has a higher diffusion coefficient, and hence a higher
dissolution rate than a higher viscosity solvent [15, 16]. A high dissolution rate often means high
solubility. The viscosities of the solvents are presented in Tables 1 and 2. Biodiesel showed
approximately 10 times lower viscosity than vegetable oil, and thus naphthalene solubility in
biodiesel was noticeably higher than in vegetable oil. It means that naphthalene is absorbed in
biodiesel more than in other oils at the same temperature. Comparing diesel with biodiesel, although
diesel shows approximately 1.47 cP lower viscosity than biodiesel, naphthalene solubility in diesel
is lower than biodiesel.
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Table 1. Properties of biodiesel
Properties

Unit

RME

PME 1

PME 2

g/cm3

0.8817

0.8758

0.8755

cP

4.93

4.97

4.94

Ester content

wt %

98.00

98.80

98.80

- Saturated ester

wt %

7.19

50.59

64.39

- Unsaturated ester

wt %

90.81

48.20

34.37

Methanol

wt %

0.02

0.017

0.041

% (m/m)

0.0185

0.023

0.029

Cloud point

°C

-4

14

19

Flash point

°C

-

>170

155

Density at 30°C
Viscosity at 30°C

Water content

Table 2. Properties of diesel and vegetable oil
Properties

Unit

Diesel

Sunflower
oil

Refined
palm oil

Thai rice
bran oil

Crude
palm oil

Density at 30°C

g/cm3

0.8380

0.9259

0.9273

0.9362

0.8373

3.46

40.06

52.90

53.87

1072.67

Viscosity at
30°C

cP

Ester content

wt %

21.895

97.762

92.259

91.399

96.892

Alkanes

wt %

68.673

-

-

-

-

Aromatic

wt %

9.435

-

-

-

-

Alcohol

wt %

-

2.238

7.130

2.682

3.107

Organic acid

wt %

-

-

-

5.920

-

Aldehyde

wt %

-

-

0.611

-

-

In addition, interactions between solute and solvent also influence the naphthalene
solubility. These interactions are; solute-solute interaction, solvent-solvent interaction, and solutesolvent interaction. In this research, solute-solvent interaction is focused since this study tested only
one solute in various solvent types. Diesel and biodiesel have straight-chain alkanes but the alkane
chain length of diesel is shorter than that of biodiesel. With the increase in alkane chain length, the
solubility of naphthalene also increases. Naphthalene dissolves in diesel through the bonding of
London dispersion forces, which are the weakest intermolecular forces [28]. On the contrary,
naphthalene dissolves in biodiesel through the bonding of the dipole-induced dipole forces, which
are stronger than London dispersion forces [29]. Strong intermolecular bonding interaction of
solute-solvent leads to high dissolution of solute in a solvent. Therefore, naphthalene can be
dissolved in biodiesel more than diesel [28-30].
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3.2.1 Naphthalene solubility in biodiesel
According to Table 1, RME, PME1 and PME2 show insignificantly different viscosities and ester
contents. Methanol belongs to the alcohol group, which is classified as polar substance. Thus,
naphthalene can better dissolve in RME, PME1 and PME2, respectively. In addition, RME, PME1
and PME2 have different amounts of saturated esters and unsaturated esters. The degree of
unsaturated ester content also influences the naphthalene solubility. Saturated ester such as palmitic
acid (C16:0) has no carbon double bonds whereas unsaturated esters such as oleic acid (C18:1) and
linoleic acid (C18:2) have double carbon bonds. The aromatic tar solubility increases with
increasing unsaturated ester content. Saturated esters are straighter-chained hydrocarbon molecules
than unsaturated esters. This means that saturated esters have a solvent structure that is more closely
packed [29]. An increment of unsaturated ester attributes to an increase of freedom of movement in
solvent structure [29]. This allows aromatic tar molecules to bond with unsaturated esters more
easily than saturated esters [29]. As illustrated in Figure 3, RME has the highest unsaturated ester
(mainly oleic acid and linoleic acid) followed by PME1 and PME2. Therefore, RME has the highest
naphthalene solubility while PME2 has the lowest naphthalene solubility.
100
90
80
70
60
50
40
30
20
10
0

RME

PME1

Saturated esters

PME2

unsaturated esters

Figure 3. Percentage of saturated esters and unsaturated esters of biodiesel
3.2.2 Naphthalene solubility in vegetable oil
The properties of vegetable oils that affect naphthalene solubility are summarized in Table 2. The
vegetable oils with higher viscosity have lower dissolution rate, and hence lower naphthalene
solubility [15, 16]. Sunflower oil has the lowest viscosity. Thus, sunflower oil has the highest
naphthalene solubility. Thai rice bran oil and crude palm oil have the lowest naphthalene solubility.
The composition of each vegetable oil also influences the naphthalene solubility. Among
the main composition of vegetable oil are ester groups. When rating the polarity of functional groups
from highest to lowest, they are in the following order: amide > organic acid > alcohol > aldehyde
> ketone > amine > ester > ether > alkane. According to the solubility principle, a non-polar solute
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(naphthalene) is likely to dissolve in non-polar solvents. Sunflower oil shows the lowest polar
substance (alcohol content). Thus, naphthalene solubility in sunflower oil presents the highest value.
Furthermore, organic acid is a strong polar compound that is present in Thai rice bran oil. Thus,
naphthalene solubility in refined palm oil is higher than in Thai rice bran oil. Naphthalene solubility
in Thai rice bran oil and crude palm oil is lowest due to the high viscosity of crude palm oil and
highly polar substances of Thai rice bran oil.
3.2.3 Naphthalene solubility in water
When using water as an absorbing solvent, it was found that naphthalene was insoluble in water at
all temperatures because naphthalene is a cyclic aromatic compound and is non-polar whereas water
belongs to a hydrophilic polar group [8]. So, a water scrubber is not an appropriate device for the
removal of naphthalene from the product gas, but it can be used for some classes of tar such as
phenol [16].

3.3 Implementation of naphthalene solubility in a tar removal process
From the results discussed above, PME1 was chosen as a substitute of RME for tar removal in the
1 MWel prototype dual fluidized gasification in Nong Bua district, Nakhon Sawan province,
Thailand. The tar concentrations in the producer gas when using the imported RME and PME1 were
93±59 and 86±28 mg/Nm3, respectively. The tar concentration with the substituted local PME1
scrubbing solvent was considered to be comparable with the imported RME. The cost of the local
PME as the scrubbing solvent for the tar removal process was approximately 25% lower that that of
the imported RME.

4. Conclusions
The solubility of naphthalene in different solvents, locally available in Thailand, was investigated.
For all the temperatures between 30 and 80°C, naphthalene solubility in biodiesel was the highest;
hence it was predicted to be the best among all other tested solvents for tar removal. Based on these
experimental results, PME1 showed a similar naphthalene solubility to RME. Thus, PME1 was
selected to be tested as a scrubbing solvent in the Thailand 1 MWel prototype DFB gasifier at Nong
Bua district in Nakhon Sawan province, Thailand. The tar concentration was found to be comparable
between RME and PME1, but the cost of PME1 was lower by approximately 25%.
In addition, more research work in the laboratory will be conducted to investigate other tar
compounds mostly generated in the biomass DFB gasifier process such as anthracene, pyrene,
fluoranthene, and biphenyl.

5. Acknowledgements
The authors gratefully appreciate the financial support of this research work from the College of
Advanced Manufacturing Innovation (AMI), King Mongkut’s Institute of Technology Ladkrabang
(KMITL) Grant No. 2559-02-10-002.

758

Current Applied Science and Technology Vol. 21 No. 4 (October-December 2021)

References
[1]
[2]
[3]
[4]
[5]
[6]
[7]
[8]
[9]
[10]
[11]
[12]
[13]
[14]
[15]
[16]
[17]
[18]

Sutton, D., Kelleher, B. and Ross, J.R.H., 2001. Review of literature on catalysts for biomass
gasification. Fuel Processing Technology, 73(3), 155-173.
Thornley, P., Gilbert, P., Shackley, S. and Hammond, J., 2015. Maximizing the greenhouse
gas reductions from biomass: The role of life cycle assessment. Biomass and Bioenergy, 81,
35-43.
Basu, P., 2010. Biomass Gasification and Pyrolysis. Boston: Academic Press.
Bridgwater, A.V., 1995. The technical and economic feasibility of biomass gasification for
power generation. Fuel, 74(5), 631-653.
Kienberger, T., Zuber, C., Novosel, K., Baumhakl, C. and Karl, J., 2013. Desulfurization and
in situ tar reduction within catalytic methanation of biogenous synthesis gas. Fuel, 107, 102112.
Benedikt, F., Kuba, M., Schmid, J.C., Müller, S. and Hofbauer, H., 2019. Assessment of
correlations between tar and product gas composition in dual fluidized bed steam gasification
for online tar prediction. Applied Energy, 238, 1138-1149.
Milne, T.A., Evans, R.J. and Abatzoglou, N., 1998. Biomass Gasifier ''Tars'' : Their Nature,
Formation,
and
Conversion.
[online]
Available
at:
https://core.ac.uk/download/pdf/206771461.pdf.
Li, C. and Suzuki, K., 2009. Tar property, analysis, reforming mechanism and model for
biomass gasification—An overview. Renewable and Sustainable Energy Reviews, 13(3),
594-604.
Asadullah, M., 2014. Biomass gasification gas cleaning for downstream applications: A
comparative critical review. Renewable and Sustainable Energy Reviews, 40, 118-132.
Devi, L., Ptasinski, K. and Janssen, F.J.J.G., 2003. A review of the primary measures for the
tar elimination in biomass gasification processes. Biomass and bioenergy, 24(2), 125-140.
Phuphuakrat, T. Namioka, T. and Yoshikawa, K., 2010. Tar removal from biomass pyrolysis
gas in two-step function of decomposition and adsorption. Applied energy, 87(7), 2203-2211.
Chen, H.J., Wu, J., Wang, X.Y., Zhu, Y.Z., Yang, L., Wu, H., Chen, Z.Q., Zhang, C. and
Wan, L., 2016. Simulated biomass tar removal mechanism and performance by a Quench
coupled with Absorption Technology. Fuel processing technology, 146, 90-98.
Paethanom, A., Nakahara, S., Kobayashi, M., Prawisudha, P. and Yoshikawa, K., 2012.
Performance of tar removal by absorption and adsorption for biomass gasification. Fuel
processing technology, 104, 144-154.
Bhoi, P.R., Huhnke, R.L., Singarapu, K., Kumar, A. and Payton, M.E., 2015. Solubility
enhancement of producer gas tar compounds in water using sodium dodecyl sulfate as a
surfactant. Fuel processing technology, 133 ,75-79.
Ozturk, B. and Yilmaz, D., 2006. Absorptive Removal of Volatile Organic Compounds from
Flue Gas Streams. Process Safety and Environmental Protection, 84(5), 391-398.
Phuphuakrat, T., Namioka, T. and Yoshikawa, K. 2011. Absorptive removal of biomass tar
using water and oily materials. Bioresour Technology, 102(2), 543-549.
Balas, M., Lisy, M., Skala, Z. and Pospisil, J. (2014). Wet scrubber for cleaning of syngas
from biomass gasification. Development and Chemistry, Advances in Environmental
Sciences, Santorini Island, July 17-21, 2014, 195-201.
Bhoi, P.R., Huhnke, R.L., Kumar, A., Payton, M.E., Patil, K.N. and Whiteley, J.R., 2015.
Vegetable oil as a solvent for removing producer gas tar compounds. Fuel processing
technology, 133, 97-104.

759

Current Applied Science and Technology Vol. 21 No. 4 (October-December 2021)

[19]
[20]

[21]
[22]
[23]
[24]

[25]
[26]
[27]
[28]
[29]
[30]

Unyaphan, S., Tarnpradab, T., Takahashi, F. and Yoshikawa, K., 2017. Improvement of tar
removal performance of oil scrubber by producing syngas microbubbles. Applied Energy,
205, 802-812.
Unyaphan, S., Tarnpradab, T., Takahashi, F. and Yoshikawa, K., 2017. An investigation of
low cost and effective tar removal techniques by venturi scrubber producing syngas
microbubbles and absorbent regeneration for biomass gasification. Energy Procedia, 105,
406-412.
Ahmad, N.A. and Zainal, Z.A., 2016. Performance and chemical composition of waste palm
cooking oil as scrubbing medium for tar removal from biomass producer gas. Journal of
Natural Gas Science and Engineering, 32, 256-261.
Nakamura, S., Unyaphan, S., Yoshikawa, K., Kitano, S., Kimura, S., Shimizu, H. and Taira,
K., 2015. Tar removal performance of bio-oil scrubber for biomass gasification. Biofuels,
5(6), 597-606.
Hofbauer, H., Reinhard, R., Bosch, K., Koch, R. and Christian, A., 2002. Biomass CHP Plant
Güssing – A Success Story. Expert Meeting, Pyrolysis and Gasification of Biomass and
Waste 2002, Strasbourg, France, January 01, 2002, 527-536.
Hongrapipat, J., Messner, M., Henrich, C., Koch, M., Nenning, L., Rauch, R. and Hofbauer,
H., 2015. 1 MWel Prototype Dual Fluidised Bed Gasifier Fuelled with Renewable Energy
Resources by Gussing Renewable Energy. Renewable Energy World Asia Conference 2015,
Bangkok, Thailand, September 01, 2015.
Kirnbauer, F., Wilk, V., Kitzler, H., Kern, S. and Hofbauer, H., 2012. The positive effects of
bed material coating on tar reduction in a dual fluidized bed gasifier. Fuel, 95, 553-562.
Kuba, M. and Hofbauer, H., 2018. Experimental parametric study on product gas and tar
composition in dual fluid bed gasification of woody biomass. Biomass and Bioenergy, 115,
35-44.
Tyrer, D., 1912. The Theory of Solubility. Journal of Physical Chemistry, 16(1), 69-85.
Michel, L. and Joussot-Dubien, J. 1973. New evidence for oriented interaction between
normal alkanes and aromatic molecules from spectral solvent shifts. Chemical Physics, 2(2),
245-248.
Muzenda, E., 2014. Aromatic compounds and ester polymeric solvents interactions.
International Journal of Chemical, Environmental and Biological Sciences (IJCEBS), 2(2),
113-117.
Scheepers, J. J., Muzenda, E. and Belaid, M. 2012. Influence of structure on fatty acid esteralkane interactions. International Conference on Chemical Engineering and its Application
(ICCEA'2012),Bangkok Thailnd, September 8-9, 2012, 93-102.

760

