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A study was made on the transesterification of palm kernel oil with ethanol in batch
reactor by using potassium hydroxide and sodium methoxide as catalysts. The major
variables investigated were: molar ratio of ethanol/oil; types and amount of catalysts;
reaction temperature; and reaction time. It was found that molar ratio, amount of potassium
hydroxide, and reaction temperature played important roles for all conversions. The optimal
condition to produce ethyl esters were found to be: molar ratio of ethanol/oil being 15:1;
reaction temperature 80°C; 3% weight of potassium hydroxide; and 3 min reaction time. At
this condition, the conversion was 90% determined frem gas chromatographic analysis.
Besides, sodium methoxide was found to be not suitable for high fatty acid oil such as palm
kernel oil. The rate of reaction was first order with respect to concentration of triglycerides.

The activation energy was 2.7 kcal.mol”" at molar ratio of ethanol / oil of 156:1.





