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Abstract: There is a growing demand for new strategies to tailor the texture of fat-free fermented
concentrated milk products, also referred to as milk protein-based (MPb) microgel dispersions.
Methods should be easy to incorporate into the production scheme, offer labelling without added
components and be cost-efficient. Thermal treatments are traditionally used upstream (milk heating)
and downstream (pre-concentration heating) in the production of these dispersions, though there is
little knowledge as to the effects that combinations of different thermal input levels have on final
texture. Therefore, this study investigated combinations of thermal input at different intensities and
steps in the production scheme at the pilot scale and the relationships with texture. We demonstrated
that increasing the intensity of upstream milk heat treatment, in combination with downstream pre-
concentration heating, increases gel firmness and apparent viscosity. Downstream pre-concentration
heating produces final fat-free fermented concentrated MPb microgel particles that are resistant to
post-heating aggregation. On the other hand, omission of downstream pre-concentration heating
results in smaller particles that are sensitive to post-heating aggregation. Furthermore, gel firmness
and apparent viscosity increase with post-heating. Consequently, combining different levels of
thermal inputs upstream, downstream (pre-concentration) and post-production, can produce fat-free
fermented concentrated MPb microgel dispersions with a range of different textures.

Keywords: fresh cheese; fermented milk gel; texture; process-control; high-protein; dairy

1. Introduction

A number of fat-free fermented concentrated milk products, such fat-free fresh cheese,
quark, and skyr, have similar structures consisting of protein aggregates containing a large
amount of solvent [1]. Because of these characteristics, they can be classified as dispersions
of milk-protein based (MPb) microgel particles. The amount of solvent in the protein
aggregate network changes in response to environmental and solvent conditions, which
results in swelling or shrinkage of the microgel particles [1,2]. In concentrated dispersions,
microgel particles are closely packed and rotation is impeded (φ > 0.4) [1]. At this point,
the microgel particles are elastically deformed or break up when too high forces are acting
upon them. It follows that the macrostructural behavior of microgel dispersions, more
specifically, for concentrated dispersions, is defined by the microgel particle structure [3].

In the production of fat-free fermented concentrated MPb microgel dispersions, the
fermentation of skim milk results in the development of a milk protein- (casein)-based
gel [4–6]. The gel is broken into small (gel) particles and concentrated. Ideally, the resulting
product is smooth, soft, uniform, free from lumps and without whey separation. In spite
of this, undesirable lumpiness or graininess can occur in fat-free fermented MPb microgel
dispersions, e.g., as shown for yoghurt and fresh cheese [7–9]. In addition to this, the desire
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to create innovative products with tailored textures gives rise to the demand for strategies
to transform the texture of fat-free fermented milk products. A number of strategies have
been investigated, including mechanical treatment [10,11], exopolysaccharide-producing
cultures [9,12,13], and adding components such as whey proteins [14]. However, there are
often drawbacks to employing a particular strategy, such as increased syneresis, undesired
textural changes like increased ropiness, and additional labelling requirements.

Thermal input has long been used to alter the textural characteristics of fat-free fer-
mented concentrated MPb microgel dispersions. The state of the literature regarding the
texture of fat-free fermented concentrated MPb microgel dispersions and the relationships
with processing parameters, including thermal input at various process steps, was recently
reviewed [3]; we summarize the relevant points here. There is a large amount of infor-
mation available regarding upstream thermal treatments of milk and the impacts on the
textural properties of fat-free fermented concentrated MPb microgel dispersions [5,15,16].
Fat-free fermented concentrated MPb microgel dispersions produced using skim milk
heated at pasteurization conditions, e.g., 72 ◦C for 15 s, are softer and have a lower viscosity,
since whey proteins remain in their native states and cause the formation of large microgel
particles with large pores [16]. By heating the milk at 82–95 ◦C for 3–6 min, 75 to 90%
whey protein denaturation is achieved, resulting in a firm and creamy texture, and high
yield [16,17]. A combination of upstream thermal input and downstream pre-concentration
heating, e.g., the Westfalia-thermo process, is preferred, in order to optimize protein yield and
improve shelf-life [18–20]. This process includes upstream heat treatment at 95–96 ◦C for
2–3 min and downstream pre-concentration heating at 62–80 ◦C for 3–20 min [3]. Despite
widespread application in technical scale production of fat-free fermented concentrated
MPb microgel dispersions, very little is known about the relationship between texture
and pre-concentration heating. Post-heating of the final concentrated product has been
proposed as a method to increase rheological properties, where post-heating at 45 and 54 ◦C
for 300 min significantly increased gel firmness and apparent viscosity of fat-free fermented
concentrated MPb microgel dispersions compared to post-heating at 38 ◦C (300 min) [21].
However, particle size also increased to greater than the threshold for sensory perception
of graininess (d75,3 > 40 um) with post-heating at 45 and 54 ◦C, demonstrating a major
drawback of post-heating for altering texture [22]. In a recent publication, we demon-
strated that production of fat-free fermented concentrated MPb microgel dispersions with
combined steps of pre-concentration heating and post-heating at 38 ◦C does not lead to a
significant increase in particle size, whereas particle sizes increase in samples produced
without pre-concentration heating followed by post-heating at the same temperature [23].
The thermal treatment of milk and multiple levels of post-heating for samples with and
without pre-concentration heating were not investigated in this previous study. Despite
knowledge that thermal input significantly alters the textural characteristics of fat-free
fermented concentrated MPb microgel dispersions, to the best of our knowledge, no studies
exist that explore the impact of combinations, and intensities therefore, of thermal input at
multiple stages in the production scheme.

The current study aimed to modify the texture of a fat-free fermented concentrated
MPb microgel dispersion, namely, fresh cheese, by combining upstream, downstream
and post-production thermal inputs. Three thermal processing steps were varied in the
production scheme for fresh cheese. First, the intensity of milk heat treatment was varied
upstream. Second, heating of the fat-free fermented MPb microgel dispersion was included
or omitted before concentration (downstream). Finally, the concentrated dispersion was
tempered at different temperatures (post-heating).

2. Materials and Methods
2.1. Fat-Free Fermented Concentrated Milk Protein-Based Microgel Dispersions

Fresh raw milk (Meiereihof, University of Hohenheim) was separated (<0.1% w/w
fat) and pasteurized in-house (74 ◦C for 30 s). The pasteurized milk was used to produce
fat-free fermented concentrated milk protein-based microgel dispersions, namely, fresh
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cheeses, as described by Heck et al. [23]. Modifications of upstream heat treatment (milk),
downstream heat treatment (pre-concentration) and post-heating (post-production) were
conducted as illustrated in Figure 1.
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Figure 1. Flow chart depicting the processing parameters for fat-free fermented concentrated milk
protein-based microgel dispersions, process variants A, B, C and D.

Different combinations of upstream and downstream treatments are labelled as process
variants A, B, C and D. Differing inputs at the post-heating step are indicated by the
temperature that was employed or referred to as being without post-treatment (storage
at 6 ◦C). In brief, the milk for process variant A had no additional heat treatment after
pasteurization. The milk for process variant B was heated at 80 ◦C for 256 s and for process
variants C and D, the milks were heated at 95 ◦C for 256 s, leading to approximately 70
and ≥90% denaturation of whey proteins, respectively [24]. Fermentation was carried out
by suspending 0.04% w/w CHOOZIT 230 (Danisco, Niebüll, Germany) mesophilic starter
culture containing Lactococcus lactis subsp. lactis and cremoris, and adding 1 mL 100/L
rennet (ChyMax Plus; Chr. Hansen GmbH, Nienburg, Germany; min. 190 IMCU/mL) to
the heated skim milk. Fermentation was conducted at 22.5 ◦C to a final pH of 4.45 to 4.50.
Following fermentation, the gels were broken up, and for process variants A, B and C, were



Foods 2022, 11, 635 4 of 16

heated (tubular plant, 150 L/h, ASEPTO-Therm; Asepto GmbH, Dinkelscherben, Germany)
to 64 ◦C for 256 s min and cooled to 38 ◦C; this step was omitted for process variant D.
All process variants were concentrated by microfiltration (MF, 38 ◦C, nominal pore size
0.06 µm) to final protein contents of 8.2–9.9% w/w. The fat-free fermented concentrated
MPb microgel dispersions for all process variants were cooled to≤14 ◦C (∆T = 24 K in <10 s)
by pumping the fermented concentrated milk gel through a screw pump (250–255 L/h,
Nemo nM021; Netzsch Mohnopumpen GmbH, Waldkraiburg, Germany) attached to a
double-walled heat exchanger cooled with ice water (length 1.86 m, active area 0.4 m2).
The cooled dispersions were filled directly into 100 mL glass jars and stored at 6 ◦C. After
cold storage for 14–18 h, the glass jars were tempered in a water bath at 23, 38, 45 and 54 ◦C
for 300 min. The glass jars were cooled in an ice bath for 15 min, followed by storage at
6 ◦C (minimum of 18 h) until further analysis. Each process variant was produced at least
three times (i ≥ 3) and the subsequent post-heating was carried out for each of the process
variant production replicates.

2.2. Particle Size

Particle size was analyzed using static laser light scattering (Beckman Coulter LS 13
320, connected to a Universal Liquid Module and control software v6.01, Beckman Coulter
Inc., Miami, FL, USA) according to Heck et al. [25]. The imaginary refractive indices (RI) for
particles and water were fixed at 0.00, for white or transparent materials [26]. Since optical
properties of microgel properties, such as the RI, are reported to be a function of microgel
particle properties, such as swelling and deswelling [27,28], the relationship between the
real RI for each sample (i.e., process variant + post-heating treatment) and the calculated
particle size distribution is of interest. A method modified from Hayakawa et al. [29] was
recently applied to fat-free fermented concentrated MPb microgel dispersions produced at
technical scale [25] and was likewise used in the present study. First, real RI values ranging
from 1.36 to 1.96 were applied to calculate the particle size distributions. According to
Heck et al. [25], with increasing real RI values, the real RI at which the volume of submicron
particles (<1 µm) Q3,sm is the smallest (or disappears) in the distribution is identified as
the apparent real RI (RIapp). For each sample, the arithmetic mean, standard error and
maximum RIapp were calculated from ≥6 independent measurements. When the particle
size distribution is calculated using a real RI smaller than RIapp, the volume distribution is
skewed by the appearance of the non-existent submicron particles [25]. When calculated
using a real RI above this value, the influence of the change in real RI on the volume
distribution of particles is at a minimum. Thus, the maximum RIapp for each sample was
used for further calculations of the particle size distributions. Particle size analysis was
conducted two or more times for each sample. Mean cumulative and volume-based particle
size distributions were prepared. Equivalent diameters d50,3, d75,3 and the distribution span
(d90,3–d10,3) were calculated. Arithmetic mean and standard error values are presented
in Section 3.

2.3. Rheology

To conduct oscillatory and rotational measurements, a stress-controlled rheometer
AR 2000 (minimum torque: 9.1 nNm; TA Instruments, Eschborn, Germany) fitted with a
concentric cylinder cup and bob system (stator inner radius: 15.0 mm, rotor outer radius:
14.0 mm) was employed. Before sampling, samples were briefly stirred with a plastic spoon.
For each measurement, 16–17 g of the sample were transferred into the cup. The sample
was equilibrated at 10 ◦C for 15 min. All rheological measurements were conducted at a
minimum in duplicate.

A combined time sweep and flow curve procedure was conducted as described by
Körzendörfer et al. [30], in one continuous measurement procedure. Oscillatory measure-
ments in the linear viscoelastic region (γ = 0.0025) in the form of a 30 s time sweep at a
constant angular frequency of 10 rad/s were carried out. The storage modulus and loss
tangent (G′10 rad/s and δ10 rad/s), as measures of gel firmness and stability (the ratio of
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energy lost to energy stored), respectively, were determined from this measurement. After
a 1 min equilibration period, the shear rate was linearly increased from 0 to 500 1/s within
3 min. This was subsequently followed by a hold step at 500 1/s for 3 min. In the final step,
the shear rate was decreased to 0 /s within 3 min in a linear fashion. The apparent viscosity
in the upward ramp at a shear rate of 100 1/s (η100 1/s) was calculated, chosen to represent
oral shear rates [31]. The energy loss (∆E) was calculated by subtracting the integral of the
apparent viscosities over the downward ramp of the shear rate from the upward ramp of
the shear rate. This represents the amount of energy required to break down the structure
of the sample during the rotational procedure (shear rate: upward ramp, hold step and
downward ramp) and is reported in J/m3.

The yield stress σy was evaluated using a stress sweep according to Fysun et al. [32].
Using a new sample, also equilibrated at 10 ◦C for 15 min, the stress was increased from
σ = 0.05 to 100 Pa (ten points per decade) at a fixed frequency of ω = 1 rad/s. The yield
stress σy was taken as the stress at the crossover of storage and loss moduli G′=G′′ .

2.4. Chemical Analysis

The pH20 ◦C was measured using the standard method for milk and milk products
(C 8.2, VDLUFA, 2003). The pH20 ◦C of the heated milk, permeate, fermented milk and
fermented concentrated MPb microgel dispersion (without post-heating) were evaluated.
Dry matter contents of the fermented concentrated MPb microgel dispersions (without
post-heating) were evaluated according to the sea sand method (C 35.3, VDLUFA, 2003).
The protein contents of the milk, permeate, and fermented concentrated MPb microgel
dispersion (without post-heating) were assessed using the method of Dumas (IDF 185)
with a nitrogen analyzer (Dumatherm DT; C. Gerhardt GmbH & Co. KG, Königswinter,
Germany). To calculate the protein content, the total nitrogen content was multiplied by a
conversion factor of 6.38.

2.5. Statistical Analysis

The arithmetic mean values and standard errors for values from multiple batches of
fat-free fermented concentrated MPb microgel dispersions (i ≥ 3) were calculated and are
presented in Section 3. Significance of the differences between pH, protein and dry matter
contents of the process variants, without post-heating were determined by analysis of vari-
ance (ANOVA). Analysis of co-variance (ANCOVA) was conducted to evaluate differences
between process variants without post-heating, with protein as a covariate. ANCOVA was
used to identify significant differences between post-heating temperatures for each process
variant. Protein was defined as a covariate and post-heating temperature treatment was
defined as a nested factor within the process variant. All tests were complemented by the
Tukey-Kramer post-hoc test (α = 0.05) to identify significant differences where appropriate.
The software Minitab v19.2020.1 (Minitab Inc., State College, PA, USA) was used to perform
all statistical analyses.

3. Results and Discussion

The gross composition and physical-chemical characteristics at the different steps of
production for process variants A, B, C and D without post-heating are listed in Table 1.
There are no significant differences between the pH20 ◦C values for each process variant
after each different process step (heated milk, permeate, fermented milk and fermented
concentrated MPb microgel dispersion). Initial milk protein contents are not significantly
different between process variants; however, differences are found between protein contents
of the permeate (Table 1). Since MF was employed to concentrate the fermented milk gel,
proteins not incorporated into the fat-free fermented MPb microgel particles remain in
the permeate. Protein and dry matter contents of the fat-free fermented concentrated
MPb microgel dispersions for all individual productions range between 8.2–9.9% w/w and
13.6–14.8% w/w, respectively; however, are not significantly different between process
variants. Furthermore, the individual ranges of protein contents for process variants A, B, C
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and D are 8.3–9.1, 8.3–9.3, 8.2–9.9 and 8.3–9.1% w/w, respectively. That being said, protein
content is related to rheological properties [3] and must be taken into account with respect
to differences between individual productions. Thus, final protein content is considered as
a covariate in all further statistical analyses, to account for differences in protein contents
between productions of process variants and the relationships with product properties,
e.g., apparent viscosity.

Table 1. Processing conditions, gross composition and physical-chemical characteristics of fat-free
fermented concentrated milk protein-based microgel dispersions process variants A, B, C and D at
different stages during production (i ≥ 3; n ≥ 2; mean ± standard error).

Process Variant
A B C D

i 3 3 4 5

Milk pH20 ◦C 6.72 ± 0.02 a 6.68 ± 0.04 a 6.64 ± 0.02 a 6.67 ± 0.04 a

Protein% w/w 3.4 ± 0.2 a 3.7 ± 0.2 a 3.6 ± 0.2 a 3.5 ± 0.2 a

Fermented milk gel pH20 ◦C 4.52 ± 0.04 a 4.49 ± 0.02 a 4.49 ± 0.01 a 4.49 ± 0.03 a

Permeate pH20 ◦C 4.52 ± 0.01 a 4.47 ± 0.01 a 4.48 ± 0.01 a 4.48 ± 0.02 a

Protein% w/w 1.0 ± 0.2 c 0.9 ± 0.2 bc 0.6 ± 0.2 ab 0.6 ± 0.1 a

Final fresh cheese pH20 ◦C 4.55 ± 0.01 a 4.50 ± 0.01 a 4.51 ± 0.02 a 4.51 ± 0.02 a

Protein% w/w 8.6 ± 0.4 a 8.8 ± 0.5 a 9.1 ± 0.8 a 8.8 ± 0.3 a

Dry matter% w/w 14.0 ± 0.4 a 14.0 ± 0.4 a 14.4 ± 0.5 a 14.2 ± 0.3 a

Lowercase letters signify significance within each row (p < 0.05).

3.1. Upstream Thermal Input

As shown in Figure 1, the upstream thermal input for process variants A, B and C
increases from no additional input (process variant A: pasteurization conditions, 74 ◦C,
30 s), moderate (process variant B: 74 ◦C, 30 s + 80 ◦C, 256 s), to high thermal input (process
variant C: 74 ◦C, 30 s + 95 ◦C, 256 s). With increasing upstream thermal input, the protein
content of the permeate also decreases, where the protein contents of permeates for process
variants A, B and C are 1.0 ± 0.2, 0.9 ± 0.2 and 0.6 ± 0.2% w/w, respectively (Table 1).
Though the permeate protein content for process variant A is significantly higher than that
for process variant C, that of process variant B is not significantly different from process
variants A and B. The intensity of the upstream heat treatment for process variant A (74 ◦C
for 30 s, Figure 1) is not high enough to cause denaturation of whey proteins [16]. In
contrast, the intensities of the upstream heat treatments for process variants B (80 ◦C for
256 s) and C (95 ◦C for 256 s) are high enough to cause whey protein denaturation. Since
denatured whey proteins form complexes with the (casein-based) MPb microgel particles,
they are retained in the dispersion once it is concentrated by MF and increase the yield
(i.e., decrease protein content of the permeate) [3].

Of the samples without post-heating, the RIapp for process variants B and C of
1.45 ± 0.04 and 1.46 ± 0.04, respectively, are significantly higher than for process vari-
ant A, with 1.40± 0.01 (Table 2). Since the upstream thermal input for both process variants
B and C is sufficient for whey protein denaturation, in contrast to the lower thermal input
for process variant A, it is hypothesized that the heat-denatured whey proteins incorpo-
rated into the MPb microgel particles modify the particle optical properties, resulting in a
change in the RIapp.

The cumulative and volume-based particle size distributions, calculated using the
maximum RIapp for process variant A without post-heating, are displayed in Figure 2
and are representative of the distributions for process variants B and C without post-
heating. The main volume of particles in the distributions for process variations A, B and C
without post-heating is between 2–20 µm, with a smaller volume of particles ranging up to
approximately 100 µm (Figure 2).
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Table 2. Mean values of optical, particle size and rheological properties of fat-free fermented con-
centrated milk protein-based microgel dispersions process variants A, B, C and D (8.2–9.9% w/w
protein) produced with different heat treatments upstream, downstream (pre-concentration) and
post-production (post-heating) (i ≥ 3; n = 2).

Particle Size Rheology

Post-Heating
Temperature

Oscillatory Rotational

Span Storage
Modulus

Loss
Tangent

Yield
Stress

Apparent
Viscosity

Energy
Loss

RIapp
-

d50,3
µm

d75,3
µm

d90,3–d10,3
µm

G
′
10 rad/s
Pa

δ10 rad/s
-

σy
Pa

η100 1/s
Pa s

∆E
J/m3

Variant A
Without

post-heating 1.40 b,A 11.3 a,B 19.2 a,B 30.0 a,B 26 a,A 23.5 b,B 0.6 a,A 0.5 a,A 63 a,A

23 ◦C 1.40 b 11.5 a 21.3 ab 32.7 a 16 a 26.3 c 0.2 a 0.5 a 61 a

38 ◦C 1.40 b 11.3 a 19.8 a 29.3 a 12 a 28.3 c 0.2 a 0.6 a 76 a

45 ◦C 1.39 a 12.0 b 20.8 a 30.9 a 75 a 18.2 a 1.7 a 0.7 ab 100 b

54 ◦C 1.39 a 13.1 c 23.2 b 37.1 a 522 b 16.0 a 8.7 b 0.9 b 143 c

Variant B
Without

post-heating 1.45 b,B 11.4 a,B 20.0 a,B 25.9 a,B 60 a,A 20.1 b.B 1.1 a,A 0.7 a,A 101 a,A

23 ◦C 1.47 b 11.2 a 19.9 a 26.7 a 66 a 20.2 b 1.1 a 0.8 ab 120 a

38 ◦C 1.42 a 10.9 a 19.1 a 25.4 a 95 a 19.1 b 3.8 a 0.8 ab 128 b

45 ◦C 1.43 a 11.3 a 19.0 a 24.2 a 437 a 15.7 a 14.6 ab 1.0 b 184 c

54 ◦C 1.40 a 13.0 a 20.6 a 25.8 a 1227 b 15.5 a 28.5 b 1.2 c 252 d

Variant C
Without

post-heating 1.46 b,B 11.9 a,B 19.6 a,B 26.5 a,B 562 a,B 15.5 a,A 7.1 a,C 1.3 a,B 185 a,B

23 ◦C 1.47 b 11.5 a 19.5 a 26.3 a 531 a 15.9 a 10.4 a 1.1 a 159 a

38 ◦C 1.40 a 12.1 a 18.6 a 24.6 a 1816 b 14.6 a 35.4 b 1.5 b 261 b

45 ◦C 1.39 a 12.9 b 19.7 a 23.9 a 2183 b 15.7 a 49.6 c 1.8 c 295 c

54 ◦C 1.38 a 17.9 c 28.7 b 35.7 b 2931 c 15.0 a 71.1 d 2.0 d 368 d

Variant D
Without

post-heating 1.76 c,C 4.2 a,A 5.7 a,A 4.9 a,A 513 a,B 16.8 b,A 3.9 a,B 1.0 a,B 107 a,A

23 ◦C 1.77 c 4.3 a 6.1 a 6.3 a 785 ab 14.7 a 7.7 a 1.2 a 174 ab

38 ◦C 1.60 b 10.0 b 17.3 b 26.2 b 1444 bc 14.5 a 27.2 b 1.5 a 257 b

45 ◦C 1.43 a 17.0 c 28.9 c 43.7 c 2306 cd 14.3 a 55.9 c 2.2 b 371 c

54 ◦C 1.38 a 32.4 d 66.9 d 116.0 d 2501 d 14.8 a 72.7 c 2.3 b 396 c

Lowercase letters represent differences between post-heating temperatures of the same process variant; up-
percase letters represent differences between the processing variants without post-treatment (6 ◦C); signif-
icance using p < 0.05 determined using ANCOVA with protein as a covariate. Protein was nested within
post-heating temperature.

There are no significant differences between the d50,3, d75,3 and the span of process
variations A, B and C (without post-heating) (Table 2), despite the different intensities of
upstream heat treatment (followed by equal heat treatments pre-concentration, Figure 1).
According to Vaziri et al. [16], lower intensities of upstream heat treatments are associated
with lower degrees of whey protein denaturation, e.g., heating at 72 ◦C for 16 s results in
large microgel particles, whereas treatments at 82 and 90 ◦C for 5 min result in smaller
microgel particles. No downstream pre-concentration heating was conducted, likely the
explanation for the contradictory results compared to the present study.

There is no significant difference between rheological values for process variants A
and B (without post-heating), and significant differences between process variant C when
compared to process variants A and B, seen for all rheological characteristics in Table 2.

The σy for process variants A and B without post-heating, with values of 0.6 ± 0.4 Pa
and 1.1 ± 0.5 Pa, respectively, indicate a low to non-existent yield stress (Table 2). On
the contrary, σy of 7.1 ± 1.0 Pa was measured for process variant C without post-heating,
which is significantly higher than for process variants A and B (Table 2). The ∆E for
process variants A, B and C runs in parallel to the σy, where ∆E for process variants A
(∆E = 63 ± 19 J/m3) and B (∆E = 101 ± 30 J/m3) are significantly lower than for process
variant C (∆E = 185 ± 22 J/m3) without post-heating, though are not significantly different
from each other (Table 2).
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Both parameters indicate that a higher amount of energy is required to break the
structure of process variant C compared to process variants A and B. This stronger structure
is due to higher amounts of protein–protein interactions from denatured whey proteins
incorporated into the structure, based on a greater upstream thermal input [15]. The level of
whey protein denaturation achieved by upstream heat treatment at 80 ◦C for 256 s (process
variant B) was insufficient to achieve a similarly strong structure as that achieved with
heating for 256 s at 95 ◦C. This conclusion is supported by the significantly higher G′10 rad/s
for process variant C (562 ± 51 Pa) compared to process variants A (26 ± 11 Pa) and B
(60 ± 10 Pa) (Table 2). The δ10 rad/s for process variant C (15.5 ± 0.2) is significantly lower
than for process variants A (23.5 ± 2.1) and B (20.1 ± 1.3) (Table 2). A higher δ10 rad/s
value indicates poorer storage of applied mechanical energy, e.g., due to shorter lifetimes
of protein–protein bonds [33,34]. This is in line with the values for ∆E, where more energy
is required to break down the structure for process variant C when compared to process
variants A and B (Table 2). For process variant C, the upstream milk heating at 95 ◦C for
256 s (combined with downstream pre-concentration heating) likely resulted in high levels
of protein denaturation [24] and binding of these proteins with the MPb microgel particles,
leading to more stable protein structures and higher gel firmness, making the gel more
resistant to shear [3].

The viscosity curve for process variant A without post-heating is depicted in Figure 3.
Those for process variants B and C have similar shapes to that of process variant A. The
apparent viscosities at a shear rate of 100 1/s (η100 1/s) for products A and B without post-
heating (process variant A: 0.5 ± 0.1 Pa s; process variant B: 0.7 ± 0.2 Pa s) are significantly
lower than for process variant C without post-heating (1.3 ± 0.1 Pa s) (Table 2). This
observation is in accordance with the results of G′10 rad/s and δ10 rad/s, where only process
variant C is significantly different from process variants A and B (without post-heating).

The heat-denatured whey proteins, stemming from the upstream thermal treatment for
process variant C, bind serum and take part in gel formation, resulting in higher apparent
viscosity and modified flow behavior [3,35]. These results are in line with previous investi-
gations on the impact of upstream heat treatment intensity on the rheological properties
of fat-free fermented concentrated MPb microgel dispersions, where apparent viscosity
and firmness generally increase along with upstream heat treatment intensity [16,36,37].
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Unlike Chever et al. [37], where increases and plateaus of apparent viscosity, firmness
and particle size were reported for upstream heating at ≥80 ◦C compared to 70 ◦C, no
significant increase in apparent viscosity or firmness was achieved at 80 ◦C in the present
study. However, in contrast to the 256 s (4.3 min) heating time in the present experiments,
heat treatment was conducted for 7 min in the previous study.
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Figure 3. Mean viscosity curves of fat-free fermented concentrated milk protein-based microgel
dispersions, process variants A and D without post-heating (6 ◦C) and with post-heating at 54 ◦C for
300 min (i ≥ 3; n ≥ 2).

3.2. Pre-Concentration Heating

The effect of downstream pre-concentration heating on texture can be examined by
comparing process variants with the same thermal input for upstream processing (95 ◦C
for 256 s) and including (process variant C) or omitting pre-concentration heating (process
variant D) (Figure 1). Unlike in Section 3.1, where RIapp increased along with increasing
upstream thermal input, omission of downstream pre-concentration heating is accompa-
nied by a significant increase in RIapp (process variant C: 1.46 ± 0.04; process variant D:
1.76 ± 0.03) (Table 2). These results are in line with those from fat-free fermented concen-
trated MPb microgel dispersions produced at technical scale, where those produced with
pre-concentration heating had RIapp values between 1.42–1.48 and one product produced
without pre-concentration heating had a RIapp of 1.74 [25].

A change in size and swelling may impact the optical properties of microgel parti-
cles [27,29]. However, a number of main mechanisms have been proposed to explain the
change in RIapp along with inclusion versus omission of pre-concentration heating [25], as
follows: The pre-concentration heating step alters the external structure (e.g., by inclusion
of additional whey proteins), increases particle voluminosity and causes the internal micro-
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gel particle structure to contract, resulting in decreases in the RIapp [25]. That being said,
there are no significant differences between the protein contents of process variants C and
D with regard to the permeate or final dispersion (Table 1). Further investigations should
be conducted to clarify the roles of whey protein (and denaturation), voluminosity and
internal particle structure on the RIapp.

The cumulative and volume-based particle size distributions for process variant C
(without post-heating) are comparable to those of process variant A (without post-heating)
(data not shown), and therefore, Figure 2 is used for visual comparisons. The volume-based
particle size distribution for process variant D (without post-heating) is wider than that
for process variant C (without post-heating), confirmed by the values for span (process
variant C: 26.5 ± 1.5 µm; process variant D: 4.9 ± 0.3 µm), which are significantly different
(Table 2). For samples without post-heating, the particles in process variant C are generally
larger than the particles in process variant D, as confirmed by a comparison of the d50,3
and d75,3 in Table 2. The d50,3 and d75,3 are significantly higher for process variant C
than for process variant D without post-heating (process variant C: d50,3 = 11.9 ± 0.3 µm,
d75,3 = 19.6 ± 0.6 µm; process variant D d50,3 = 4.2 ± 0.2 µm, d75,3 = 5.7 ± 0.2 µm).

Parallel to the cumulative and volume-based particle size distributions, the viscosity
curve for process variant C (without post-heating) has a similar shape (not shown) to that
of process variant A in Figure 3. Though the apparent viscosities are slightly higher, the
curve displays the same absence of a distinct yielding behavior. The σy and ∆E for process
variant D (σy = 3.9± 0.7 Pa and ∆E = 107± 26 J/m3) are significantly lower than for process
variant C (σy = 7.1 ± 1.0 Pa and ∆E = 185 ± 22 J/m3) without post-heating (Table 2).

In combination with upstream heating of milk at temperatures high enough to cause
whey protein denaturation, downstream pre-concentration heating is said to incorporate
higher amounts of whey protein into the gel structure [18]. The theory is that whey proteins
that are not denatured during upstream heating undergo conformational changes when
the pH is reduced past their isoelectric point. These whey proteins bind to caseins as the
pH decreases down to pH 4.5–4.6. This binding is unstable; however, pre-concentration
heating (after fermentation) causes caseins to contract and enclose these deposited whey
proteins [18].

Despite no significant change in protein content (Table 1), including this pre-concentration
heating step (in combination with upstream heating, Figure 1) altered the texture of the fat-
free fermented concentrated MPb microgel dispersions in this study. It should be noted that
while changes in protein content could have occurred, the method employed to determine
protein contents has a low sensitivity, particularly for low protein concentrations, such
as those under review. This is in line with previous observations from our lab, where
the particle size and volume fraction significantly increased with the inclusion of pre-
concentration heating [23]. In contrast to our previous work, we observed a significantly
higher apparent viscosity for the process variant with pre-concentration heating. The
non-significant difference in the previous study was likely due to a low number of batch
replications (i = 1) in comparison to the current experiments (i≥ 3). The higher voluminosity
of MPb microgel particles in dispersions produced with pre-concentration heating provides
the basis for higher apparent viscosity, gel firmness, and yield stress [23].

3.3. Post-Heating

All process variants (differing upstream thermal input; with and without downstream
pre-concentration heating) were treated with an additional thermal step at the final protein
concentration, as shown in Figure 1. Therefore, the (i) combinations between upstream
thermal input, (ii) thermal input before concentration, and (iii) post-heating temperatures
and the effects on sample properties are discussed in this section. From Table 2, the most
obvious difference due to post-heating is observed when post-heated samples of process
variants with a pre-concentration heating step (process variants A, B and C) are compared
to the process variant without pre-concentration heating (process variant D). For example,
while there is no significant difference in span and d75,3 for post-heating temperatures
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of up to 54 ◦C for process variants A and B and up to 45 ◦C for process variant C, the
span of process variant D increases significantly at post-heating temperatures of 38, 45
and 54 ◦C compared to without post-heating and post-heating at 23 ◦C (Table 2). This is
depicted in Figure 2, where the cumulative and volume-based particle size distributions for
process variant A appear very similar without post-heating compared to heating at 54 ◦C.
In contrast, the particle size distribution for process variant D is wider and shifts to larger
particle sizes with post-heating (Table 2 & Figure 2).

Hahn et al. [21] reported an increase in particle size with post-heating conditions
of 45 and 54 ◦C for 300 min, where the fat-free fermented concentrated MPb microgel
dispersions were produced without pre-concentration heating. According to our previous
work [23], pre-concentration heating reduces the aggregation potential of microgel particles
in fat-free fermented concentrated MPb microgel dispersions subjected to post-heating,
which is confirmed in the present study. Furthermore, we have also shown that this reduced
aggregation potential is retained, even with reduced upstream thermal inputs as low as
72 ◦C for 30 s (Figure 1 & Table 2).

As stated in Section 3.2, pre-concentration heating is said to cause caseins to contract
and enclose deposited whey proteins within their structure [18]. It is postulated that this
step is essential to reduce the aggregation potential of fat-free fermented concentrated
MPb microgel particles subjected to post-heating. When not subjected to pre-concentration
heating, the whey proteins that bind to caseins due to acidification [18] are loosely bound at
the surface of the casein aggregates. These provide binding points that initiate post-heating
aggregation of the fat-free fermented concentrated MPb microgel particles.

Despite minimal changes to the particle size distributions of post-heated samples
for process variants with pre-concentration heating (A, B and C), post-heating causes
significant changes to the RIapp and rheological properties (Table 2). The RIapp for process
variant A decreases significantly when the post-heating temperature is increased to 45 ◦C
(as compared to 6, 23 and 38 ◦C), whereas a further temperature increase to 54 ◦C is not
accompanied by a further decrease in RIapp (Table 2). For process variants B and C, the
RIapp decreases significantly at a post-heating temperature of 38 ◦C (compared to 6 and
23 ◦C) and does not decrease further with additional increases in post-heating temperatures
(Table 2). Similar to process variants B and C, the RIapp for process variant D decreases
significantly at a post-heating temperature of 38 ◦C, followed by a further significant
decrease when the post-heating temperature is increased to 45 ◦C.

Despite the different upstream and downstream thermal inputs for all process variants,
post-heating has the same directional effect on the RIapp. Two details are noted in this
respect. First, for process variants with downstream pre-concentration heating (process
variants A, B and C), the RIapp decreases to a lesser degree with increases in post-heating
temperature compared to the process variant without downstream pre-concentration heat-
ing (process variant D). Second, the lowest RIapp values are approximately the same for all
process variants and achieved at the same post-heating temperature (at 54 ◦C and range
between RIapp 1.38–1.40) (Table 2).

There are a number of changes to rheological characteristics when each process variant
is subjected to post-heating, as listed in Table 2. For example, post-heating of process
variant A at 45 ◦C results in a significant reduction of δ10 rad/s and an increase of ∆E
compared to without post-heating (Table 2). For process variant A, an increase in post-
heating temperature to 54 ◦C results in a significant increase of G′10 rad/s, σy, and η100 1/s,
and a further significant increase of ∆E (Table 2). Already at a post-heating temperature of
38 ◦C, the ∆E of process variant B increases significantly compared to without post-heating
and at 23 ◦C. Additionally, for process variant B, the η100 1/s increases significantly at a post-
heating temperature of 45 ◦C compared to without post-heating (Table 2). Furthermore, the
δ10 rad/s decreases significantly at a post-heating temperature of 45 ◦C compared to without
post-heating at 23 and 38 ◦C. At a post-heating temperature of 54 ◦C, the G′10 rad/s for
process variant B increases significantly compared to all other post-heating temperatures.
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Both the η100 1/s and ∆E for process variant B increase significantly when the post-heating
temperature increases from 45 to 54 ◦C (Table 2).

Compared to process variants A and B, more rheological characteristics listed in Table 2
change at lower temperatures for process variant C. For example, already at a post-heating
temperature of 38 ◦C, there is a significant increase of G′10 rad/s, σy, η100 1/s, and ∆E for
process variant C. With an increase in post-heating temperature to 45 ◦C for process variant
C, there is a further significant increase of σy, η100 1/s, and ∆E (Table 2). Finally, there
is an additional significant increase of G′10 rad/s, σy, η100 1/s, and ∆E with an increase in
post-heating temperature from 45 to 54 ◦C (Table 2).

Similar to process variant C, several rheological characteristics of process variant D
increase significantly at temperatures greater than or equal to 38 ◦C (Table 2). For example,
the σy at 38 ◦C is significantly greater than at 23 ◦C and without post-heating for process
variant D. Furthermore, the G′10 rad/s and ∆E for process variant D with post-heating at
38 ◦C are significantly higher than for without post-heating, though not significantly higher
than for post-heating at 23 ◦C (Table 2). With an increase from 38 to 45 ◦C post-heating
temperature, there is a significant increase of the σy, η100 1/s, and ∆E, analogous to the
changes observed for process variant C at these temperatures. Unlike process variants A,
B and C, there are no further significant increases in rheological characteristics of process
variant D with an increase in post-heating temperature from 45 to 54 ◦C (Table 2).

Compared to samples without post-heating, for fat-free fermented concentrated MPb
microgel dispersions post-heated at 38 ◦C for 300 min, the omission of pre-concentration
heating was associated with a significant (post-heating) increase in particle size and volu-
minosity, whereas inclusion of pre-concentration heating was associated with significant
increases in voluminosity and no change in particle size [23]. The present study confirms
this conclusion. In addition, the extent to which the post-heating temperature affects
rheological properties increases with upstream heat treatment intensity (combined with
pre-concentration heating), where post-heating of process variant C (upstream: 95 ◦C for
256 s) has the largest factor changes in rheological characteristics compared to samples
without post-heating (Table 2 & Figure 1). A slight difference is found when comparing
the post-heating results for process variants C and D, where the values with increasing
post-heating temperatures change to a lesser extent for process variant C (Table 2). It is
postulated that the inclusion of pre-concentration heating reduces the potential for in-
creasing voluminosity by way of post-heating, resulting in smaller changes in rheological
characteristics for higher post-heating temperatures.

3.4. Summary and Application

The results of the present study provide insight into how upstream, downstream
and post-production thermal inputs affect the microgel particles and, thereby, the tex-
ture of fat-free fermented concentrated milk products. From the conclusions drawn in
Sections 3.1– 3.3, qualitative relationships between thermal inputs and evaluated textural
parameters were defined and are depicted in Table 3.

While not affecting particle size, decreasing upstream thermal input in combination
with pre-concentration heating (Figure 1 & Table 3: process variants C→ B→ A) leads to
decreased gel firmness and apparent viscosity (at constant protein contents). While protein
was a controlled variable in this study, further examinations regarding the effects on protein
content should be carried out, based on increased involvement of whey proteins in the gel
structure with higher upstream thermal input [16]. Omitting the pre-concentration heating
step leads to smaller particles and weaker yielding behavior, with a limited effect on gel
firmness (Figure 1 & Table 3: process variants C→ D). While for process variants with and
without pre-concentration heating, post-heating always leads to increases in rheological
properties (e.g., gel firmness and apparent viscosity), significant post-heating induced
particle aggregation is only seen for the process variant without pre-concentration heating
(Table 3: process variant D; 6→ 54 ◦C) and for the highest temperatures of post-heating for
process variants with pre-concentration heating (Table 3: process variants A, B, and C; 6→
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54 ◦C). Further investigations should be carried out regarding sensory characteristics of the
final dispersions produced using these process parameters: The accompanying increases
in particle size may be associated with graininess [22], whereas particles with different
characteristics (e.g., firmness) may be perceived differently, e.g., gritty and hard [38].

Table 3. Qualitative overview: Relative impacts of combinations of upstream (milk heating), down-
stream (pre-concentration heating) and post-heating thermal inputs for process variants A, B, C and
D on particle and rheological properties.

Upstream Milk Heating
Downstream Pre-Concentration

Heating
(With→Without) (Without)

Parameter Without
Post-Heating

With
Post-Heating

Without
Post-Heating

With
Post-Heating

Process Variants
C→ B→ A

Process Variants
A, B, and C
6→ 54 ◦C

Process Variants
C→ D

Process Variant D

6→ 54 ◦C

Apparent
refractive index RIapp
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Based on these results, it is postulated that combining different levels of thermal inputs
upstream (milk), downstream (pre-concentration) and post-production, can produce fat-
free fermented concentrated MPb microgel dispersions with similar textures. Furthermore,
textural changes caused by altered thermal input at one point in the production scheme
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(e.g., lower upstream thermal input) can be rectified by thermal input at a later stage
(e.g., post-heating).

4. Conclusions

This study showed that different combinations of thermal input at different points in
the production scheme for fat-free fermented concentrated milk products, such as yoghurt
and fresh cheese, are capable of producing similar and different textures. Depending on
the point in the production scheme where thermal input is modified (upstream heating of
milk versus downstream pre-concentration heating versus post-heating of the final prod-
uct), various textural changes occur. Theses textural changes, brought about by different
combinations of thermal input, are due to changes in particle size and voluminosity. In-
creasing the intensity of milk heating, including pre-concentration heating, and increasing
post-heating temperatures result in increased gel firmness and apparent viscosity. Omitting
downstream pre-concentration heating leads to smaller particles than when this heating
step is included. However, the particles in these fat-free fermented concentrated MPb
microgel dispersions are susceptible to heat-induced aggregation. Combined with pre-
concentration heating, the intensity of upstream heating of milk does not significantly affect
particle size or post-heating particle aggregation potential (only at very high post-heating
temperatures). The results of this study demonstrate the possibility of apply defined ther-
mal input combinations at different points in the production scheme to achieve specific
textures of fat-free fermented concentrated MPb microgel dispersions. The impacts of these
thermal input combinations on sensory characteristics and syneresis should be explored in
future studies.

Author Contributions: Conceptualization, A.H., S.N. and J.H.; methodology, A.H.; formal analy-
sis, A.H. and S.N.; writing—original draft preparation, A.H.; writing—review and editing, A.H.,
S.N., B.H. and J.H.; visualization, A.H.; supervision, B.H. and J.H.; project administration, J.H.;
funding acquisition, A.H. and J.H. All authors have read and agreed to the published version of
the manuscript.

Funding: This IGF Project of the FEI was supported via AiF within the programme for promoting the
Industrial Collective Research (IGF) of the German Ministry of Economic Affairs and Energy (BMWi),
based on a resolution of the German Parliament. Project AiF 21545 N. Financial support was also
provided by the Natural Sciences and Engineering Research Council of Canada (NSERC) in the form
of a doctoral scholarship.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: Not applicable.

Acknowledgments: The authors thank Johanna Mayer for performing parts of the particle size and
rheological measurements. We also thank Fabian Heck and Birgit Greif for performing the dry matter
and protein measurements, respectively, as well as Luc Mertz and Nabil Chaib for assistance with
fresh cheese production.

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

References
1. Loewen, A.; Nöbel, S.; Hinrichs, J. Microgel particles and their effect on the textural properties of foods. In Reference Module in

Food Science; Elsevier: Amsterdam, The Netherlands, 2017; pp. 1–9. ISBN 0-08-100596-2, 978-0-08-100596-5.
2. Fernandez-Nieves, A.; Wyss, H.; Mattsson, J.; Weitz, D. (Eds.) Microgel Suspensions: Fundamentals and Applications; Wiley-VCH:

Weinheim, Germany, 2011; ISBN 9783527321582.
3. Heck, A.; Schäfer, J.; Nöbel, S.; Hinrichs, J. Fat-free fermented concentrated milk products as milk protein-based microgel

dispersions: Particle characteristics as key drivers of textural properties. Compr. Rev. Food Sci. Food Saf. 2021, 20, 6057–6088.
[CrossRef] [PubMed]

4. Fox, P.F.; Guinee, T.P.; Cogan, T.M.; McSweeney, P.L.H. Fresh cheese products: Principals of manufacture and overview of different
varieties. In Fundamentals of Cheese Science; Springer: Berlin/Heidelberg, Germany, 2017; pp. 543–588. ISBN 9781489976819.

http://doi.org/10.1111/1541-4337.12829
http://www.ncbi.nlm.nih.gov/pubmed/34494713


Foods 2022, 11, 635 15 of 16

5. Farkye, N.Y. Quark, Quark-like Products, and Concentrated Yogurts; McSweeney, P.L.H., Fox, P.F., Cotter, P.D., Everett, D.W., Eds.;
Elsevier: Amsterdam, The Netherlands, 2017; ISBN 9780124170124.

6. Schulz-Collins, D.; Senge, B. Acid- and acid/rennet-curd cheeses part A: Quark, cream cheese and related varieties. In Cheese:
Chemistry, Physics and Microbiology; Fox, P., McSweeney, P., Cogan, T., Timothy, G., Eds.; Elsevier: Amsterdam, The Netherlands,
2004; Volume 2, pp. 301–328. ISBN 9780122636530.

7. Nöbel, S.; Protte, K.; Körzendörfer, A.; Hitzmann, B.; Hinrichs, J. Sonication induced particle formation in yogurt: Influence of the
dry matter content on the physical properties. J. Food Eng. 2016, 191, 77–87. [CrossRef]

8. Hahn, C.; Sramek, M.; Nöbel, S.; Hinrichs, J. Post-processing of concentrated fermented milk: Influence of temperature and
holding time on the formation of particle clusters. Dairy Sci. Technol. 2012, 92, 91–107. [CrossRef]

9. Hahn, C.; Müller, E.; Wille, S.; Weiss, J.; Atamer, Z.; Hinrichs, J. Control of microgel particle growth in fresh cheese (concentrated
fermented milk) with an exopolysaccharide-producing starter culture. Int. Dairy J. 2014, 36, 46–54. [CrossRef]

10. Hahn, C.; Wachter, T.; Weiss, J.; Hinrichs, J. Application of an inline particle size device to microgel particles during post-processing
of fresh cheese. Int. Dairy J. 2013, 29, 75–81. [CrossRef]

11. Hahn, C.; Sramek, M.; Nöbel, S.; Hinrichs, J. Reduction of the particle size in fresh cheese by mechanical post-processing. Dtsch.
Molk. Ztg. 2010, 131, 16–18.

12. Mende, S.; Rohm, H.; Jaros, D. Influence of exopolysaccharides on the structure, texture, stability and sensory properties of
yoghurt and related products. Int. Dairy J. 2016, 52, 57–71. [CrossRef]

13. Surber, G.; Schäper, C.; Wefers, D.; Rohm, H.; Jaros, D. Exopolysaccharides from Lactococcus lactis affect manufacture, texture
and sensory properties of concentrated acid milk gel suspensions (fresh cheese). Int. Dairy J. 2021, 112, 104854. [CrossRef]

14. Walenta, W.; Bäurle, H.W.; Kessler, H.G. Einfluß von Molkenproteinzusätzen auf die Strukturausbildung von Frischkäsezubere-
itungen. Dtsch. Molk. Ztg. 1988, 109, 538–543.

15. Kelly, A.L.; O’Donnell, H.J. Composition, gel properties and microstructure of quarg as affected by processing parameters and
milk quality. Int. Dairy J. 1998, 8, 295–301. [CrossRef]

16. Vaziri, M.; Abbasu, H.; Mortazavi, A.; Abbasi, H.; Mortazavi, A. Microstructure and physical properties of quarg cheese as
affected by different heat treatments. J. Food Process. Preserv. 2010, 34, 2–14. [CrossRef]

17. Bäurle, H.W.; Walenta, W.; Kessler, H.G. Herstellung von Magerquark mithilfe der Ultrafiltration. Dtsch. Molk. Ztg. 1984, 12,
356–363.

18. Dolle, E. Technik des Thermo-Speisequark-Verfahrens. Dtsch. Milchwirtsch. 1977, 22, 709–712.
19. Ott, H. Erfahrungen und Betriebsergebnisse mit dem Westfailia Thermo-Speisequark-Herstellungsverfahren. Dtsch. Milchwirtsch.

1977, 22, 721–722.
20. Zakrzewski, E.; Stepaniak, L.; Abrahamsen, R.K.; Sørhaug, T. Effect of thermization on the quality of Quarg. Int. Dairy J. 1991, 1,

199–208. [CrossRef]
21. Hahn, C.; Nöbel, S.; Maisch, R.; Rösingh, W.; Weiss, J.; Hinrichs, J. Adjusting rheological properties of concentrated microgel

suspensions by particle size distribution. Food Hydrocoll. 2015, 49, 183–191. [CrossRef]
22. Hahn, C.; Wachter, T.; Nöbel, S.; Weiss, J.; Eibel, H.; Hinrichs, J. Graininess in fresh cheese as affected by post-processing: Influence

of tempering and mechanical treatment. Int. Dairy J. 2012, 26, 73–77. [CrossRef]
23. Heck, A.; Nöbel, S.; Hitzmann, B.; Hinrichs, J. Volume fraction measurement of soft (dairy) microgels by standard addition and

static light scattering. Food Biophys. 2021, 16, 237–253. [CrossRef]
24. Qian, F.; Sun, J.; Cao, D.; Tuo, Y.; Jiang, S. Experimental and Modelling Study of the Denatur- ation of Milk Protein by Heat

Treatment. Korean J. Food Sci. Anim. Resour. 2017, 37, 44–51. [CrossRef]
25. Heck, A.; Schäfer, J.; Hitzmann, B.; Hinrichs, J. Fat-free fermented concentrated milk protein-based microgel dispersions

manufactured at technical scale: Production parameters as drivers of textural properties. Int. Dairy J. 2021, 127, 105195. [CrossRef]
26. Beckman Coulter LS 13 320 Particle Size Analyzer Manual. 2011. Available online: https://www.beckmancoulter.com/wsrportal/

techdocs?docname=B05577AB.pdf (accessed on 10 January 2022).
27. Lyon, L.A.; Fernandez-Nieves, A. The Polymer/Colloid Duality of Microgel Suspensions. Annu. Rev. Phys. Chem. 2012, 63, 25–43.

[CrossRef] [PubMed]
28. Pelton, R. Temperature-sensitive aqueous microgels. Adv. Colloid Interface Sci. 2000, 85, 1–33. [CrossRef]
29. Hayakawa, O.; Nakahira, K.; Tsubaki, J.I. Estimation of the optimum refractive index by the laser diffraction and scattering

method: On the raw material of fine ceramics. Adv. Powder Technol. 1995, 6, 47–61. [CrossRef]
30. Körzendörfer, A.; Nöbel, S.; Hinrichs, J. Particle formation induced by sonication during yogurt fermentation—Impact of

exopolysaccharide-producing starter cultures on physical properties. Food Res. Int. 2017, 97, 170–177. [CrossRef]
31. Krzeminski, A.; Tomaschunas, M.; Köhn, E.; Busch-Stockfisch, M.; Weiss, J.; Hinrichs, J. Relating creamy perception of whey

protein enriched yogurt systems to instrumental data by means of multivariate data analysis. J. Food Sci. 2013, 78, S314–S319.
[CrossRef]

32. Fysun, O.; Nöbel, S.; Loewen, A.; Hinrichs, J. Tailoring yield stress and viscosity of concentrated microgel suspensions by means
of adding immiscible liquids. LWT-Food Sci. Technol. 2018, 93, 51–57. [CrossRef]

33. Lucey, J.A.; Tamehana, M.; Singh, H.; Munro, P.A. Rheological properties of milk gels formed by a combination of rennet and
glucono-delta-lactone. J. Dairy Res. 2000, 67, 415–427. [CrossRef]

http://doi.org/10.1016/j.jfoodeng.2016.07.007
http://doi.org/10.1007/s13594-011-0046-1
http://doi.org/10.1016/j.idairyj.2013.12.011
http://doi.org/10.1016/j.idairyj.2012.10.008
http://doi.org/10.1016/j.idairyj.2015.08.002
http://doi.org/10.1016/j.idairyj.2020.104854
http://doi.org/10.1016/S0958-6946(98)00084-3
http://doi.org/10.1111/j.1745-4549.2008.00261.x
http://doi.org/10.1016/0958-6946(91)90011-V
http://doi.org/10.1016/j.foodhyd.2015.03.020
http://doi.org/10.1016/j.idairyj.2011.12.013
http://doi.org/10.1007/s11483-021-09665-z
http://doi.org/10.5851/kosfa.2017.37.1.44
http://doi.org/10.1016/j.idairyj.2021.105195
https://www.beckmancoulter.com/wsrportal/techdocs?docname=B05577AB.pdf
https://www.beckmancoulter.com/wsrportal/techdocs?docname=B05577AB.pdf
http://doi.org/10.1146/annurev-physchem-032511-143735
http://www.ncbi.nlm.nih.gov/pubmed/22136621
http://doi.org/10.1016/S0001-8686(99)00023-8
http://doi.org/10.1016/S0921-8831(08)60547-6
http://doi.org/10.1016/j.foodres.2017.04.006
http://doi.org/10.1111/1750-3841.12013
http://doi.org/10.1016/j.lwt.2018.03.013
http://doi.org/10.1017/S0022029900004246


Foods 2022, 11, 635 16 of 16

34. Van Vliet, T.; Van Dijkl, H.J.M.; Zoon, P.; Walstra, P. Relation between syneresis and rheological properties of particle gels. Colloid
Polym. Sci. 1991, 627, 620–627. [CrossRef]

35. Hinrichs, J. Incorporation of whey proteins in cheese. Int. Dairy J. 2001, 11, 495–503. [CrossRef]
36. Senge, B.; Sienkiewicz, T. Rheologische besonderheiten von Frischkäse—Konsequenzen zur optimieren der Prozesstechnik. Dtsch.

Molk. Ztg. 2002, 123, 26–33.
37. Chever, S.; Guyomarc’h, F.; Beaucher, E.; Famelart, M.H.H. High-protein fat-free acid milk gels: Control of protein composition

and heat treatment. Int. Dairy J. 2014, 37, 95–103. [CrossRef]
38. Tyle, P. Effect of size, shape and hardness of particles in suspension on oral texture and palatability. Acta Psychol. (Amst). 1993, 84,

111–118. [CrossRef]

http://doi.org/10.1007/BF00659917
http://doi.org/10.1016/S0958-6946(01)00071-1
http://doi.org/10.1016/j.idairyj.2014.02.011
http://doi.org/10.1016/0001-6918(93)90077-5

	Introduction 
	Materials and Methods 
	Fat-Free Fermented Concentrated Milk Protein-Based Microgel Dispersions 
	Particle Size 
	Rheology 
	Chemical Analysis 
	Statistical Analysis 

	Results and Discussion 
	Upstream Thermal Input 
	Pre-Concentration Heating 
	Post-Heating 
	Summary and Application 

	Conclusions 
	References

