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Abstract: Banana puree, due to its nutritional composition, is a good substrate for fermentation in
the development of probiotic products. The production of banana puree mainly consists of three
phases, i.e., raw material pretreatment, heat treatment, and the addition of anti-browning agents.
In this study, we conducted three experimental protocols to evaluate the effect of ripeness grade,
heat treatment, and ascorbic acid addition on fermentation performance. At the end of each protocol,
the substrate was subjected to the fermentation process (37 ◦C, 48 h), and then measurements of
pH reduction, microbial growth, and lactic acid production were used as markers in the analysis
of fermentation performance. Ripe bananas produced better results than unripe bananas whose
fermentation appeared to be inhibited. Therefore, ripe bananas were used to test the effect of two
different heat treatments (sterilization (121 ◦C, 20 min) versus tyndallization (70 ◦C, 30 min; 37 ◦C,
30 min; 70 ◦C, 30 min)) on banana puree fermentation, and no significant differences were observed.
Finally, 500 or 1000 ppm of ascorbic acid, normally used as an anti-browning agent, was added to
ripe tyndallized bananas. No differences in fermentation results were observed between the two
tested conditions, though values obtained for growth and lactic acid production were significantly
lower than those from fermentation of banana puree without ascorbic acid.

Keywords: ascorbic acid; banana; fermented food; functional food; Lactobacillus paracasei CBA
L74; probiotic

1. Introduction

Banana is one of the most important fruit crops in the world. The Cavendish cultivar
is the most commercialized banana cultivar, representing half of the world’s total banana
production [1]. Starting from banana as a raw material, industries produce several pro-
cessed products, such as banana puree, banana pulp, and banana flour or powder. Banana
puree, in particular, is one of the main processed banana products, manufactured for use by
baby food, dairy, and bakery industries and widely used all over the world [2,3]. Banana
is a rich source of antioxidant vitamins (A, C, and E), calcium, magnesium, potassium,
carbohydrates, fiber, and water, and its composition is highly influenced by the species,
growing area, and degree of ripeness. In fact, as bananas ripen, the starch content de-
creases while sugar concentrations increase due to the progressive hydrolysis of starch into
soluble sugars [4]. Bananas are considered to be a good fermentation substrate because
of their high level of soluble sugars and high presence of prebiotic components, such as
fructooligosaccharides (FOS). In fact, sucrose, glucose, and fructose can be metabolized
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into lactic acid (which can act as a preservative, flavoring agent, and acidulant in the food
industry) through lactic bacteria, as has been demonstrated in previous studies [5–7]. FOS,
by their nature, have beneficial health effects on the human colon through stimulation
of colonic lactic acid bacteria and by inhibiting putrefactive pathogens [8–10]. Thus, it
is possible to obtain a synbiotic product via fermentation of a substrate, such as banana,
through a probiotic strain. Industries are increasingly interested in the production of
similar functional foods, responding to increased consumer interest in food and health.
In addition, increasing attention is paid to non-dairy probiotic foods, such as cereals or
legumes [11]. The development and production of new types of fermented product requires
a thorough knowledge of both the raw material and the normal production process, in
each single phase, to understand the possible influences of the process on fermentation.
In particular, banana puree production involves the heat treatment of the raw material,
followed by the draining; the next step is the removal of the peel and then the size reduc-
tion, as shown by Yap et al. [4]. The heat treatment can affect the raw material, reducing
banana browning [12], but also modifying their nutritional quality [13] and, therefore,
possibly influences the fermentation process. Browning is a problem to consider when
fresh fruits are processed and, for this reason, banana puree production requires a further
phase, i.e., the addition of an anti-browning agent. In some industries, for example, the
baby food industry, the addition of food additives is not allowed and, therefore, only
natural substances can be used, such as ascorbic acid [14,15]. However, the impact of
adding ascorbic acid on fermentation parameters, such as probiotic growth or lactic acid
production, must be precisely characterized. For this purpose, in this study, banana puree
production was simulated at the lab-scale to verify if ripeness, heat treatment, and ascorbic
acid addition have any influence on fermentation, with one variable being sequentially
studied at a time. Firstly, we studied the impact of banana ripeness on bacterial growth,
lactic acid production, and pH, testing second-grade (light green, breaking toward yellow)
and sixth-grade (completely yellow) bananas as fermenting substrates. We identified the
better raw material and used it in continued testing whereby two different heat treatments,
sterilization and tyndallization, were evaluated. Finally, the better ripeness grade and heat
treatment conditions were used to assess the potential effect of ascorbic acid addition on
the same fermentation parameters. The purpose of this study was to understand if the
conditions experienced (ripeness stage, heat treatment, and ascorbic acid), and therefore
the industrial process, have any impact on the subsequent fermentation, carried out to
obtain a semi-finished product that can be added as a functional ingredient to another food
product, as fruit juice or puree.

2. Material and Methods
2.1. Banana Puree Pretreatment Protocols at Lab-Scale

Three different protocols were used to study different variables and their effects on
fermentation in a sequential manner, and these protocols, along with the overall process,
are summarized in Figure 1.

In Protocol 1, we focused on banana ripeness; in Protocol 2, we considered the heat
treatment; and in Protocol 3, we studied the effect of ascorbic acid addition. Briefly, in
Protocol 1, sixth-grade bananas were compared with second-grade bananas; both grades of
bananas were subjected to peel removal and size reduction by using an immersion blender.
The next phase was heat treatment, and sterilization was used. After that treatment,
cooling for 4 h was performed. Finally, the two banana purees (one obtained by sixth-grade
bananas and one obtained by second-grade bananas) were inoculated and then subjected
to fermentation for 48 h at 37 ◦C, and the results were analyzed, as shown in Figure 1A. The
bananas with the better ripeness grade for fermentation based on Protocol 1 were subjected
to Protocol 2 (shown in Figure 1B) in which two different heat treatments were studied,
i.e., sterilization and tyndallization, to understand if a heat treatment less intense than
sterilization could have any impact on the fermentation. Finally, Protocol 3 was applied
based on the bananas with the better ripeness grade and the better heat treatment evaluated
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from Protocols 1 and 2, respectively. Then, as shown in Figure 1C, the effect of ascorbic
acid addition on fermentation was analyzed.

Figure 1. Schematic representation of the three experimental protocols: (A) Protocol 1, comparison between two different
raw materials: second-grade and sixth-grade bananas; (B) Protocol 2, comparison between two different heat treatments:
sterilization and tyndallization; and (C) Protocol 3, comparison between samples without and with ascorbic acid addition:
two different concentrations of ascorbic acid were tested (500 and 1000 ppm).

2.1.1. Raw Material

Banana samples, belonging to the Cavendish cultivar, were purchased in a local
market. To study the effect of ripeness on fermentation parameters (during Protocol 1),
second-grade (light green, breaking toward yellow) and sixth-grade (completely yellow)
bananas were chosen. The ripeness grade was assigned according to the Banana Ripening
Manual [16]. For each test, 600 g of banana was used.

2.1.2. Heat Treatment

The heat treatment is necessary to ensure the sterility of the puree. The heat treatments
tested during Protocol 2 were sterilization and tyndallization. Specifically, sterilization was
performed through autoclave treatment: banana puree was closed into an autoclavable bag
and placed in the autoclave (121 ◦C for 20 min). Tyndallization was performed by using a
thermostated bath: banana puree was treated into the same reactor used for the subsequent
fermentation, with the circulation of heated water into the external jacket. Two heating
cycles (70 ◦C for 30 min) were interspersed with one cooling cycle (37 ◦C for 30 min). This
treatment was sufficient to eliminate any potential contamination, as demonstrated by
preliminary tests (not shown).
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2.1.3. Ascorbic Acid Addition

Ascorbic acid was added to the banana puree, only in Protocol 3 and prior to heat
treatment. In particular, we tested the ascorbic acid concentration reported on the nutri-
tional label of industrial banana puree (500 ppm) and double this concentration (1000 ppm).
The ascorbic acid was provided by Kraft Heinz.

2.2. Lab-Scale Fermentation
2.2.1. Strain

The strain used as starter culture was Lactobacillus paracasei CBA L74, (Heinz Italia
SpA), International Depository Accession Number LMG P-24778, which is a Gram-positive
homofermentative, facultative anaerobic bacteria. It was stored in a freeze-dried form at
−20 ◦C and revitalized in a 0.9% sodium chloride solution for 10 min before each fermenta-
tion test at 37 ◦C. The inoculum bacterial density was in the order of 108 CFU mL−1.

2.2.2. Lab-Scale Fermentation Apparatus

The experimental setup consisted of the following four components: a vessel, a
mixing system, a system of thermal conditioning, and a system for pH and temperature
measurements. The vessel was a Pyrex glass cylinder with an external jacket for circulating
service fluid that was necessary for maintaining the constant temperature of the system.
The height and diameter of the inner cylinder were 20 and 10 cm, respectively, while the
dimensions of the external jacket were 18 and 14 cm, respectively. The vessel’s maximum
capacity was 1.5 L. The mixing system consisted of a stainless-steel impeller with an
inclined blade and a Rushton impeller connected to a motor (a three-phase asynchronous
electric motor, 0.25 Hp, 0.18 kW, 1310 rpm with speed reductioner −170–−880 rpm), which
allowed the stirring speed to be adjusted and respectively provided axial and radial mixing.
Previous mixing tests were carried out, according to Gallo et al. [17], on the fermenting
suspension, using a food dye to allow for the determination of the optimal speed rate
(182 rpm in the present study) that guaranteed complete distribution of the dye in the
medium within a maximum time of 10 min. For pH and temperature measurements, a
Mettler Toledo probe was used (In Pro 3100, Mettler Toledo, Milano, Italy).

2.2.3. Lab-Scale Fermentation Protocol

Submerged fermentation was carried out in a 1.5 L fermenter. The first step was the
sterilization of the fermenter and the mixing system at 121 ◦C for 20 min in autoclave. Then,
600 g of banana, pretreated as described above, and 300 mL of water were successively
loaded into the reactor. The system was brought to 37 ◦C, and the strain was inoculated to
start the fermentation process.

Banana puree was fermented for 48 h. Aseptic sampling was performed at different
times (after inoculum (t0) and after 24 h (t24) and 48 h (t48) of processing). Only for Protocol
3 sampling times were increased from 3 to 8 (sampling times were: after inoculum (t0),
after 4 h (t4), after 16 h (t16), after 20 h (t20), after 24 h (t24), after 40 h (t40), after 44 h (t44),
and 48 h (t48) of processing); pH measurements, as well as microbiological and chemical
analyses, were carried out for each sample.

2.3. Analysis

All culture media and kits were purchased from Oxoid (Oxoid, Rodano, Italy). Con-
cerning the microbiological analysis, samples, after serial dilutions, were sown on Petri
plates prepared with MRS agar; lactobacilli required an incubation of 48 h at 37 ◦C in
anaerobic conditions, which could be guaranteed by using special anaerobic kits (Anaero-
gen Compact). To verify the presence of contaminants, samples were also sown on Petri
plates prepared with PCA (bacteriological agar, yeast extract agar, Peptose Peptone, and
glucose) for the total viable count of aerobic bacteria, MacConkey Agar for the isolation of
Enterobacteriaceae, and Gelatin Peptone Agar for the growth of microorganisms other than
lactobacilli. The pH analysis was performed by using an In Pro 3100 probe (Mettler Toledo,
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Milano, Italy). The amount of lactic acid produced during fermentation was determined by
HPLC (Agilent Technologies 1100, Cernusco sul Naviglio, Italy), equipped with a column
C18 (Agilent Zorbax C18, Cernusco sul Naviglio, Italy) and a UV detector set at 218 nm.
The eluent was 0.1 M NH4H2PO4, at a flow rate of 0.8 mL min−1. Ascorbic acid was
also detected by HPLC equipped with a column C18 (Agilent Zorbax C18, Cernusco sul
Naviglio, Italy) and a UV detector set at 254 nm. The eluent was KH2PO4 (0.5% w/v) with
dithiothreitol (0.1% w/v), at a flow rate of 0.5 mL min−1.

2.4. Statistical Analysis

Statistical analysis and graphics were obtained from GraphPad Prism (San Diego, CA,
USA). Mean and standard deviation (n = 3) of the experimental data were calculated; their
significance was evaluated by Student’s t-test, accepting only results that showed values of
p < 0.05 as being significant.

3. Results
3.1. Protocol 1: Second-Grade Banana vs. Sixth-Grade Banana

The pH values, Lactobacillus growth, and lactic acid production obtained during
fermentation of bananas with two different degrees of ripeness (second-grade vs. sixth-
grade bananas) are shown in Figure 2.

Figure 2. Protocol 1 (2nd- vs. 6th-grade bananas) fermentation results at different sampling times (after inoculum (t0), and
after 24 h (t24), and after 48 h, (t48): (A) pH values, (B) bacterial growth (CFU mL−1), and (C) Lactic acid production in
g L−1. Bars represent standard deviation of three independent experiments. Student’s t-test. *** p < 0.001.

The pH values dropped from 4.7 ± 0.08 (t0) to a final value (t48) of 3.7 ± 0.09 for the
puree obtained from sixth-grade bananas, while the pH value remained almost constant
for the puree obtained from second-grade bananas, as shown in Figure 2A. A statistically
significant difference was noted only at 48 h. For the microbiological results, the fermenta-
tion was started with an initial bacterial concentration of approximately 106 CFU mL−1

for both purees; bacterial concentrations of 3.3 × 108 ± 1.2 × 108 CFU mL−1 after 24 h,
and 8.7 × 108 ± 1.0 × 108 CFU mL−1 after 48 h, were obtained for the sixth-grade banana
puree samples. Otherwise, bacterial concentrations in the order of 105 CFU mL−1 after
24 h and 104 CFU mL−1 after 48 h were obtained for the fermentation of second-grade
banana puree samples. Statistically significant differences were observed at 24 and 48 h,
as shown in Figure 2B. Furthermore, in the PCA, no microbial growth was observed on
MacConkey and Gelatine Peptone agar plates, demonstrating the absence of contaminants
on both samples (not shown). In both tested conditions, lactic acid was not detected at
t0; after 24 and 48 h, it reached a concentration of 4.8 ± 1.1 g L−1 and 12.7 ± 0.9 g L−1,
respectively, for the sixth-grade banana puree as shown in Figure 2C. Only traces of lactic
acid were detected on second-grade banana puree.
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3.2. Protocol 2: Sterilization vs. Tyndallization

On the basis of the results obtained from Protocol 1, sixth-grade bananas were cho-
sen as the raw material for Protocol 2. The pH values, L. paracasei growth, and lactic
acid production for the two tested conditions (banana puree sterilized and banana puree
tyndallized) are shown in Figure 3.

Figure 3. Protocol 2 (sterilization vs. tyndallization) fermentation results at different sampling times (t0, t24, and t48):
(A) pH values, (B) bacterial growth (CFU mL−1), and (C) lactic acid production in g L−1. Bars represent standard deviation
of three independent experiments.

The pH values for the sterilized banana puree were the same for the sixth-grade
bananas used in Protocol 1. As for the tyndallized banana puree, there was a pH reduction
from 4.71 ± 0.11 to 3.82 ± 0.04 at 48 h (t48). No statistically significant difference was found,
as shown in Figure 3A. For both treatment conditions, the fermentation started with an
initial concentration in the order of 106 CFU mL−1, reaching, in both cases, concentrations
in the order of 108 and 109 CFU mL−1, after 24 and 48 h of fermentation, respectively, and
no statistically significant differences were found, as shown in Figure 3B. Furthermore, on
PCA, McConkey and Gelatine Peptone agar plates no growth was observed, demonstrating
the absence of contaminants on both samples (not shown). In both tested conditions, lactic
acid was not detected at t0; after 24 h, it reached a concentration of 4.8 ± 1.1 g L−1 and
6.2 ± 0.9 g L−1 for the sterilized and tyndallized banana purees, respectively. At 48 h, we
found lactic acid concentrations of 12.7 ± 0.9 g L−1 for the sterilized banana puree and
13.6 ± 1.6 g L−1 for the tyndallized banana puree. No significant difference was noted, as
shown in Figure 3C.

3.3. Protocol 3: Ascorbic Acid Addition

On the basis of the results obtained at the end of Protocol 1, sixth-grade bananas
were chosen as the raw material. Regarding Protocol 2, no significative difference was
noted between the two heat treatments and, thus, tyndallization was chosen for Protocol 3
because it was milder. Ascorbic acid was measured before and after the heat treatment,
and the observed values are reported in Table 1.

Table 1. Ascorbic acid concentrations measured before and after the heat treatment.

Addition of 500 ppm Addition of 1000 ppm

Before tyndallization 516 1054
After tyndallization 293 534

All results related to Protocol 3 are shown in Figure 4.
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Figure 4. Protocol 3 (ascorbic acid addition of 0, 500, or 1000 ppm) fermentation results at different sampling times (t0, t4,
t16, t20, t24, t40, t44, and t48): (A) pH values, (B) bacterial growth (CFU mL−1), and (C) lactic acid production in g L−1. Bars
represent standard deviation of three independent experiments. Student’s t-test. * p < 0.05, ** p < 0.01, *** p < 0.001.

As described in the Methods section, two different ascorbic acid concentrations were
tested, and the results were compared with those obtained for the better condition identified
for Protocol 2 (sixth-grade banana, tyndallized, and without ascorbic acid addition). A
greater number of samplings was conducted, in order to study the effect of ascorbic
acid more closely. The pH found at t0 was 4.67 ± 0.08 and 4.46 ± 0.09, when 500 and
1000 ppm of ascorbic acid were added, respectively. At 48 h, the pH reduced to final values
of approximately 3.8 for both conditions and no statistically significant difference was
noted, as shown in Figure 4A. For both the addition of 500 and of 1000 ppm of ascorbic
acid, the fermentation started with an initial bacterial concentration of approximately
106 CFU mL−1, and at t24, it reached bacterial concentrations in the order of 107 CFU
mL−1, with statistically significant differences as compared with banana puree without
ascorbic acid (t24 bacterial concentration of 4.0 × 108 ± 1.5 × 108 CFU mL−1). After 48 h,
both samples reached a concentration of approximately 4 × 108 CFU mL−1, of about one
order of magnitude less than the bacterial concentration measured at the end for the banana
puree with no addition of ascorbic acid. Differences in bacterial growth, obtained without
and with addition of ascorbic acid (both 500 and 1000 ppm) were statistically significant
starting from 24 h of fermentation to the end, as shown in Figure 4B. Furthermore, on PCA,
McConkey and Gelatine Peptone agar plates no growth was observed, demonstrating
the absence of contaminants on both samples (not shown). In all the tested conditions,
lactic acid was not detected at the initial fermentation times. At 48 h, with the addition of
ascorbic acid, lactic acid concentrations reached values of 9.4 ± 0.6 and of 8.3 ± 0.7 g L−1

when 500 and 1000 ppm of ascorbic acid were added, respectively, and the difference with
no addition of ascorbic acid was statistically significant, as shown in Figure 4C.

4. Discussion

Industries are increasingly interested in functional foods such as probiotics (i.e., live
microorganisms that, when administered in adequate amounts, confer a health benefit on
the host [18]) and postbiotics (i.e., preparation of inanimate microorganisms and/or their
components that confers a health benefit on the host [19]). Most of these types of functional
foods are dairy-based products [20–22], but products of a different nature are also on the
rise. The ability of the bacterial strain that was used in the present study to ferment food
matrices, such as cereals and legumes, has previously been demonstrated [17,23–29], and its
probiotic activity has also been confirmed in previous studies [30–33]; in the present work,
its ability to ferment an industrial product, such as banana puree, was investigated. Banana,
both as a fresh or processed fruit, is one of the most consumed fruit crops worldwide, start-
ing from infancy. Because of its nutritional composition, it seems to be a good substrate for
fermentation, as previously studied [34,35]. Fermentation is a processing technology useful
for increasing shelf life and improving organoleptic properties, and it is also a method
to obtain functional foods. The present work was aimed at understanding the feasibility
of fermenting an industrial product, i.e., banana puree, to obtain a potential functional
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food, paying attention to how the raw material (unripe or ripe banana) and the production
process itself can impact fermentation. For this purpose, a banana-puree industrial process
was reproduced at the lab-scale, with fermentation as the final step. The measurements of
pH reduction, growth of L. paracasei, and production of lactic acid were used as indicators
for the analysis of fermentation performance. Three different experimental protocols were
tested. The first protocol was designed to determine whether unripe or ripe banana was a
better raw material to be fermented. Significant differences were noted in fermentation
performance, i.e., sixth-grade or ripe bananas gave better results in terms of L. paracasei
growth, lactic acid production, and pH reduction as compared with second-grade bananas,
for which an early bacterial death phase was observed. A similar result was observed by
Aegerter and Dunlap [34], who studied the fermenting ability of five different strains on
ripe and unripe banana puree. They showed a pH reduction (as a fermentation indicator)
also for unripe banana puree, but only after several days. This is probably due to the
difference in nutritional composition of second- and sixth-grade bananas. The ripening of
bananas, in fact, leads to an increase in the content of soluble sugars, more accessibility
to bacteria and, at the same time, a decrease in starch [4,36,37] and depolymerization
of pectin [38]. Another factor that promotes fermentation in sixth-grade bananas could
be the fact that fructan concentrations are higher in ripe bananas than those in unripe
bananas [39], keeping in mind that fructans are considered to be prebiotic compounds for
some bacterial strains [40]. After we determined the better raw material for fermentation
(ripe bananas), we focused on the banana-puree production steps considered to be “more
risky” for good fermentation, i.e., heat treatment and ascorbic acid addition, commonly
used as an anti-browning agent. The heat treatment is considered risky for fermentation
due to the possibility of reducing proteins, vitamins [13], or other elements useful for
microbial metabolism. For our purposes, sterilization and tyndallization treatments were
compared. We did not detect any difference between the treatments, suggesting that even
the more intense heat treatment did not significantly alter the food substrate. Finally, in
Protocol 3, we analyzed the effect of ascorbic acid on fermentation, since it is considered to
be a critical phase in the fermentation process because of the antimicrobial properties of
ascorbic acid [41]. In this case, sampling times were increased to study more closely the
effect of ascorbic acid (which is an antimicrobial agent) on the bacterial fermentation. Two
different concentrations were tested, i.e., 500 ppm (the concentration normally detected
in the industrial processed product and reported on the label) and 1000 ppm. The decay
of ascorbic acid due to heat treatment was measured to understand the actual concentra-
tion in contact with the microorganism during fermentation: a decay of about 50% was
observed. No significant differences were noted between the experimental data obtained
with these two concentrations in terms of bacterial growth, lactic acid production, and
pH reduction, but both cases provided significantly different results as compared with
the banana puree fermented without ascorbic acid addition, confirming the hypothesis
regarding its inhibiting effect on microbial metabolism. In particular, considering bacterial
growth, it seems that ascorbic acid, at the concentration used, did not absolutely inhibit it,
but only slow it down. Notably, although the final bacterial growth (and, therefore, the
production of lactic acid and the reduction of pH) was significantly reduced by ascorbic
acid, a bacterial concentration higher than that considered sufficient to declare the banana
product as probiotic (106 CFU mL−1 [42]) was achieved and a potential probiotic prod-
uct was obtained. However, when ascorbic acid is added, the same bacterial and lactic
acid concentrations of those observed without any addition could be reached at longer
fermentation times and the process could be further optimized. Indeed, for banana puree
fermented with no addition of ascorbic acid, we observed about a 3-log increase in bacterial
concentration, which was higher than that obtained by Tsen et al. [43,44] on banana puree
inoculated with free L. acidophilus. In these works, the optimization was carried out by
encapsulating the strain in Ca alginate or k-carrageenan, and an increase of at least 3 log of
the bacterial concentration was obtained, the same increase achieved in the present work
without encapsulation.
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To further optimize banana puree fermentation without the addition of ascorbic acid,
though, at the same time, preserving the color, other approaches could be considered.
Certainly, the use of different additives is a way forward, but we must also consider the
impact they have on fermentation and if they are allowed by regulations for particular
products, such as baby food.

5. Conclusions

The factors affecting fermentation during the production of banana puree were inves-
tigated. The choice of the raw material and the addition of ascorbic acid were the factors
most capable of inhibiting/reducing bacterial growth and production of lactic acid. The
degree of ripeness of the banana must be carefully evaluated to obtain a sufficient bacterial
growth to declare a food “probiotic”, considering the inhibition effect of unripe bananas
on the strain. In addition, regarding the addition of ascorbic acid, a sufficient bacterial
concentration could be obtained even with the highest concentration tested (1000 ppm),
although lower than that obtained in the absence of ascorbic acid. Therefore, it is possi-
ble to obtain a potentially probiotic banana puree through the conventional production
process followed by L. paracasei CBA L-74 fermentation and the process could be further
optimized in terms of bacterial concentration and lactic acid production. Further studies
would be helpful to determine the most appropriate concentration of ascorbic acid to add
to obtain both an anti-browning effect and the highest possible bacterial growth. Other
anti-browning agents may also be considered; however, strict regulations regarding per-
mitted additives for special foods, such as baby food, must be taken into account. Another
necessary evaluation will be the sensory analysis to understand the impact of the whole
process on the organoleptic properties of the banana puree.
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