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Abstract

Large scale mammalian cell culture is typically performed in suspension
culture. Two configurations that are used in industry are stirred tank and

air-lift fermenters. The debate about the ad and disad of
these configurations is one that has received attention in recent years.
This poster examines how a fed-batch transfect ted in a

stirred tank reactor was successfully transferred to an air-lift fermenter.
Cell growth and metabolism, productivity and product quality are
compared. Optimisation of both modes of operation to ensure a similar
physicochemical environment for the cells maximises the ability to
maintain equivalent product quality and yield. The process of transferring
technology from to contract facturer and betv

and is described with particular reference to
areas that require careful ideration to ensure less process
transfer to manufacturing scale.
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* Product quality was equivalent between STR and ALF

* Process Import and Transfer performed in approximately six
months
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