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SIG helps manufacturers gain full connectivity in their
plants with machine-to-machine communication
A

s part of its ongoing efforts to drive greater
flexibility in food and beverage manufacturing,
all new filling machines from SIG now come with
industry-standard OPC Unified Architecture (OPCUA) connectivity built in. This enables horizontal
machine-to-machine and vertical communication
within the entire production plant – from shop floor
to top floor. OPC-UA is the data exchange standard
for secure, reliable and platform-independent
industrial communications, helping to drive smart,
connected and fully integrated systems.
In addition to this built-in offering, all existing SIG filling machines can also now be retrofitted
with a simple plug-and-play installation providing
OPC-UA connectivity. It is delivered through the
Connector Module of SIG’s Plant 360 Controller
solution. This advanced monitoring and control
solution was designed to optimise every part of food
and beverage production by gradually integrating all
plant processes and systems into one platform, no
matter what equipment, supplier or PLC is used.
Stefan Mergel, Senior Product Manager
Equipment at SIG: “SIG is committed to driving
maximum connectivity and integration within our
customers’ digital factories. And to enable this, all
our new filling machines, as well as automatic
magazines and downstream solutions, are using
industry-standard OPC Unified Architecture, meaning that connectivity is simply built in from the start.”
Having OPC-UA connectivity either built
in or retrofitted on SIG systems gives food and
beverage manufacturers the greatest possible
freedom and flexibility when choosing their other
manufacturing components and technology partners. This ultimately means that an SIG customer
can configure a digital factory based precisely on
their needs and demands.
For manufacturers, flexibility in their
operations has become an increasingly critical issue.
With growing industry demands, rapidly changing
consumer trends, and the ongoing challenge of
COVID-19, manufacturers are seeking to make their
production lines more flexible, individualised and

As part of its ongoing efforts to drive greater flexibility in food and beverage manufacturing, all new filling
machines from SIG now come with industry-standard OPC Unified Architecture (OPC-UA) connectivity built
in. This enables horizontal machine-to-machine and vertical communication within the entire production
plant – from shop floor to top floor.
© SIG
agile to handle periods of higher outputs and faster
product changes, while also driving down costs. As
a result of this, many are looking to IoT-enabled
systems, data and automation solutions to turn their
filling plants into intelligent and connected factories.
Stefan Mergel: “Food and beverage
production is rapidly changing and becoming more
demanding than ever. Filling plants are operating on
an unprecedented level with higher demands,
growing competition, and ever-shorter production
cycles – even more so due to COVID-19. Now is
the time for companies to step up their digital
transformation and ensure they can be more

resilient, productive and agile in their future operations.”
Enabling OPC-UA connectivity within its
filling machines, systems and components is
another aspect of SIG’s solution-driven Smart
Factory platform – a drive to deliver IoT-enabled
systems and technical services that transform filling
plants into connected factories that secure the
highest possible efficiency, flexibility and quality for
customers.
www.sig.biz

Strong, lean, durable: FANUC’s latest robots
ensure maximum productivity
F
ANUC has expanded its range of industrial
robots with the introduction of two high-payload
models: the M-20iD/35 multi-purpose handling
robot and the ARC Mate 120iD/35 ARC welding
robot.
Both models have a maximum payload of
35kg and a reach of 1,831mm. A new drive train
also ensures the robots can handle heavier workpieces or weld torches at a much higher inertia,
while maintaining a high repeatability of up to
± 0.03 mm.
The new models benefit from an IP67
protection rating for both the upper arm and wrist
axes, which offers effective protection against
splashes or dust. It is particularly useful for
applications under adverse environmental conditions, such as grinding or deburring (for the
M-20iD/35 handling robot), or welding and cutting
(for the ARC Mate 120iD/35).
Oliver Selby, Robotics Business Development Manager at FANUC UK, comments: “One of
the cornerstones of FANUC’s R&D process is the
ability to provide a solution for each and every
application. As we continue to expand our portfolio,
we are ensuring that manufacturers who are
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looking to automate applications with high payload
demands can do so in a way that is right for their
specific requirement.
“The M-20iD/35 handling robot and the
ARC Mate 120iD/35 welding robot are versatile
additions, offering high strength for a range of
applications. They also benefit from a streamlined
design, to allow for easier integration into existing
production processes.”
The hollow wrist design of the M-20iD/35
facilitates lean installation of additional equipment,
ultimately enabling the robot to operate effectively
in tight spaces without impacting cable condition.
Similarly, the ARC Mate 120iD/35 has an improved
design with optimal passage of cables and media
lines, emphasising the high strength, lean footprint
design that underpins the two models.
Both robots are operated via the R-30iB
Plus controller, which includes a host of features
such as: an optional integrated vision system, large
memory, fast CPU, and the iPendant. The digital
models of the M-20iD/35 and the ARC Mate
120iD/35 are also integrated into FANUC's own
offline programming software ROBOGUIDE, to
assist integrators, and end users with design and

February 2021

programming.
Oliver concludes: “Now more than ever,
automation has a significant role to play in boosting
productivity and improving production processes.
These latest additions to our already extensive range
of industrial robots help to ensure there is a solution
for all applications, which will ultimately benefit UK
manufacturing as a whole.”
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Why isn’t disinfection being
used more in the UK in the
fight against Covid-19
R

ichard Little, Managing Director, Jenton
International asks why UV air disinfection is not
being used in the fight against Covid-19 especially
when there is a convincing argument - backed by
sound evidence - for using it to improve air in a
range of buildings and work environments including
doctors waiting rooms, schools, offices and food
processing plants, as well as HVAC applications.
Jenton International
has been promoting UV air
disinfection against bacteria
and viruses for many years.
UV itself has been used for
disinfection applications for
over 100 years and there is
a massive body of evidence
supporting it’s efficacy. It is
mainstream for air disinfection in HVAC in the USA, Asia Richard Little, Managing
and Middle East with many Director, Jenton Internamany installations in schools, tional
hospitals, offices and homes.
In the past, we have always been astonished at how unresponsive the European market
was in accepting the concept of simple wall units
for NHS doctor’s waiting rooms, schools etc. The
proven proposition was to stop people catching
colds, flu and TB from each other – with regular
coverage on the BBC as a ‘new concept’ and
papers published in The Lancet and other publications to support this.
However, this is nothing to how surprised
we are this year, especially now that airborne transmission of SARS-CoV-2 has been highlighted, with
how reluctant UK state agencies are to use our
simple and effective UV units in waiting rooms,
schools and offices. Plus, we have much bigger UV
disinfection systems for HVAC and food processing
plants.
Fresh air is important for diluting
SARS-CoV-2 and reducing the risk of getting
Covid-19. The HSE website clearly recommends

that recirculating air conditioning is turned off.
https://www.hse.gov.uk/coronavirus/equipmentand-machinery/air-conditioning-and-ventilation.htm
This is supported by the new governmentissue film. https://www.gov.uk/government/news/
new-film-shows-importance-of-ventilation-toreduce-spread-of-covid-19
There is no doubt that fresh air through an
open window is best. Our proposition has been
that where fresh air isn’t available, or practical, in a
food factory for example, UV disinfection the next
best thing as you effectively ‘make your own fresh
air.’
A McGill university paper published in the
Lancet demonstrated in 2003 that UVC on its own
in ducting in HVAC equipped offices could reduce
sickness in buildings due to colds and flu by a
useful 40%. This was WITHOUT all the handwashing and mask wearing required during the
pandemic so it is logical that combinations will be
synergistic.
In addition, a 2020 paper from Signify
shows what was achieved in tests using UVC
disinfection of SARS-CoV-2 at Boston University. This
backs up previously calculated effects based on
UVC’s performance against SARS-CoV-1 and surrogates which proved to be correct.
It is evident that SARS-CoV-2 can be
easily disinfected with UV. Jenton’s products
supply more than enough UVC to disinfect any
SARS-CoV-2 passing through to 99.99% and also
many other viruses and bacteria. Jenton has also
developed modelling software to allow prediction
of performance in different situations.
Jenton is not a start-up taking advantage
but an expert in the development of high performance UV disinfection systems, with patents,
products and partnerships with companies like
Heraeus and Philips. Clearly UV disinfection can’t do
everything but it can make an effective contribution.
www.uvdisinfection.org.uk

Send your news to Terry Prior at
terryprior@innovationsfood.com

www.innovationsfood.com
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Spiroflow’s virtual
interaction
extends from
machine demos
to pre-delivery
inspection and
site tours

F

or powder handling and dry solids processing
experts, Spiroflow, embracing technology and
finding new ways to interact with both customers
and prospects was essential to maintain business
momentum as the pandemic developed globally
last year.
The company started by offering virtual
demonstrations, via either Teams or Zoom
platforms, utilising their test bay facilities located at
their Clitheroe-Lancs HQ. The space is fully
equipped with a range of equipment, including
mobile and static flexible screw conveyors (FSC) the mobile version featuring Spiroflow’s remote
monitoring system - SAM, various FSC tubes and
spirals, aero mechanical and tubular drag conveyors,
as well as bulk bag fillers and bulk bag unloaders.
The test bay facility has also proved to be an ideal
venue, with the online demonstrations providing a
captivating alternative solution to on-site visits.
Spiroflow has since expanded their virtual
interaction to include full factory tours, engineering
processes, SAM (Spiroflow Active Monitoring)
demonstrations, comprehensive Factory Acceptance Tests and Pre-Delivery Inspections for c
ustomers to attend, albeit virtually. For free of charge
testing and material trials offered by Spiroflow,
customers can either witness the proceedings live
online, via a recorded live link, or a video and test
report can be forwarded in their absence. Additionally, Spiroflow’s service engineers and electrical
software engineers have the capability to remotely
commission delivered equipment, which they
have been doing successfully for over 12 months
now.
“Clearly the preference of course is to have
customers visit us here at Spiroflow and see their
equipment in person,” said Spiroflow Managing
Director, James Podevyn. “However, given the
restrictions created by the pandemic, we have
found that online and virtual demonstrations work
really well.
“Through real-time streaming video technology, we can give an engaging showcase of our
equipment, or deliver full blown factory tours. For
example, I’ve recently given a virtual factory insight
to our new sales representative in Egypt. I am happy
to do this for anyone, in any time-zone, anywhere
in the world.”
Spiroflow’s regional sales managers have
also benefitted from virtual engagement tools, by
actively offering consultative online forums to both
customers and prospects.
“Our general process knowledge is vast,”
added Podevyn. “For us to develop an understanding for an application, we need to be able to
discuss both upstream and downstream. As such,
we are usually able to offer guidance on all forms of
material handling automation.”
Spiroflow has been a global leader in the
field of powder handling and dry bulk solids
processing for more than 45 years. To learn more,
visit spiroflow.com, email sales@spiroflow.com or
call +44 (0)1200 422525 in the UK or +1 704
246 0900 in the US.
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Baker Perkins equipment industry 4.0 ready
T

echnology ensuring equipment is Industry 4.0
Ready is being fitted as standard to all new
Baker Perkins machinery.
Industry 4.0 harnesses data from all the
machines, devices and sensors in any manufacturing operation and enables them to communicate
with each other via the Internet to make informed
and timely decisions.
Baker Perkins’ policy is to provide all
machines ‘Industry 4.0 Ready’ to a level that allows
interconnection with other systems via the Internet.
The key unit is an eWON Flexy Gateway - a
modular router and data gateway allowing linkage to
remote devices with benefits based around data
acquisition, handling and transmission.
All systems will now sample and upload
all data from the process equipment to a secure
cloud or server, where it will be available to facilitate
improved decision making. The major advantage
with simpler control systems is that analysis is being
carried out on the process as a whole, rather than
discrete sections. Real time OEE (Overall Equipment
Effectiveness), trending and basic maintenance are

Industry 4.0 at work at Baker Perkins
all included.
Innovative features include a unique Baker
Perkins machine centre-lining system allowing
operating parameters to be compared with
previous settings, and alerting supervisors to
potential problems caused either by operator
changes or impending equipment failure.
The next step in the development of

Industry 4.0 will allow Baker Perkins to predict when
key components need replacement. Intelligent
analysis of process performance and machine
condition will enable timely advice to be provided
on potential machine problems or service and parts
requirements, before they cause costly downtime.
Performance optimisation based on
comparisons with similar machines will also be
possible.
The eWON Flexy modular router and data
gateway has been used for some time by Baker
Perkins to dial into customer’s control systems
anywhere in the world when they call for remote
support. It has also been used in the remote
commissioning from the UK of a new extruder in
India.
Industry 4.0 is a fast developing technology that manufacturers can tailor to suit their own
unique situations. With equipment and systems
Industry 4.0 Ready, Baker Perkins is ideally
positioned to help customers, whatever the level of
complexity required.
www.bakerperkins.com

PLANETA Q: we squared the circle
P

LANETA is the MG2 best-selling continuousmotion capsule filling machine designed for
medium and large productions. MG2 drive for
innovation never stops and, even on this model
of constant clear success, there is still, nevertheless,
some room for improvement that the internal team
of designers and the skilled technicians cannot miss.
By strengthening this capsule filling
machine qualities: from the modularity to the
various weight controls that can be installed, from
the user interface to ergonomics, an even more
performing capsule filler has been conceived that, at
the same time, can meet the specific needs of a
new market niche: PLANETA Q.
Innovative design, great flexibility and
ergonomics
The first novelty of PLANETA Q is the new
design, which is the result of more than 50 years of
MG2 experience in the development of capsule
filling technology.
In fact, a careful study of the operatormachine interaction has led to a more ergonomic
design that allows total accessibility to the machine
to carry out routine operations, whether they consist
in either actual production or maintenance
programs.
The machine edgy parts have been
reduced and the internal layout has been conceived
by focusing on ergonomics. The safety guards are
"gull-wing"-shaped and the empty capsule selector
SR/I is integrated into the machine, thus allowing
for faster intervention by the operator.
The control panel is mobile, which allows
it to rotate around PLANETA Q at an angle of 180
degree, and it is equipped with a 21-inch touchscreen HMI developed ad hoc to make the control
of every operation user-friendly. The VPN connection, then, allows faster remote access to ask for the
online technical assistance. Connectivity is also
enhanced thanks to the networking that has
been designed for full integration with customers'
corporate network systems.
With a production speed ranging from
6,000 to 100,000 capsules/hour and a complete
coverage of the product range – from powder to
pellets, from low dosages of powders to liquids,
from tablets to microtablets – for both pharmaceutical and nutraceutical products, PLANETA Q
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summarizes the leading features of MG2 high
technology which is now a standard for its
customers all over the world.
Talking about flexibility, it is also possible to
combine multiple products inside the same capsule
thanks to two dosing units fitted in the machine.
The net weight control is guaranteed, then,
by the great performance of the MG2 patented
weight control systems, which comply with the
highest quality control standards required by
customers.
OEB4 containment level
PLANETA Q, unlike PLANETA, offers highlevel containment standards. The machine, thanks
to its innovative design, complies with the OEB4
level, by ensuring maximum safety for both the
operator and the environment, even while handling
high-risk pharmaceutical products.
PLANETA Q is indeed equipped with
gloves for safe access to the production area,
special seals for the isolation of the operational area
from the technical area, suction lances for dry
cleaning and wetting guns. Finally, there is the
possibility of integrating the machine with state-ofthe-art protection devices, such as high-containment
valves for product introduction and continuous liner
for sample collection.

February 2021

PLANETA Q is already available at the MG2
showroom located at the production plant in
Pianoro. A personalised visit, onsite or online, can
be arranged by contacting marketing@mg2.it.
For more info: https://www.mg2.it/processing/planetaq/

FOODEX
5-7 July
NEC, Birmingham, UK
Advertising and editorial
opportunities now available for
May issue
Contact: Terry Prior
at
terryprior@innovationsfood.com
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Key Technology introduces new automated
grading system for fresh green beans
K

ey Technology, a member of the Duravant
family of operating companies, introduces a
new automated grading system for fresh green
beans. This turnkey solution automatically removes
defective green beans and foreign material (FM),
while also separating green beans in clusters or with
attached stems and then directing them for further
processing. This integrated grading solution,
consisting of Key’s Iso-Flo® vibratory and rotary
separation equipment combined with a VERYX®
digital sorter, significantly reduces labor requirements, increases throughput and achieves consistent product quality, even during times of high
incoming defect rates.
“Prior to this development, most fresh
pack green bean lines had to rely extensively on
manual labor, which is expensive, hard to find and
often unreliable – packers need a better option.
With our new automated grading system, customers are able to reduce the number of manual
graders by up to 70 percent,” said Jeff Nielsen, Area
Sales Manager at Key. “Additionally, the system’s
high throughput achieves faster grading and packing, handling the same number of loads in a shorter
period of time to create a shorter workday or work
week for the entire packing house. This enables the
grower to harvest and pack ahead of incoming
adverse weather conditions that can destroy his
crops and lower his pack-out rates.”
This automated grading system removes
product with defects such as tip rot, wind scars and
wormhole damage as well as a wide range of FM
including rocks, insects and animal parts, glass,
metal, cardboard, corn cobs and roots, cotton stalks,
peanuts and more. The Iso-Flo vibratory feed
shakers ensure good product spread while the
rotary separator removes small particles and small
FM. The VERYX digital sorter separates incoming
product into three streams. The ‘accept’ stream
sends good green beans with no clusters or stems
on to final inspection and packaging. A second sort
stream is dedicated to green beans in clusters or
with attached stems, which are directed for further
processing to recover more good beans. A third sort
stream collects green beans with defects and FM,
which go to waste.
“With manual packing, packers must staff
their grading lines for the highest incoming defect
rates. When defect rates spike, it causes ‘per box’
costs to increase, supply to tighten, prices to go up
and the hourly throughput to drop to a crawl. Key’s
integrated solution including VERYX flips this

scenario – the packer maintains higher throughput
rates with less labor for a lower ‘per box’ cost and
greater ‘per box’ profit,” said Nielsen. “The impact
on profitability as well as quality of life for operators,
managers and employees is impressive. The resulting shorter work days reduce worker fatigue,
accidents and preventative maintenance. Packers
often tell me that, for the first time in their lives, they
feel like they have control over what they’re sending to their customers.”
VERYX is equipped with Key’s powerful
information analytics software, which collects data
about every object flowing through the sorter. The
segmented data can be used to profile incoming
field loads in terms of its quality and defect rates.
These quality profiles can be used to manage
payment plans for growers. Insight into the product
condition of individual loads is also valuable for
understanding the impact of various field locations
and growing practices on the quality of the green
beans that come into the line for packing.
Inspecting the product entirely in air, Key’s
belt-fed VERYX sorter is ideal for products with
challenging shapes like green beans. The sorter’s
LED lighting system is designed to minimize
shadows for accurate inspection of each green bean
and detection of stems, product clusters and any
defects that may appear on the surface of the bean.
Positioning the inspection sensors away from
product splatter sustains accurate inspection
throughout long production cycles. VERYX is
designed to run unattended during normal operation.

VERYX features next-generation cameras
and laser scanners that offer twice the resolution of
previous sensor technology to find smaller FM and
defects. Key’s unique Pixel Fusion™ technology
combines pixel-level input from multiple cameras
and laser sensors, producing higher contrasts to find
even the most difficult-to-detect product conditions
and foreign materials. Intelligent air ejectors target
each object at the optimal location to cleanly
separate it from the product stream without inadvertently removing surrounding objects, maximizing
both product quality and yield. VERYX is available in
different inspection widths to satisfy a range of
capacity requirements.
In addition to VERYX, this versatile grading
system can be configured with a variety of vibratory
and mechanical solutions to optimize overall
system performance. Key’s Iso-Flo® shakers can be
designed to remove small, broken and curved
beans. A PSG separator combined with an
integrated Iso-Flo feeding shaker can size the
product by length and diameter to remove short
and thin green beans, as well as other small objects
such as insects, loose stems, soil and small rocks.
Robust and long lasting, Key’s vibratory and
mechanical systems enhance sanitation with
features such as open designs, fully-welded frames,
stainless steel bed surfaces, oil-free drives and more.
Key manufactures equipment in both the
U.S. and Europe and supports its customers worldwide through its extensive sales and SupportPro
service network. For more information, visit
www.key.net.

Cost effective injecting contributes to the bottom line
I
dentifying equipment which can help to further
automate food processing has never been more
important. Whether large or small, processors are
discovering new ways to improve productivity which
fit hand-in-hand with their traditional methods. In
terms of profitability, a quick return on investment
(ROI) remains one of the most important factors in
the decision-making process and in Henneken
injectors there is a cost-effective option which can
make a significant contribution.
The Henneken range is available in the UK
and Ireland from Interfood Technology. The
injectors are offered in widths from 350mm to
650mm with numerous configurations to optimise
pressure, speed and temperature. The injectors can
be used with all bone-in and boneless primals
for pork, bacon, beef, lamb, chicken and fish

www.innovationsfood.com

applications. The comprehensive range ensures
there is an option to suit all customers, from retail
butchers right through to medium and large-scale
processing operations.
James Radcliffe is Divisional Manager of Interfood Systems. He comments – “Henneken is a
German company with extensive experience in
food machinery engineering and continues to build
on an impressive track-record in research and
development. The build quality for which the
company is renowned with its tumbler business has
been carried through to the injectors but at a very
competitive price-point.”
The range offers accurate and consistent
results to guarantee product quality, ensuring the
brine is evenly distributed throughout the product.
The injectors are also characterised by their efficient

February 2021

and effective brine filtration system, with a brine
agitation feature for heavy ingredients and full
control of the brine temperature. This latter capability is particularly important to achieve industry best
practice for meat processing and all machines now
have a facility to capture and store live data on a
daily basis to provide full traceability.
All injectors within the range are fully
compliant with the latest UK PUWER (Provision and
Use of Work Equipment Regulations) requirements.
Radcliffe concludes – “control at all stages
is paramount in achieving a consistent product.
Henneken recognise this with all their machines but
especially with the injector range. Many injectors are
used in isolation, particularly in smaller enterprises,
but the range can also be easily integrated into
larger volume existing lines.”
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New dates for
the UK Food &
Drink Shows

F

ollowing the announcement of the third
lockdown and the rollout of the vaccine, the UK
Food & Drink Shows comprising Food & Drink Expo,
Farm Shop & Deli Show, The Ingredients Show,
Foodex, National Convenience Show and The
Forecourt Show have been postponed until 5-7 July
2021.
The UK Food & Drink Shows promise to
be a hotbed of positivity and celebration reuniting
over 1000 leading brands, relishing a return to live
action providing the largest, most important event of
its type in 2021.
Andrew Reed, Managing Director, Events
& Exhibitions for William Reed, commented: “The
COVID-19 pandemic has tested our business as it
has the businesses of our exhibitors and visitors and
we’re delighted we have managed to secure new
dates in July at the NEC.”
“No one is better placed or more experienced to deliver safe and inspiring live events, and
no other event in 2021 will have the laser guided
sector focus, breadth of exhibitors, content and
innovation. We look forward to the summer as a
time of great celebration, of new ways of thinking,
new products, new attitudes and a new start for our
industry. We can’t wait to once again welcome
exhibitors and visitors to the NEC in Birmingham.”
William Reed has worked closely with the
Association of Event Organisers (AEO) in developing the industry wide AllSecure Standards, designed
to provide the highest levels of hygiene and safety,
allowing its shows to operate effectively and safely
according to Government and local authority
guidance.
For more information on exhibiting at the
shows or registering interest as a visitor, email:
julie.adlington@wrbm.com

Remote On-line machinery
commisioning and start-up

B

aker Perkins has developed the capability to
remotely commission and start-up new unit
machines throughout the world. Engineers and
process technologists in the UK work with the
customer’s engineers using video links and software
access to provide step-by-step guidance through the
process.
Most unit machines can be remotely
commissioned with system access allowing Baker
Perkins’ engineers to monitor machine performance
via software and video links providing visual
information. This information is supplemented
by audio descriptions from the customer’s staff.
Operator training can also be carried out on-line.
Commissioning, start-up and training costs
and time can all be significantly reduced as
engineers do not have to leave Baker Perkins’
office in the UK. It is intended to widen the service
to production systems.
Remote support of an extruder installation
in India used an industrial router mounted in the
control panel, which enabled remote PLC access via
a Wi-Fi VPN connection. The router is now fitted as
standard to all new Baker Perkins machines but cannot be used without the customer granting access.
This extruder was installed at Asian Paints PPG.
Sarang Powar, Senior Manager Engineering
says, “Baker Perkins is a solution oriented expert
in extruders: Asian Paints PPG has been a longstanding customer of Baker Perkins. They
have been an invaluable resource especially
during the pandemic, when the MPX50
extruder was remotely commissioned seamlessly with the
Ewon Module.”
This machine was
commissioned at the height of
the COVID-19 Pandemic, when
international travel was severely
restricted. However, the potential to
reduce the cost and time required to
commission unit machines suggest

that this technology will continue to be used even
after things return to normal.
The MPX50 extruder in India is now in full
production: a video link allowed step-by-step
guidance from our technician in the UK to the
customer’s engineer on-site. This facility allowed
Baker Perkins technicians to remotely assist during
commissioning / start-up, and then provide ongoing
support when required, with the ability to evaluate
and give advice to solve problems and improve
performance throughout the machine’s life.
Remote commissioning is an extension of
existing capabilities where, with the customer’s
permission, Baker Perkins is able to log in to a
machine regardless of location and, providing there
is access to the Internet, carry out fault-finding and
software updates.
This feature allows Baker Perkins to
modify equipment functionality, including the
options to add upstream and downstream equipment to the existing control. These alterations can
be made with minimal cost,
Crucially, the secure and certificated VPN
connection does not have to be permanent and
does not require interaction with customer IT
systems. Customer security is not compromised
as access to their internal networks is not
required and there is no inter-connectivity with
customer IT systems.
Other additional benefits are that
the system can gather and store up to 20
days’ worth of extruder process data. This
can then be accessed remotely for
analysis or extraction. Baker Perkins
technicians can evaluate extruder process
data and advise on improvements to
overall equipment effectiveness (OEE),
or identify the causes of production
problems.
By comparison, standard platforms
offer a maximum of 10 days data logging.
www.bakerperkins.com

EXHIBITIO NS & CONFERENCES

8-11 June 2021
EXPOPACK MEXICO 2021
Mexico City, Mexico
www.expopackmexico.com.mx

8-10 June 2021
PROPAK CAPE 2021
Cape Town International Convention Centre
Cape Town, South Africa
www.propakcape.co.za
5-7 July 2021
FOODEX 2021
NEC, Birmingham, UK
www.foodex.co.uk

21-24 September 2021
LABELEXPO EUROPE 2021
Brussels Expo, Belgium
www.labelexpo-europe.com

27-29 September 2021
PACKEXPO LAS VEGAS 2021
Las Vegas, USA
www.packexpolasvegas.com
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28-30 September 2021
FACHPACK 2021
Nuremburg, Germany
www.fachpack.de

4-8 Oct 2021
DRINKTEC 2021
Messe München, Germany
www.drinktec.com

7-10 December 2021
LABELEXPO ASIA 2021
Brussels Expo, Belgium
www.labelexpo-europe.com

22-23 March 2022
PACKEXPO EAST
Pennsylvania Convention Center, Philadelphia
PA, USA
www.packexpoeast.com
12-14 May 2022
LABELEXPO SOUTHEAST ASIA
2022
BITEC, Bangkok
www.labelexpo-europe.com

February 2021

14-19 May 2022
IFFA 2022
Frankfurt, Germany
www.iffa.messefrankfurt.com

14-16 June 2022
EXPO GUADALAJARA
EXPO Guadalajara
www.expopackguadalajara.com.mx
23-26October 2022
PACKEXPO 2022
Chicago, USA
www.packexpo.com

22-24 October 2022
süedback 2022
Messe Stuttgart, Stuttgart, Germany
www.messe-stuttgart.de/suedback/en/
23-26 October 2022
PACKEXPO 2022
Chicago, USA
www.packexpointernational.com
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Solenis and
Schoeller Allibert revolutionises pallet
Diversey sign global market with repairable range
partnership
R
agreement that
adds significant
value to the food
and beverage
industry

S

olenis, a leading manufacturer of specialty
chemicals, has signed a global partnership
agreement with Diversey, a world leader in the
hygiene, cleaning and infection prevention industry.
With immediate effect, Diversey will become
Solenis’ new distribution partner for its complete
portfolio of water and process treatment chemicals
to the food and beverage industry.
“This partnership with Diversey represents
another milestone in our history. The combination
of Solenis’ extensive portfolio of water treatment
chemistries, equipment and technical expertise with
Diversey’s cleaning and sanitation solutions, in
addition to the channel to market they offer, will be
a great asset to the food and beverage industry,”
said John Panichella, Chief Executive Officer, Solenis.
“We look forward to strengthening our commitment
and providing value through a holistic approach to
our food and beverage customers globally.”
“We are very pleased to combine
Diversey’s talented commercial team, and our
revolutionary cleaning, engineering and service
portfolio, together with Solenis’ world-class solutions
for the benefit of all of our customers. This new
partnership has come to fruition as we announce
Diversey’s strategy relaunch, reflecting our mission
to continue to create enhanced value for our
customers. It represents an important step in
delivering solutions that ensure their processes are
operationally efficient, sustainable and - along with
their products - hygienically safe.” said Ruud Verheul,
Global President, Food & Beverage Division,
Diversey. “The combination of our local expertise
across the globe and Solenis’ global manufacturing
footprint and technical support, means we will be
able to offer customers an unmatched level of
service.”

The Right Mix

etailers, food processors and manufacturers
can bring greater cost-effectiveness and health
and safety benefits to their warehousing and
logistics operations with a new, game-changing,
repairable rackable pallet range from Schoeller
Allibert.
BaYoPal® is a heavy-duty, sustainable,
plastic solution for those operating in the retail, food,
beverage, agriculture and industrial manufacturing
industries. Built from a collection of robust components that can be completely replaced, the range
has been designed to withstand the rigours of
today's fast-paced supply chains.
“BaYoPal is a unique and exciting innovation which truly changes the game for warehousing
and logistics operations in terms of cost, health and
safety,” said Jon Walkington, Retail and System
Integrator Sales Director at Schoeller Allibert UK.
“Other plastic pallets on the market, if
broken, are either damaged beyond repair or have
to be repaired by a specialist third party. Even when
repaired in this way, the physical characteristics of
the pallet often change and future strength and
performance cannot be tested or assured
“Pallets, by virtue, hold hundreds if not
thousands of kilogrammes of product, up to
6000kg in the case of BayoPal. With repairs carried
out externally, often outside of an automated or
similarly controlled process, end-users are not only
risking damage to product should the pallet fail but
also compromising the safety of the operator. By
comparison, BaYoPal is designed to be impact

D

eveloping a liquid mixing process requires
specialist expertise, whether manual or automatic in operation. Factors such as solids suspension, distribution and shear sensitivity determine
the type of agitation, blending, or mixing required.
Positioning of the mixer, access, temperature control
and CIP requirements must be considered, along
with risk assessments at the design stage to ensure
compliance with directives such as PED or ATEX,
and appropriate CE markings or Notified Body
approvals.
Axium Process specialises in all aspects of
liquid processing, including the development and
design of hygienic mixing vessels and processing
skids, from a simple blending skid up to a full-scale
automatic PLC controlled mixing system. In-house
operations include welding, fabrication, mechanical
and electro-polishing, with quality control at all

resistant and comprises multiple components
making it hard to break but easy to repair!”
Walkington added
Each component of the pallet – top deck,
runners, and patented bayonets – can be easily
replaced. Additionally, the novel design of the
bayonet enables it to be sacrificial to protect more
expensive components from damage.
As supply chains strive for increased
operational efficiency, agility and profitability,
BaYoPal is conveyor-friendly and built to ISO
standards allowing easy integration and making it
ideal for next-generation automated warehouses.
BaYoPal offers static load capabilities of
6,000kg with a dynamic load capacity of 1,500kg an increase on previous pallet designs – and its
optimal top deck design adds rigidity for stable crate
stacking. Corner ribs help withstand impact in harsh
warehousing environments and speed up shrink
film wrapping for faster order preparation and
shipping.
Walkington added: “As far as we know,
BaYoPal is the only pallet that can be repaired to
its original structure and performance. This is a
solution that has been missing for years and
Schoeller Allibert is delighted to finally bring this
robust and durable solution to market. It brings
added value and significantly increases health and
safety in the warehouse.”
The company is already trialling a recycled
composite version of BaYoPal to further support its
environmental and circular economy commitments.
To find out more about the latest
innovations from Schoeller Allibert, please visit
www.schoellerallibert.com/uk.

stages in compliance with EHEDG and ASME BPE
guidelines.
Operating in industries where qualification,
traceability and full documentation is paramount,
Axium provides full traceability dossiers which can
include materials certification, borescope direct view
and video record, welder qualifications, weld maps,
logs, dye penetrant, pressure testing, ferroxyl
testing, TSE certification and Approvals.
As a leading UK based Hygienic Engineering company, Axium Process specialises in hygienic
process systems and precision fabrications, offering
a complete engineering service that encompasses
Stainless Steel, Hastelloy, and Aluminium alloys.
The company’s reputation for delivering innovative
solutions has been built on, responsiveness,
reliability, and engineering excellence.
www.axiumprocess.com

The August 2021 issue will be previewing the drinktec 2021 in Germany and the
PPMA show in Birmingham on September 29 - October 1
Contact terryprior@innovationsfood.com

www.innovationsfood.com
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Don’t ignore the workhorse machines in
creating a successful sausage or burger
I

t is an oft-quoted adage that a sausage or burger
is only as good as its ingredients. While that is true,
it does not take account of the importance of how
those ingredients are prepared.
A crucial contributor to a good quality
product is the preparation. Bowl cutters, mixers and
grinders are all workhorses in that process so
ensuring that the right equipment is chosen for a
given application is important. Available from
Interfood’s dedicated ‘Preparation Division’ are bowl
cutters from K+G Wetter. One of the features which
makes the range stand out from the crowd is its cast
iron frame. While previously widely adopted by
manufacturers to achieve a robust performance, low
vibration, reliability and longevity, K+G Wetter is now
the only manufacturer that continues to adopt this
approach. The fact that cast iron framed machines
are still in operation after many years in food
processing operations is testament to the perform-

ance values the material offers and is the reason it
is employed to this day by the Germany-based
business.
In addition to the solid grey cast iron stand,
the K+G Cutmix bowl cutters feature an all-round
stainless steel casing to further ensure exceptional
hygienic design, protection and durability, even
under the most arduous and demanding of
conditions. Smooth operation is provided through
robust design and simple, intuitive control, with
hand-cut, sloping surfaces for easy cleaning and
optimum hygiene. High productivity is achieved by
the advanced bowl design with its raised edge
which allows very high fill levels without overflow,
while variable adjustment of the cutting space via
the removable baffle plate ensures high quality
cutting.
Controlling temperature (typically to below
5°C) during chopping/mixing of sausage and burger
ingredients is also important in achieving a
successful end product. The Cutmix Series employs
a temperature sensor located in the cutting space to
provide the most accurate detection.
Mixer/grinders are also extensively
employed in producing sausage and burger mix.

Integrated
solutions for
plant-based
Safe cutting with production
new compact
U
bandsaw
A

new compact version of the popular Astech
SRA Bandsaw is now available in the UK and
Ireland from Interfood Technology.
The launch of the bandsaw follows
market research which highlighted demand for a
machine with a smaller footprint. Like its bigger
brother, the SRA Compact offers automatic cutting
of both frozen and fresh bone-in or boneless
produce. Flexible programming offers a range of
variables with the capacity to store up to 50 cutting
recipes for meat, fish and other products. With its
completely enclosed cutting area, the SRA Compact
ensures optimum safety in a machine which
measures just 2110 x 1295 x 2000mm.
Richard Nethercot is Group Divisional
Manager, Low Risk, Butchery Division, at Interfood.
He comments – “for some food processors,
optimising space has always been a challenge but
with the need for social distancing, it has become a
consideration for even more. Consequently, finding
ways in which automated processes can be
performed by machines with a smaller footprint has
taken on greater significance. This new compact SRA
offers the performance often associated with much
larger machines, with impressive statistics regarding
production per operator.”
High quality cuts to a precise thickness are
generated through adjustable speed control, with
safe and ease of operation ensured through a userfriendly interface.
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nderstanding individual machines, coupled
with how they integrate and contribute across a
food production line, is a philosophy on which
Interfood has built its reputation. Through the
company’s Divisions-based approach, specific
expertise is provided in a number of areas, backed
by an understanding of how equipment integrates
to optimise production. That reputation has thus far
been built primarily around meat applications but,
with the ever-increasing focus on plant-based foods,
that same approach is being applied in this growing
sector of the food industry.
Richard Nethercot, Group Divisional
Manager at Interfood, comments – “If we take
preparation and mixing, for example, it doesn’t
matter if the ingredients are meat or plant-based.
You need to consider the needs of a given process
in selecting what machine is best placed to do the
job but a good quality mix, with a consistent end
result, is the goal whatever the starting point.
“There are, of course, machines which are
particularly suited to plant-based applications. A
good example is the PowerHeater which is now
being used in a number of plant-based production
facilities throughout the UK. Fresh chilled vegan

One of the most popular options from K+G Wetter
is the MW U200 mixer grinder. Simon Jubb is
Interfood’s Preparation Division Manager. He says –
“One of the keys to the success of the MW U200 is
that the mixer and grinder are completely separate
from each other. This ensures that in the first step all
the material is mixed into a uniform quality
homogenous mass before the grinding process
takes place. In the mixer, there are no dead-spaces
and a hydraulic discharge flap enables fast emptying of the mixer hopper. Synchronous and reverse
rotation is possible in both directions and simple
operation is achieved via a swivelling touchscreen.”

products are one of the biggest growth areas and
are becoming an increasingly common feature on
retailers’ shelves. They are produced from chilled
texturised plant-based components with meat-like
characteristics, designed to offer a similar bite,
succulence and flavour as chicken, pork, beef and
even duck. The PowerHeater provides the perfect
process for creating such products.”
In addition to supplying individual
machines, Interfood offers complete lines, with
seamless integration. Nethercot recognises the
importance of integration in a successful food
production line and continues - “Whether it’s meat
or plant-based products, ensuring that machines
work effectively together is crucial for efficiency and
productivity. Cooking, grilling, slicing and end of line
operations - including x-ray, metal detection and
packing - are equally as important in vegetarian and
vegan products as they are in meat. A good
example of how slicing and packing can be
integrated is the wePACK thermoformer from
Weber, specifically designed for slicing applications.
When combined with a slicer and automated
loading solution from the Weber range, seamless
line control and performance is assured.”

www.interfoodtechnology.co.uk
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Shaping the puzzle for quality
formed products with GEA
F

ormed meat products are big business.
Burgers and chicken nuggets dominate the
market, but tastes are changing. One of the
challenges for food manufacturers is the
increased consumer demand for a variety of clean
label products, as well as fish and vegetarian
options, and all at prices that consumers consider to
be good value.
Ensuring the highest possible quality
products within budget limitations, whilst continually innovating to meet consumer demand, can be
made more challenging by the fact that creating
perfectly formed food products is a very precise
technical process. Rather like a jigsaw puzzle, every
part of the process must be perfectly
aligned and in place in order to
complete the picture successfully.
With over half a century’s worth
of experience when it comes to forming,
leading supplier of food processing
equipment GEA has developed a package of information based on six key
elements, with the aim of demystifying
this multi-faceted process and highlighting
the support GEA can provide to manufacturers.

process cannot be underestimated. Regardless of
the forming technology used, it is often the
upstream process of preparing the raw mix that has
the biggest impact upon the success of operations
further down the line. The mixture must be carefully
prepared upstream with the right balance of
ingredients at the right temperature and viscosity, to
feed efficiently into the forming equipment.
Manufacturers sometimes make the mistake of
trying to mix all the ingredients together in one go.
However, some ingredients, such as starches, are
only effective during cooking and can inhibit the
absorption of water if added too

Test before you invest
Naturally, before any decisions are made,
food manufacturers need reassurance that any
equipment purchased will prove to be a profitable
investment. Feasibility studies, process improvements and R&D tests all need to continue, even
during the current COVID crisis. Tests are carried
out at the GEA Technology Center in Bakel, The
Netherlands, which remains fully up and
running. Customers are welcome to visit
the center for tests, but if this isn’t possible
due to travel restrictions or company rules,
GEA experts can carry out tests at a
distance, after which results are collected
and a test report including videos, pictures
and, if possible, samples are shipped.
Alternatively, ‘live’ interactive testing can
also be arranged.
Passion for Excellence
Rather than simply supplying
equipment, GEA prides itself on its
passionate approach and knowledgeable staff, and has developed long term
working relationships with food manufacturers around the globe, supporting
them in providing excellence at every
stage of production

Application know-how
GEA’s vast experience in formed
product processing has enabled the
company to develop creative ways of overcoming the technical challenges that can
occur. For example, to ensure the best
possible yields, the required level of
moisture must be retained within formed
products. Water also acts as a carrier for
salts and other additives which extend shelf
life and enhance flavour, texture, colour
and binding properties. However, binding
water into chicken mass is often the one
aspect of forming that can prove the most
difficult. To overcome this, GEA has
developed technology which mixes the
ingredients in near vacuum conditions.
This helps to open up the meat cells
thereby improving the water retention of
chicken.

Service
Any investment made in
GEA’s equipment is supported by a
long-term relationship, and a network of
service engineers and stocks of spare
parts are available around the world.
Denmark-based producer of cooked
chicken products Danpo installed a fully
automated chicken nugget line from
GEA, expanding its ‘Your Chicken’ brand.
Product Technical Manager Per Ulrik
Jørgensen commented: “I like working
with GEA, I can speak to people and they
understand what I am talking about. They
provide a round-the-clock service with fast,
easy solutions to improve the line
capacity or performance.”
A new digital channel which
allows customers to access a range of
services for their equipment, GEA
Advance is now also being piloted. This
new digital solution will allow GEA to
modernize the way service colleagues
interact with customers, allowing for rapid
ordering of spare parts and real-time
access to technical documentation.

Equipment and Innovation
Now into its ninth generation
of forming equipment, GEA offers two
primary production methods for formed
products. Plate forming for low-medium
production levels, for example using its
MultiFormer machine, and rotary forming
for high speed production of long-run
standard products, such as with the GEA
MaxiFormer. Versatility, capacity, yield,
hygiene, sustainability and, above all,
product quality have been the key drivers
in the development of GEA’s equipment,
innovating designs over the years in a
continual quest to streamline processes
using the latest technology, meeting and
exceeding customer expectations.
It’s all in the mix
The importance of getting all
factors well controlled early on in the

www.innovationsfood.com

early. GEA has developed a range of equipment for
accurate and effective mixing including the GEA
CutMaster, GEA PowerGrind and GEA ProMix.

www.gea.com
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AIB and Fortress keep food
contaminants in check

Natural contaminants such as insects, are likely to be
more prevalent in harvested or raw foods

F

ortress Technology’s latest Food Safety First
podcast zones in on foreign material control,
including the sources and preventative
measures that companies can take to stop
contaminants of all types entering the food chain.
Featuring renowned expert speaker and Vice
President of AIB International, Jeff Wilson, together
with Fortress Managing Director Phil Brown recap
on the risks, facility considerations and technology
features that form part of the total contaminant
control picture.
Pest control, good manufacturing practices,
machine maintenance, facility design and performing foreign material inspections at various stages of
the supply chain are all steps that food manufacturers can take to prevent consumers biting into a
foreign body. Yet, even the most robust processes
are not infallible. In addition to well-documented
contaminants, including stones, bones, pips, shells
and stalks, extraneous materials introduced from
equipment or packaging, or even the fabric of the
facility itself, need to form part of a root cause

analysis, highlights Jeff throughout the two-series
podcast.
Given the numerous critical control points
in a food manufacturing plant, Jeff advises taking a
systematic approach to identifying potential food
safety hazards. From identifying raw material
hazards, having processes in place to isolate glass
and ceramic packaging breakages, to recognising
equipment and structural plant risks, the key he
explains is to have detailed protocols in place that
identify and then action these potential hazards.
Knowledge chain custodians
Although foreign material control is
inherently process driven, if people aren’t trained to
understand what could go wrong and what to
look for, food integrity can still be compromised.
Touching upon this in the podcast, Jeff explains:
“Thankfully there is a high level of understanding
about foreign material control across the food
manufacturing sector. Yet often, inspection equipment can be tested by those who don’t always fully

Automation tools on inspection equipment are bringing greater order and transparency to the food chain
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Fortress Technology invited Vice President of AIB
International, Jeff Wilson to clear up some confusion
about foreign material control
comprehend the inner workings of the technology.”
Yet machines, if not understood fully, can also
exacerbate food contaminant issues.
Knowing how to set and calibrate the
machinery is one area that can be overlooked. This
is where universal machine simplicity can help. As
digitally ‘smart’ as Fortress Metal Detectors are, the
company rarely deviates from its simple to use
strategy explains Phil: “If a food processor is running
a high-speed product line, our clients don’t really
care how many megabytes per second the microprocessor inside is capable of handling. Quality
managers simply want the detector to perform,
reject contaminated product accurately, without
incurring high levels of false rejects.”
To increase speed and ease of set up, plus
eliminate human error, user-friendly features like
automated single pass learning and calibration can
deliver an accurate system set-up within seconds.
Environmental controls
Equipment interference is another
common challenge that food manufacturers
frequently misjudge, claims Jeff during the podcast.
“During a food safety audit I frequently hear people
express their disillusion in new inspection metal
detectors. Usually it’s a simple thing. They haven’t
factored in vibration and signal interference caused
by industrial equipment radio signals and conveyors running in close proximity to their shiny new

www.innovationsfood.com
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machine.”
To counteract this issue, a built-in noise
immunity structure can dramatically reduce the
effects of external electrical noise, again resulting in
fewer false product rejects. This technology is built
into the Fortress Bulk, as well as Fortress digital Metal
Detectors and the new Raptor checkweighing
series.
Pest preparedness
Equally important for food safety custodians is understanding which natural contaminants
are more likely to be prevalent in harvested or raw
foods. For example, pips, shells, stalks, bones, stones
and insects. Upstream is often the best place to
identify these contaminants. Although gravity metal
detection inspection systems can be used, screening and sieving ingredients is more typical, particularly when trying to eliminate insects.
Taking flour as an example, Jeff
emphasises the importance of sifting through a
600-micron screen to remove the smallest of
insects. Additionally, changing a supplier, sourcing
from a different country, or altering the process and
product flow raises many other questions. Has your
ingredient or product been sourced from the same
country? Is it the exact same product your inspection
system is calibrated to? Jeff notes that if the origin
has changed, there might be a slightly different
moisture or salt content.
In fact, any change, even between seasons
can impact the product characteristics. To put this
into context, Jeff observes that the protein levels in
flour, for instance, can be different at the start of
harvest compared to the end of the season.
Additionally, moisture levels, the air
bubbles and density in baked bread can change
minute to minute. Even in the same batch. This can
impact a metal detector’s ability to distinguish
between any metal contaminants that may have
been introduced during the mixing process and the
false signal given by the combination of product
attributes. By conquering this product effect, the
Fortress Interceptor Metal Detector can clearly
differentiate between these signals and any metal
contaminant.
Build a safety program
Overall, there are multiple steps a food
manufacture can take to help control the introduction of foreign material into food products. Instilling
a food safety culture and routine audits can help.
Both Jeff and Phil suggest a deep dive
internal review of all food risks and processes at
least once a month, including an inspection of
everything from production lines and all machinery,
to refrigeration and the outside roof. Jeff also
advocates mixing people’s skills up and creating a
truly multi-disciplinary team, including finance,
engineers and quality control. He cites it as the ideal
way to spread knowledge and embed an inspection culture that becomes natural.
Jeff ends the podcast with: “Nobody can
do everything … But everybody can do something,”
clarifying that everyone has a role to play in
consumer and brand protection and keeping all
contaminants out of the food supply chain.
For more details, listen to the free Fortress
Technology food safety podcast series here
https://www.fortresstechnology.com/food-safetyfirst-episode-5-part-2-foreign-material-control/

www.fortresstechnology.co.uk
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Fortress expands ‘Smart’
Raptor inspection range
F

ortress Technology has expanded its new range
of intelligent inspection systems for food
manufacturers developing IoT lines, including an XL
version for bulk applications. With three models
now in the family, the ’smart’ Raptor checkweighing
series uses digital process monitoring technology to
advance inspection efficiency, target operational
inefficiencies and slash product giveaway.
Redefining how machines and humans
interact in future food factory settings, the Raptor
series now comprises a compact modular Raptor
combination metal detector and checkweigher,
a single frame high-spec checkweigher, and XL
caseweighing version for ingredient and large
applications.
Designed for new-generation manufacturers embracing the digital revolution, the Raptor
series addresses major changes on the horizon,
including how humans and machines will work
even closer together in the age of AI. With the World
Economic Forum forecasting that half of all work
tasks will be handled by machines by 2025, the
Raptor series merges high performance machines
and digital data capabilities with human critical
thinking.
To assist operatives working alongside
these smart machines, Fortress has invented
numerous advanced time-saving features. Including
‘no-tool’ maintenance, automated COP conformance checks, a totally unique conveyor motor
release for ultra-fast machine sanitation, plus secure
remote access.
Guaranteeing absolute traceability and
consistent weighing results, the Raptor instantaneously captures sample readings of individual

packs by the millisecond. Only possible by using the
most advanced ARM processors, this data capture
and analytics is a game changer for food factories
concerned about product waste and giveaway.
Saving valuable time and money, the
Raptor introduces an innovative, failsafe, paperless,
fully auditable COP test routine. The only known
inspection machine on the market to configure
every test by retailer and product being inspected,
Raptor gives food manufacturers the assurance that
test steps are never overridden or bypassed.
Using a beacon to alert machine operatives when a test is due, if not performed by the
deadline, the Raptor system halts and an alert is
generated and sent direct to the factory’s QA or
technical manager.
For extra cleanliness and tougher hygiene
control, Fortress unveils a new tight fitting conveyor
and ‘no-tool’ maintenance concept. Overcoming the
longstanding industry challenge of loosening belt
tension during machine sanitation, in just seconds
operators unclip and disconnect the Raptor
conveyor motor and lift out the entire conveyor
assembly for maintenance and cleaning. Belt
tension and alignment are instantly restored when
clipped back into place.
All three Raptors also feature customisable
swipe touchscreens, allowing users to select the
statistical information and trends that are most
relevant to their food operation. For 24/7 support
and to eliminate machine downtime, every Raptor
is fully configured to provide remote and secure
access.
To book a Raptor online demonstration,
please contact sales-uk@fortresstechnology.com

Does your powder cake or crust?
Freeman Technology releases new
experimental work exploring the
mechanisms of caking

A

new peer-reviewed paper from Freeman
Technology highlights the unique value of
dynamic powder testing for the elucidation of
caking mechanisms, focusing on non-homogeneous caking or crusting. The paper is particularly
helpful for engineers looking to understand the
causes and impact of caking, and how they may
influence storage solutions for raw materials and
products. It can be accessed at: https://authors.
elsevier.com/c/1cFUZ5ygqNT1Qx
During storage, many powders have a
tendency to cake, especially as a result of exposure
to moisture. This can detrimentally impact flow
properties, processing performance, product quality
and value. Caking may be preventable and can be
a relatively minor problem if it is easily reversed.
However, it can also be irreversible, producing
material that is not easily returned to a usable state.
Combatting caking relies on quantifying the
sensitivity of a powder, and the factors that are most
influential.
“The measurement and quantification of
caking in excipients and food products with
emphasis on the non-homogeneous interaction
with ambient moisture” is an important contribution
to the study of caking behaviour. It includes detailed
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experimental work that shows how both homogeneous and non-homogeneous caking can be
detected and quantified using powder rheology. A
key focus is showing how to apply dynamic testing
to differentiate the caking behaviour of powders,
enabling informed decisions to be made on
storage and handling strategies.
Dynamic powder testing quantifies
powder flowability from measurements of the axial
and rotational forces acting on a blade, or impeller,
as it is rotated down through a powder sample. This
means that it can detect changes in powder
properties as a function of bed height making
dynamic testing uniquely valuable for studies of
non-homogeneous caking, or crusting. With
dynamic testing it is possible to track the impact of
moisture migration through a bed, to assess the
effect of humidity cycling, to determine whether
caking is reversible or not, and to directly quantify
the strength of aggregated material developed at
any point in the bed.
To find out more about how dynamic
testing can help you to solve caking and crusting
problems take a look at the new article at:
https://authors.elsevier.com/c/1cFUZ5ygqNT1Qx
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Intelligent steam boiler sequencing
improves efficiency and longevity

I

n this article, following its recent launch of
the SCOPE sequencing controller, Carl Knight –
managing director of process steam and heat
transfer specialist Fulton – takes a look at boiler
sequencing control systems and how these
intelligent controllers can optimise steam boiler
installations to ensure energy efficient operation
and improve boiler longevity.
Numerous processing facilities operate
multiple steam boilers to meet the demands of
their on-site processing equipment. Some
sites operate a number of boilers to provide
redundancy or reliability, others because space
considerations mean multiple boilers are the
preferred solution to a single, much larger boiler.
However, if the steam boilers in facilities with
multiple units are not optimised for efficiency,
then the potential for any energy savings is not
being utilised to its fullest.

The use of intelligent sequencing system
can provide redundancy and reliability and also
offer significant energy savings by automating
start-up and shut-down procedures; controlling
and optimising main steam header pressure or
temperature; ensuring steam supply is controlled
precisely for the required process; and balancing
the load distribution across the boilers, thus
eliminating extensive losses from repeated
start/stop cycling of burners as much as is
feasibly possible.
Sequencing should be about more

14
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than just simply on/off or start-up control. An
intelligent sequencing system should also
consider steam system load conditions and
match this to the most efficient combination of
boiler capacity according to the process requirements.
Load response and start-up times are
also factors. For example, a boiler sequencing
control system should be capable of knowing
when running too many or too few boilers is
having a negative effect on efficiency and
productivity. It should be able to monitor and
pre-emptively predict a sudden surge in demand
and boiler utilisation by monitoring existing boiler
demands, system pressures and flow rates;
therefore starting/stopping boilers appropriately

February 2021

depending on the process demands.
There are also factors including what
happens in the case of boiler failure, sudden high
steam loads and even lack of boiler availability
due to servicing. A good sequencing system
should take all of these factors into consideration and then manage the boiler operation
automatically. With the result being that the end
user doesn’t notice that a second or third boiler
had to be started, because the machine they are
working on has just started a high steam
demanding stage during its production
process.
Additionally, benefits that can be
achieved through the installation of an intelligent
boiler sequencing system, which can include
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complete automation for start-up and shutdown
of the boilers; better control of the main steam
header pressure, leading to more consistent
pressure and steam dryness fractions, vitally
important factors for sterilisation processes and
accurate heat transfer rates; precisely-controlled
process steam or hot water supplies; boilers
operating at main header pressure or temperature not maximum pressure or temperature;
improved boiler longevity thanks to redundancy;
and improved fuel savings through eliminating
idle time at low fire.
But what about the future of boiler
sequencing and the development of intelligent
control systems using Cloud?
Many processing facilities operate 24/7
so, to keep these facilities running consistently
and efficiently, immediate action is often required
and/or expected from the boiler manufacturer.
By accessing its SCOPE intelligent sequencing
system via Cloud based systems, Fulton is
already looking to incorporate remote accessibility for diagnostic- and service-related issues; and
providing remote data for system improvements,
which can be accessed by specialist engineers for
diagnostics and clients for data review.
Fulton is also looking at the ability to
perform certain maintenance procedures or
service steam boilers remotely, no matter where
in the world they are installed. This would help to
reduce the environmental impact and costs
associated with travel to/from site, savings that
can be passed onto the client.
The future will therefore offer simple
sequencing control of multiple boiler installations
or a full boiler-house energy management
system, accessible remotely by the manufacturer
and client alike, to provide an efficient solution
for everyone.

For further information contact Carl Knight
Fulton Limited
Fernhurst Road, Bristol, BS5 7FG, UK
Tel: 0117 972 3322
Fax: 0117 972 3358
Email: sales@fulton.co.uk
www.fulton.co.uk

With manufacturing facilities in the United States, Great
Britain and China, Fulton is a global manufacturer of
steam, hydronic and thermal fluid heat transfer systems.
Backed by over 60 years of research, innovation and
experience, Fulton is building on a tradition of success
and is focused on improving life through heat transfer
solutions. For additional information about Fulton, please
visit www.fulton.co.uk.

fulton
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Harnessing the power of smart
checkweighing technology
C

heckweighing technology has evolved
rapidly in recent years. Beyond inspecting
under and overweight filled packages and
ensuring compliance with net contents
laws, the adoption of automated adjustments and
data capture software means checkweighers can be
the source of information that drives untapped ROI.
Charlie Graham, European Sales Manager,
Sparc Systems suggests that the data generated by
advanced checkweighers is better than having your
own crystal ball and explains why.
The global market outlook for automatic
checkweighers is strong, with industry reports
predicting a rapid growth of approximately 4.6%
CAGR each year between 2019 and 2027.1 The
projected expansion of this sector is likely to be
propelled by a number of factors, from awareness
among FMCG manufacturers about the deployment
benefits of checkweighing technology to strict
regulatory mandates regarding the packaging of
food products.
And yet, there is still plenty of untapped
potential for the utilisation of automation and data
collection at this critical point in the food production
process. More modern machines have refined the
process beyond achieving high speeds, providing
significant feedback data needed for quality control
and interfacing with other machinery to make
adjustments autonomously. When used in the right
way, the upfront cost of a checkweighing machine
will soon provide a return on investment.
Driving down costs with communication
technology
Greater efficiency can be achieved through
the use of current network techniques, with
high-speed communication technologies such as a
secure Ethernet capable of integrating checkweighers into groups. These results can be pooled
across multiple lines of identical product groups and

A group of checkweighers with Ethernet connection processing identical products and packages can be regarded as
one line for the purposes of weight control
pack sizes to calculate an average batch weight.
In this instance, consider the units as a
finely-tuned orchestra containing separate musicians
who work in harmony as one. A group of check-

Sparc’s Sentinel and Raptor Checkweghing systems report trends, pack rates and live OEE data
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weighers with Ethernet connection processing
identical products and packages can be regarded as
one line for the purposes of weight control. This
means one line can augment the results of another.
For example, if one system has an average
weight below the declared quantity of a product,
taken alone the checkweigher would have to reject
packs to bring that average up. However, virtual
checkweighing allows this machine to be complemented with another unit that is running with a high
average weight. Upon inspecting each pack, the
checkweigher broadcasts the average weight so far
in the batch. Concurrently, it listens to the broadcasts
via an Ethernet local area network from the other
units of the same group. The checkweigher then
calculates the average weight of the group and
automatically decides whether or not to reject each
pack based on overall performance.
The result? A reduction of unnecessary
rejects and subsequent wasted product. These
benefits are highly valuable to any manufacturing
plant, particularly as those in the food sector face
increasing pressure from all directions. False rejects
remain a significant issue within the industry. Not
only do they have implications for accurate pack
weight control, but also for profitability.
Lower factory yield due to repeated false
rejects frequently undermine the cost-effectiveness
of an entire operation, while repeated stoppages
and trouble-shooting will incur unnecessary costs.
Market estimates put the cost per line of false
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rejects at over £11,000, depending on the scale of
the problem. These statistics serve to highlight the
impact checkweighing technology and communication software can have on efficiency and, when
used in the right way, can lead to significant bottom
line savings.
Integrated technology for full traceability
Besides reducing false rejects and product
waste, the use of modern network technologies
allow for automatic data transmission. With
integrated data collection software, everything from
trends, pack rates and live OEE data is instantly
reported. Production and QA personnel can then
utilise the information to monitor and fine-tune
production line performance, even prior to the
weight check process.
As an example, if a meat manufacturer
finds inconsistencies in the size of meatballs, this
indicates that the processing machinery is not
running accurately. Beyond highlighting this fault,
precision systems, such as Sparc’s Sentinel checkweigher, provide a controlled feedback signal to
upstream automation equipment used to portion
food products. This signal specifies when to increase
or decrease the fill quantity accordingly, eliminating
the need for human intervention.
These benefits are made all the more
prevalent when integrated with existing or
combined inspection technologies such as metal
detection and x-ray. The inspection machines
market is projected to rise at a CAGR of 5.5%
between now and 2024, with combination systems
estimated to grow the most during the forecast
period.2 A number of factors are attributed to
outlook reports, from demand for inline product
inspection to growing need to comply with GMP
requirements and smaller factory footprints.
Combination systems bring food factories
one step closer to the vision of a smart factory,
whereby connected devices work alongside each
other to reduce contamination, ensure food safety
compliance and boost traceability and efficiency.
With this vision in mind, Sparc recently assisted in
the collaboration with Fortress Technology to unveil
the Raptor Combi - a flexible, fast and affordable
fully integrated checkweigher and metal detector.
The Raptor’s universal design gives manufacturers the option to purchase a standalone Sparc
checkweigher, and attach a complimentary Fortress
Stealth metal detector at a later date to meet
different phases of a production and inspection
investment strategy. Featuring a single swipe touchscreen HMI and paperless audit software with
unlimited pre-programmed retailer Codes of
Practice, the system captures all the data required to
guarantee absolute traceability. Given that most food
manufacturers supply multiple retailers, automating
the test principles increases speed and accuracy,

Advanced systems, like the new Raptor Combi Fortress metal detector and Sparc checkweigher bring food factories
one step closer to the vision of a smart factory
leading to cost savings down the line.
The factory of the future
Flexibility is also important to consider
when specifying checkweighing technology - and is
one where smart, automated features can help. As
well as retailer COP parameters, an HMI touchscreen panel used to calibrate numerous inspection
machines within the same food factory addresses
the increased need for visual packaging control due
to smaller batch sizes and the avoidance of
mistakes during product switchovers.
Integrated technology that provides access
to machine functions with the click of a button
reduces the changeover time of different products,
pack sizes and formats while ensuring consistent
compliance with international weight and measurement standards. In some cases, up to 50% less
time is required for set-up as all features are
accessible from one screen.
Although widely embraced by consumers,
deployment of digital technologies in industrial settings, particularly multi-site food factories has been
slower to materialise. Yet things are shifting as manufacturers are waking up to the benefits of smart
technology. In the case of checkweighing inspection
systems, incorporating greater interoperability, enhanced information transparency and decentralised
decisions paves the path to the factory of the future.
References:
1 https://coleofduty.com/news/2020/04/29/automatic-checkweigher-market-to-witness-huge-growth-by-2027/
2 https://www.marketsandmarkets.com/Market-Reports/inspectionmachines-market-81453085.html

https://sparc-systems.com

Sparc Systems designs and builds advanced high
specification checkweighers, x-ray, metal detection and
label inspection systems for European and international
high risk food, packaging and pharmaceutical companies. Built in Britain, for over 40 years, Sparc engineers
have pushed the boundaries of innovation, delivering
integrated world-class inspection systems that increase
business productivity, reduce product giveaway and
eliminate contaminants from the supply chain with
pinpoint accuracy. Designed to ensure full compliance
with retailer Codes of Practice, all Sparc inspection units
offer the flexibility of fully upgradable technology and
dynamic data extraction to support real-time traceability.
https://sparc-systems.com
For close to two decades, Sparc has collaborated with
Fortress Technology Europe customising bespoke
solutions. The two companies entered into a more
formal partnership in 2019, merging their Malven-based
R&D to launch a range of fully-supported, fail-safe global
combination inspection systems.

sparc systems

Klersun increases production capacity
K

lersun recently announced that it's expanding
its processing facility to 15,000 square feet.
The expansion will have a processing capability of
12,000 kg of distillate per month and it will be using
proprietary in-house remediation techniques and
specialize in distillation and post processing of a
wide variety of Hemp Extracts, including Water
Soluble Solutions. In addition, the expansion will be
cGMP, Kosher and Organic Certified.
“There is a tremendous difference in
product quality and product claims on the hemp extract market today, and that is inherently
problematic for our customers” says Frederick
Schilling, CEO at Klersun. “Klersun is part of the
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solution, not the problem. From the very beginning,
Klersun has taken initiatives to lead the way in terms
of product quality and safety, for the betterment of
the entire industry.” says Frederick.
Addressing future FDA regulatory compliance is always a key concern of ingredient suppliers
and manufacturers of both foods and dietary
supplements. In general, there are two key
regulatory pathways for these types of products:
Generally Recognized as Safe (GRAS) or New
Dietary Ingredient (NDI). In order to address the
potential future regulatory path forward, Klersun
proactively completed its safety assessment and
self-affirmation that its Broad Spectrum Hemp
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Extract are Generally Recognized as Safe (GRAS),
and expects to complete the toxicological work
required for a New Dietary Ingredient Notification
(NDIN) in Q2 of 2021.
The new processing facility is estimated for
completion in January of 2021, and it will be cGMP
(Current Good Manufacturing Practice) certified.
The company received its Organic Certification
under the USDA National Organic Program on April
1st, 2020. The Organic certification covers the Full
Spectrum and Broad Spectrum Hemp Extracts in
the Klersun product line.
www.klersun.com
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Heat exchangers improve
petfood meat slurry quality
Matt Hale
International Sales &
Marketing Director
HRS Heat Exchangers

M

eat slurry and mechanically deboned
meat (MDM) products are often
processed when warm or at room
temperature. However, due to the
nature of both product and co-product streams, this
can limit the shelf life and holding potential of such
products. Cooling meat slurry and similar materials
can extend their shelf life and open up new markets
and processing options.
A leading Australian supplier of poultry
products has improved the quality of waste
products produced at one of its facilities by implementing a new cooling solution from HRS Heat

caption??
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The HRS R Series of rotating scraped surface heat exchangers is ideal for processing meat products, including pet foods
Exchangers.
The plant in question produces a range of
butchered and prepared chicken products, and
therefore also generates waste in the form of
trimmings and material not required for human
consumption, such as ground chicken necks, backs
and feet. The new equipment supplied by HRS
allows this material to be sold as a pet food
ingredient.
Australian regulations mean that ingredients for both human and animal consumption have
to be kept at an appropriate temperature (typically
below 4°C) during processing. Because of the highly
viscous nature of the material, and the risk of
freezing during cooling, it was determined that a
scraped-surface heat exchanger would thoroughly
mix the product during cooling and prevent freezing.
The thick, viscous nature of the material means that
a phenomenon known as ‘slugging’ can occur. This
means a channel of warmer product travels down
the centre while the product at the tube wall does
not move. As the cooling medium (in this case
glycol) is less than -5°C, this creates the risk that
the product at the tube wall will freeze, while the
material in the centre is not cooled sufficiently.
Matt Hale, International Sales & Marketing
Director at HRS Heat Exchangers, comments: “In a
traditional tubular heat exchanger this product would
be likely to freeze on the tube walls due to the low
fluid velocities. The HRS R Series has scrapers which
turn at high velocity, mixing the product and
increasing heat transfer. As a result, we can specify
a heat exchanger with a smaller surface area, lower
working pressures, a smaller footprint, and lower
capex compared with other designs. Due to the
limited space available, creating a solution with a
small footprint was a key priority for this product.”
The chilling system is based on three
HRS R3 Series scraped-surface heat exchangers
providing continuous cooling. Using three units in a
parallel arrangement means that any two heat
exchangers can continue to work (with a standard
treatment capacity of 2,500 kg/hr) while the third is
cleaned, serviced or just on stand-by. However, at
times of peak production all three units can be run
simultaneously, giving the system a maximum
treatment capacity of 3,500 kg/hr.
To ensure efficient and reliable operation

February 2021

with this difficult product, HRS adapted the internal
scraper configuration to achieve the high performance necessary, while implementing a heavy-duty
gearbox to withstand the higher torques required to
keep the product moving. A glycol cooling system
reduces the temperature of the product from 23°C
to just 3.5°C in a continuous pass, with a total
retention time around 4 minutes. An autonomous
control system ensures that any outgoing product
which has not reached the required temperature is
diverted back to the start of the process for further
cooling.
As well as the main heat exchangers, the
system supplied included a receiving hopper with
auger feed, an HRS BP8 piston pump (which is
ideal for viscous materials) to propel product
through the system and the necessary heat
exchangers and pump for the glycol cooling system,
as well as the standalone control system. The
solution was constructed from stainless steel and
mounted on a skid to facilitate quick and easy
installation and commissioning.
Matt Hale adds: “Although this system is
designed for poultry waste products, it is equally
suitable for mechanically deboned meat products
where the same cooling requirements exist, for
example in sausage production. Using three triple
tube R Series heat exchangers also means that we
have been able to save space and money
compared to a system which would otherwise
require on nine individual heat exchangers, while
providing the same performance capacity. Of
particular interest to companies involved in meat
processing is the fact that we can chill the product
to very low temperatures without adverse effects.”

www.hrs-heatexchangers.com
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Migration-optimised digital ink
systems for packaging printing
W

ith the increasing acceptance of
digital printing in the various application areas of packaging printing, the
range of requirements for digital ink
systems has expanded. The migration behaviour of
ink systems is moving into the focus of the decisionmaking process of labels- and packaging printers
and plays a decisive role in the selection of a digital
printing press. The properties of the ink system
determine to a large extent which application
segments the printing system can cover - and
to which segments it could be expanded to if
necessary. This White Paper provides the answers
and shows which criteria must be particularly
considered.
There is no such thing as “one” ink system
that suits all applications in digital packaging printing. Printed or labelled packaging must meet other
requirements in addition to the demand for minimum migration behaviour and high food safety.
These include criteria such as scuff and scratch
resistance, wet strength, light fastness, but also heat
and chemical resistance. This makes it clear that
these complex requirements cannot be met by a
single ink system. For this reason, the selection of
the most suitable ink system - alongside the choice
of the appropriate press technology and workflow is central to a packaging printer's decisions. The ink
system must cover the application segments of its
customers whilst at the same time offering the
highest level of process reliability. And it must
comply with the existing legal requirements. It is
equally important for a converter to opt for an ink
system that causes the least amount of effort in the
seamless documentation of the production process
for labels and packaging and thus relieves them in
their daily business.
A look back reveals the background as why
food safety plays such a role in packaging printing.
Since the beginning of the last decade, several
incidents have been reported in the press, in
which chemical substances were found in food.
Consumers were alerted in newspaper reports
about photo initiators in baby milk or mineral oil in
recycled cardboard resulting in a transference to
packaged food. Not only legislative bodies in Europe
but also associations and the affected brand owners
took action, on the one hand to protect consumers
and on the other to avert damage to the company's
image. This resulted in numerous sets of regulations
and rules, three of them which are frequently cited
are briefly outlined as an introduction of the current
legal background.

Regulation (EU) 2023/2006 (Good
manufacturing practice)
It is known as the "Good Manufacturing
Practice" Regulation for converters and describes in
Article 3a "those aspects of quality assurance which
ensure that materials and articles are manufactured
in a consistent manner and are checked to ensure
conformity with the rules applicable to them...".
In concrete terms, this means not only for
the converter but also for the supplier industry, such
as ink manufacturers, to establish a quality
assurance and quality control system in their
production, in which all relevant raw and auxiliary
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Figure 1: Legislation Associations and Brands
materials for the manufacture of the product as
well as all process steps influencing quality are
completely documented.
Regulation (EU) 10/2011 (plastic materials)
Known as the EU's Regulation on Plastic
Materials, this regulation determines the total
migration limit (OML) into a package, which is set at
10 mg / dm2 per food contact surface, regardless of
the package size. With packaging modelled by a
standard cube, where 1 kg of food is packaged in a
cube of 10x10x10cm, this corresponds to a migration of 60 mg / kg of food. For substances that are
not evaluated in the regulation, the migration limit is
0.1 mg / kg (10 ppb) and may be used when there
is a functional barrier.
For approximately 1,000 substances,
specific migration limits (SML) are defined as the
maximum permitted amount of a certain substance
that can be transferred into food from a material
(packaging material and / or printed layer).
Swiss Ordinance SR 817.023.21
The Swiss Ordinance contains a list of
permitted substances for the production of inks
which have been toxicologically assessed and for

which a specific migration limit (SML) has been
established. A second list (Part B) contains
unevaluated substances for which the standard SML
has been set at 10 ppb.
Curiously, due to the different requirements in the EU regulations and in the guidelines of
the associations and the brand owners, the case
may arise that an ink formulation complies with the
EU regulations, which does not automatically mean
that it is also compliant with Swiss Ordinance or the
EuPIA list (e.g. a not listed compound does not
migrate - even below 2 ppb).
Conversely, an ink formulation can correspond to the EuPIA list, the Swiss Ordinance list and
the Nestlé list, but is still not conform to the EU
regulations (e.g. a compound on the OK list
migrates too much).
Types of Migration
Migration describes the transfer of
substances from the packaging to the food. Migration is a diffusion-controlled process, which means
it involves a net transport of molecules (migrants)
from an area of higher concentration to an area of
lower concentration. Two of the possible types of
migration are described in the GMP Regulation (EU)

Figure 2: Penetration migration
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2023/2006, a third is gas phase migration.
Penetration Migration
During this process, substances from the
printed ink film migrate through the protective
packaging film into the food which is in contact with
the film.
Set-off Migration
By this the regulation understands the
set-off migration from the printed side to the reverse
(unprinted) side in a pile or reel. Not only the ink but
also the laminating adhesive and other substances
from a laminated film can migrate from the printed
film. This is not relevant for labels since the liner is
removed before the labels are applied.

Xeikon dry toner
The base material of the Xeikon dry toner
is a polyester resin, which has an average percentage of over 90% in the formulation (white toner
has 60%). Other components are pigments, charge
control agents and other additives. The toner
particles are triboelectrically charged. They take part
in the imaging process and after the powder image
is transferred to the substrate in the impression
zone, the toner particles are fixed to the substrate
under the influence of heat at 110°-130°C. The
toner particles melt during this process and
coagulate to form a homogeneous, solid polyester
film with a thickness of approx. 4 µm per toner layer.
An essential criterion for the migration

Figure 3: Set-off migration
Gas Phase Migration
When cooking, baking or heating frozen or
unfrozen food in its original packaging, evaporation
or condensation migration of ink components from
the packaging into the food can occur via the gas
phase (so not in contact).

behaviour of ink components from the ink layer is
the molecular weight and the matrix they are
embedded in. In the polyester layer of Xeikon dry
toner, the other ingredients are also large sized
molecules and virtually immobile and therefore
have a migration risk that is considered negligible.
One could consider the polyester toner particles as
functional barriers on their own. In addition to their
excellent migration properties, dry toners also have
a high light fastness due to the pigment choice.

Liquid toner
The resin material of a liquid toner is a
polyethylene derivative, to which pigments, additives
and a solvent are added. The amount of resin
surrounding the pigment is much smaller than in
dry toner and additionally the barrier properties of
polyethylene are more than a million times less
performant than those of polyester. The solvent
used is Isopar L, a synthetic isoparaffinic oil. At the
start of the liquid toner production process, the resin
absorbs a part of the solvent whereby some
swelling occurs. In a subsequent size reduction
process, the components of the previously obtained
paste are ground to a particle size of about 2 µm.
These particles then receive a charging agent at the
surface so they can take part in the imaging process.
When fused to the substrate, the solvent
evaporates from the spaces between the resin
particles. Solvent which is in the polyethylene resin
remains there at first. It takes a certain time for
complete evaporation and a reduction of the layer
thickness, the latter depending on the ambient
conditions. For this reason, packaging material
printed with liquid toner cannot be processed into
packaging directly from the machine if no additional
functional barrier is in place. After full evaporation,
the final risk of migration of the synthetic oil into
the food is low, but there is a disadvantage in the
workflow compared to other ink systems due to the
idle time.
Migration optimised UV inkjet inks
In the market the term "low migration" UV
inkjet ink is often used to express that an ink series
has particularly low migration behaviour. Misleadingly, this may give the impression that these ink
series would always comply with the conformity
requirements for food applications due to their
improved migration behaviour. This is not automatically the case.
In this White Paper, the term "migration-

Figure 4: Gas phase migration
Ink systems in digital printing
Digital packaging printing involves two
fundamentally different processes. Electrophotography, with the dry toner or liquid toner process, in
which the image is transferred via toner through
electrically charged imaging drums. And the inkjet
process, in which the image is transferred via ink
drops coming out of the print heads.
Figure 6: Liquid toner

Shape modified Xeikon QB-toner
with clearly visible flow and charge
additives embedded on their surface.

Dry toner layer of 4 colours melted onto a
paper label substrate showing the particle
behaviour has completely disappeared.

Figure 5: Left QB toner with additives embedded on surface and right: Four layers of toner fused on a paper label
substrate
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optimised" is therefore used instead of "low
migration". It is a better description of the issue,
since with every UV inkjet ink system the user must
ensure that the migration limits for the respective
application are observed.
As far as the formulation of migrationoptimised UV inkjet inks is concerned, they consist
of a carrier liquid which is a solvent containing highly
reactive monomers (e.g. acrylates) and diffusioninhibited photo initiators. All the solid components
of migration-optimised UV inkjet inks must be
ground very finely, because the inkjet ink must pass
through the fine nozzles of the print heads without
clogging them. Additionally in order to guarantee the
jetting at a very high frequency the viscosity of the
inks must be low, preventing the use of very large
and high concentrations of multi-site reactive
molecules.
When curing under the influence of UV
light, the photo initiators contained in the formula-
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Figure 9a: Migration after days 20°

Figure 7: Curing UV inks
tion form free radicals which react with the
monomers, causing them to polymerize into a film.
To achieve a maximum degree of crosslinking, the cross-linking can be carried out under
inert conditions with the aid of nitrogen. The
nitrogen has the task of replacing the oxygen during
the curing process, which would otherwise disturb
the cross-linking reaction. Under optimum curing
conditions (new lamps, right speed, right design,
layer thickness, humidity, temperature,… ), a degree
of cross-linking of up to 99.9995% should be
achieved to have only 1 unreacted molecule per
100.000 still able to migrate and this is the limit
(in a coating of 100 % ink coverage which has a
thickness of 6 micron thickness max 1 molecule on
+/- 100,000 should not have reacted to be on the
safe side of migration (10 ppb).
This degree of cross-linking in these
migration optimised inks is significantly higher than
that of standard UV inkjet inks which react with an
efficiency of 92 - 98%. With such a high crosslinking reaction of migration-optimised UV Inkjet
inks, the proportion of still reactive monomers in the
dry ink film with a layer thickness of over 5 µm is
very low and with certain substrates (PET or very
thick PP) safe food packaging can be realised.
Nonetheless, uncross-linked photo initiators or
monomers can remain in the ink film and, because
of their small particle size, are potential candidates
for migration, even with migration-optimised UV
inkjet inks.
According to "Good Manufacturing
Practice", good cross-linking must be ensured and
also documented by the converter so that it can be
tracked later, if migration occurs and the reasons for
this are questioned by the food producer. Since
migration-proof curing can only be achieved under
optimum curing conditions, there is a certain
amount of scepticism among many brand owners
of food products concerning migration-optimised
UV inkjet inks.
As far as the odour of the inks is
concerned, it is low with migration-optimised ink
layers, which means that packaged foods also pass
a Robinson*1 test.
Migration of ink components from the
cross-linked ink film into the packaging can be
prevented by a functional barrier. A functional barrier
can be a plastic film bag in a printed folding box or
the printed substrate itself. Whether a material
constitutes a functional barrier or not depends on
its defined conditions of use, the type and concentration of the migrating substance, the type of
food in the packaging and the storage time and
conditions (e.g. temperature). Solid substances such
as glass or pure metal always act as a functional
barrier. With plastic films, the barrier properties are
determined by the type and thickness of the
material. By printing on and laminating with PET
films (high functional barrier), UV inkjet printed
material can also cover migration-sensitive applications. This is not at all guaranteed with thin
polypropylene or polyethylene films.
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Printing on uncoated paper requires a
primer which prevents the ink from sinking into the
substrate and in turn poses a migration risk. But
even with primer, some of the ink can always be
absorbed by the paper without the UV light being
able to reach and cure these fractions. As a result
migration will never be OK!
Influential factors on migration behaviour
Not only different ink components with
their different molecular sizes have an influence on
the migration behaviour. The mass transfer from
printing inks depends on other factors such as
storage time, storage temperature, the barrier
properties of the packaging material and, ultimately,
the packaged goods.
The size of the ink components (mostly
linked to the molecular weight) plays a crucial role

Figure 9b: Migration after days 40°
all capable of migration in terms of their size.
Due to the storage time at a temperature
of 20°C, the migration behaviour in the test set-up,
for example with a lamination film of 20 µm
OPP/ink/30 µm OPP, increases exponentially in the
first two days and continues almost linearly thereafter.
The storage temperature has a very
decisive influence on the migration behaviour. As a
rule of thumb, the diffusion rate increases by a
factor of 3 in steps of 10°C when the temperature
is increased. This means that when the storage
temperature is increased from 20° to 40°C, for
example, a progression in migration behaviour by a
factor of 9 (=3x3). Such a situation can usually
occur in summer during non-chilled transport by

Figure 8: molecular weight
in the migration behaviour. Small molecules with
their small mass are more mobile and their
tendency to migrate is higher than that of larger
molecules. The shape of the particles also has an
influence on the migration ability, although not to
the same extent as the molecular size itself. In
general, round particles diffuse slightly more than
elongated particles, as they have a more compact
shape for the same mass. Since the molecular mass
increases with increasing particle size, the generally
accepted limit for migrating particles is the atomic
mass unit of 1,000 Daltons. For clarification and to
be able to better estimate this unit, here are some
atoms or molecules for comparison:
One hydrogen atom corresponds to
approximately 1 Da, a water molecule has an
atomic mass unit of 18 Da and a fat molecule about
800 Da, depending on the type. They are therefore

Figure 10: Barrier properties of various plastic films
listed according to their diffusion barrier against the
the photo initiator benzophenone
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Figure 11: Digital Label Printing solutions
lorry or even exceed it.
During the simulation long-term tests, the
storage temperature is increased to 60 °C. A
test after 10 days of storage at this temperature
corresponds approximately to a test period of
2 years at room temperature of 20°C.
Different chemistry can have very different
barrier properties against migration, like the
difference mentioned earlier between PE resin in
liquid toner versus polyester in Xeikon dry toner. This
is also true for packaging films where it also
depends on the molecular structure of the film,
whereas polyester film generally has a very high barrier against penetration. Polyethylene and polypropylene on the other hand have a much lower barrier.
In this example, the barrier properties of various
plastic films are listed according to their diffusion
barrier against the photo initiator benzophenone.
For packaging, the thickness of the film as
well as the surface/volume ratio of the packaging
also plays a role. Small packages printed over the
entire surface always have the worst migration
values, since the printed packaging proportion is
very high compared to the contents and many
components can migrate into the food.
The influence of the migration from
differences in the packaging material, e.g. through
the presence of plasticizers or waxes in the films, is
not considered in this white paper.
The food type also plays an important
role, determined by its particle size as well as its consistency. The migration of most organic molecules
into fatty foods is more pronounced than into dry
foods.
The surface of the foodstuff in a package
also plays a decisive role. Smooth surfaces that lie
close to the packaging have a larger contact surface
to the packaging than foodstuff, with a structured
surface. The latter absorb substances less well due
to the smaller contact surface.
Xeikon Solutions for Label- and Packaging
Printing
What conclusions can be drawn from the
properties of dry toners and UV inkjet inks when
deciding to purchase a digital printing system? This
depends first of all on the composition of the
segments of the end customer portfolio. It shows in
which segments the existing customers are located.
In addition, further target segments can be defined
into which the portfolio is to be developed. Such a
portfolio is divided into the classic segments of food,
pharmaceuticals, wine & spirits, beverages, health &
beauty, chemical labels and durable labels. The first
five segments account for over 70% of the total
market.
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End-user applications for dry toner
Especially in small to medium-sized
companies, a machine must fit into the company's
overall portfolio. If the analysis shows that the
emphasis is predominantly on the food segment,
as well as the other segments like pharmaceuticals,
wine & spirits, beverages and health & beauty, the
dry toner process becomes the focus of a decision.
The VOC free dry toner process with its solid
polyester resin layer has its strengths in food safety,
avoids cross-contamination of listed substances and
ensures product safety in the important food and
health & beauty segments. In the pharmaceutical
segment, with 1,200 dpi print resolution, it meets
the requirements for finest details, smallest reverses,
colour consistency as well as the demands for
counterfeit protection. When printing on structured
papers such as wine labels, the dry toner process is
superior to inkjet in terms of print quality. With press
widths of up to 516 mm, it offers a high print
volume and with this print width is also competitive
with UV inkjet narrow web presses.
If further fastness properties are required
in these segments, e.g. high scuff and scratch
resistance, heat resistance or chemical resistance,
these properties can be achieved by UV coating or
film lamination. This also applies to the important
criterion gloss. For this purpose the dry toner press
can be supplemented with an inline or offline (UV)
varnishing unit, otherwise inline or offline film
lamination would have to be performed in a
separate operation.
End-user applications for UV-Inkjet
If the focus of the portfolio is on durable
labels, chemical labels, health & beauty or
beverages, UV inkjet printing, with its process specific
benefits, is the focus of a decision. Its strengths lie
in its scuff and scratch resistance, heat and water
resistance, resistance to chemicals, higher printing
speeds (narrow web) and also good light fastness
properties. It is characterized by its high ink film thickness and high gloss, which largely eliminates the
need for additional over coating.
Of course, UV inkjet printing can also be
applied to print food applications and achieve
conformity with the above-mentioned regulations
or requirements of associations and brand owners.
However, this entails a higher outlay, e.g. investment
in inert conditions for curing the ink film, ongoing
costs for nitrogen consumption, limitations of
certain substrates and the need to document all
printing parameters in the production process.
Another possibility is the use of a barrier
film, which is laminated in a separate process step
and prevents the migration of ink components into

February 2021

food. In this way, market segments that are not
among the key markets can be covered.
Complementary solutions
All this shows the complementary
solutions offered by dry toner and UV inkjet printing
in migration-optimised packaging printing. Both ink
systems have their distinct strengths and clear
application segments, but can also be used in an
extended range of applications if required, and
together they offer a robust portfolio of solutions that
meets the needs of demanding end-user markets.
Certificates and declarations
Nestlé Standards on materials in contact with food
(4.0.19/2016)
All monomers on Swiss Ordinance SR 817.023.21,
Annex 10 part A list
Rest of the ingredients are also listed on the Swiss
Ordinance SR 817.023.21 Annex 10
Compliant with Chinese National Food Safety Standard GB 4806.1-2016
Compliant with Chinese National Standard on Printing Inks GB 9685-2016
Nestlé Guidance Note on Packaging Inks
(10/2018)
RoHS 3 compliant (Restriction of the use of certain Hazardous
Substances)

Completely tin and Organo tin free
EuPIA Exclusion Policy compliant
FDA approved for direct food contact at room temperature with dry, non-fatty food
Sony Green List
REACH compliant
CONEG (Coalition of Northeastern Governors)
compliant
Compliant with California Proposition 65
CPSIA (Consumer Product Safety Improvement Act)
compliant
EPEA Cradle2Cradle compliant
Compliant with Directive 2009/48/EC on the Safety
of Toys and the implementing standard EN 71-3
Compliant with Council of Europe Resolution
AP(89)1
Compliant with ILFI Red List
Compliant with Packaging and Packaging Waste Directive 94/62/EC
Compliant with TSCA
Compliant with Decorative Wallcoverings standard
EN15102
Free of
Mineral oils
PAH (Polycyclic Aromatic Hydrocarbons)
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Photo initiators (Benzophenon, ITX, …)
Conflict Minerals
Latex
PAA (Polyacrylic acid)
Allergens
PFOA/PFOS (Perfluorooctance acid/Perfluoroctane
sulfonic acid)
Fluor containing polymers (Teflon, …)
Palm Oil
Phthalates
VoC
All statements are available on request. Just send
an email to: xeikon.regulatory.affairs@flintgrp.com
References:
*1 Sensory test in accordance with EN 1230-2 based on the
assessment of a possible transfer of taste from paper and
cartonboard intended for food packaging to a food or test medium
via the gas phase.
*2 from German AiF project no. 13040 N, operated by Fraunhofer
IVV & FABES
*3 After A. Feigenbaum et al., ‘Functional barriers: properties and
evaluation’,Food Additives and Contaminants, Volume 22, Issue
10 (2005): 956-967

For more information contact Lode Deprez
at lode.deprez@flintgrp.com

Lode Deprez is Vice President Technology Digital Inks
and Imaging Processes at Xeikon (Digital Division of
Flint Group). He received his PhD in organic synthesis
at the University of Ghent in 1990. He was active
during 9 years in the R&D department of Agfa and was
specialized in diffusion transfer based silver halide
printing plates for CTP applications. From 1999 he
joined the toner R&D department at Agfa and became
responsible for this R&D group before it moved to
Xeikon in 2000. He is active both in the field of
electrophotography and inkjet and is the named
inventor or coinventor on nearly 70 patent applications
(published and pending) all in the field of (digital)
printing and also managing the IP and Regulatory
Aspects of the consumables at Xeikon.

Xeikon, a division of Flint Group, is a long-standing leader
and innovator in digital printing technology. Grounded in
the principles of quality, flexibility and sustainability, Xeikon
designs, develops and delivers web-fed digital colour
presses for label and packaging applications, document
printing, and commercial printing. These printing
machines work with different imaging technologies, open
workflow software and application-specific consumables.
In 2015, Xeikon joined Flint Group to create a new
“Digital Printing Solutions” division for the leading global
print consumables and solution provider to the packaging and print media industries. Flint Group develops and
manufactures an extensive portfolio of consumables for
the printing industry. These include a vast range of
conventional and energy-curable inks and coatings, press
room chemicals, printing plates and equipment, printing
blankets and sleeves, and pigments and additives for use
in inks and other colorant applications.The Flint Group is
based in Luxembourg and employs around 7900
people. On a worldwide basis, the company is the
number one or number two supplier in every major market segment it serves.

Xeikon reinforces
its go-to-market
for IDERA
appointing
dedicated sales
AM Labels Ltd
manager for the
its
corrugated market expands
portfolio with the
X

eikon has appointed Victor Ortiz as Sales
Manager of their Corrugated Business Division.
In his new role, Ortiz is first of all tasked with developing Xeikon’s IDERA business in France, Spain,
Portugal and Italy. Victor Ortiz brings 20+ years of
relevant experience working in the industrial digital
printing industry as well as in the Sign and Display
sector.
Daniel Velema, Xeikon’s VP Corrugated &
Solution Services, states, “We have seen a keen
interest in our single-pass, water-based post-print
solution. IDERA provides the flexibility needed to
move the required print volume – in terms of
productivity, print quality, cost per sheet, application,
sheet formats, pre- and post-equipment, and digital
workflow. 2021 is all about working together with
customers and strategic partners to place two
printing solutions in the field and jointly shape the
way forward. Victor’s experience and contacts are
hereby key to our journey, and it is great to have
him onboard.”
Victor Ortiz responds, “I am very pleased to
take this opportunity to join the Xeikon team in the
Corrugated Business Division. The company has a
proven vision of product innovation, which has led
it to be a global leader in the digital printing
marketplace. Xeikon has always had a clear focus
on its market strategy, and water-based inks for
corrugated is a ‘Yes or Yes’ type of technology. It is
an exciting time to enter the digital corrugated
market, and Xeikon’s IDERA digital printing solution
is sure to be of interest to all printers and converters working in this sector. I am looking forward
to sharing my years of experience working with
digital solutions and promoting the benefits of
IDERA.”
Xeikon IDERA has been designed specifically for corrugated packaging converters. Xeikon
states that the press will deliver higher print quality
than flexography and enable printing of both short
and long runs with all the benefits of a digital
print-on-demand solution, including reduced waste.
One of the cornerstones of the IDERA platform is a
post-print, single-pass printing press using certified
food-safe, water-based inks on coated and
uncoated corrugated sheets up to 1.6m wide and
2.8m long. In developing IDERA, Xeikon utilised its
long established in-house digital knowledge
combined with the experience and manufacturing
footprint of its parent company Flint Group, the
number one supplier of inks for corrugated
packaging. An additional differentiator is Xeikon’s
powerful X-800 front end that drives the press with
a true digital workflow capability and enables
integration with third-party wide web machines and
MIS.
For details on how to book a demonstration and for more information about IDERA
single-pass digital, direct-to-corrugated printing and
other products and solutions from Xeikon, visit
www.xeikon.com and www.idera-sprinting.com.

For more information about Xeikon, visit www.xeikon.com

xeikon
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new OKI Pro9000
Series

A

M Labels Limited (AML), a leading label and
colour printing machine specialist, label
manufacturer, barcoding and software solution
expert based in Northamptonshire, has expanded
its colour printer portfolio with the addition of the
new OKI Pro9000 Series.
Designed to deliver outstanding print
quality and unrivalled media flexibility, the OKI
Pro9542 digital colour printer provides a highly
flexible and efficient solution to on-demand,
in-house media production, with the unique option
of printing in a full range of CMYK colours plus solid
white. As a result, the printer can produce vibrant
and high quality results on a variety of light, dark and
transparent materials.
Benefitting from OKI’s innovative digital
LED technology, the Pro9542 boasts impressive
print speeds of up to 50 pages per minute, in
addition to offering the capability to print onto media
with a weight of up to 360 grams per square meter
single-sided, or up to 320 grams per square meter
duplex. Not only this, the Pro9542 can be used for
an impressive selection of media and packaging
types ranging from A6 to SRA3 in size, as well as on
banners of up to 1.3 meters in length, providing
unparalleled levels of media flexibility. What’s more,
delivering vibrant, high quality results, the OKI
Pro9542 is ideal for printing onto an outstanding
assortment of materials, including cartons, boxes,
pouches, packets, paper bags and signage. The
versatile printer can also print onto washable
synthetics and produce greetings cards and
stationery, making it ideal for a variety of industries
including food packaging and manufacturing.
Also available in the OKI Pro9000 Series is
the four colour Pro9431, a 1200 x 1200 dpi digital
colour printer that delivers high quality colour
printing on a wide range of media, including gloss
paper, film, transfer paper and waterproof paper.
With an optional auto-envelope feeder
and exit conveyor belt, the Pro9000 Series offers
automatic feeding and printing, achieving longer
print runs in less time. What’s more, the high
capacity OKI Pro9542 toner cartridges deliver costeffective results, without compromising on quality
or speed.
Brendon Bass, Sales and Marketing
Manager, AM Labels Limited comments: “We are
delighted to announce that the OKI Pro9000
Series is the latest addition to our extensive and
wide-ranging portfolio. The Pro9542 enables
outstanding print results, which could once only be
achieved through the use of expensive and
specialist equipment, to be brought in-house,
offering businesses a unique opportunity to achieve
unrivalled levels of quality and efficiency.”
Please call the sales team on +44
(0)1536 414 222 or email: sales@amlabels.co.uk
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EcoStretch™:
CCL Label
pioneers
closed loop
solution for
stretch
sleeves

C

CL Label, a world leader in specialty label and
packaging solutions, is planning to offer a
closed loop recycling solution for stretch sleeves.
Stretch sleeves are often used for returnable PET
bottles that are then re-used, for example in the
German mineral water market. The recycling facility
will be located at CCL’s Voelkermarkt site in Austria,
which is a hub for the production of stretch and
shrink sleeves mainly produced for the dairy,
beverage and home care industries.
“As making our labels and sleeves more
circular is one of our main goals for the next years,
we are proud to be the first ones in the industry to
offer a circular solution for stretch sleeves. In
addition to re-using and recycling the PET bottles,
our beverage customers can now fully recycle their
decoration on the bottles into new stretch sleeves
– with our revolutionary EcoStretch solution”, says
Reinhard Streit, Vice President and Managing
Director CCL Food & Beverage.
CCL Label is pioneering a new technology
that enables the post-consumer de-inking of the
printed sleeves. The sleeves are removed from the
PET bottle after the bottles have been returned to
the bottler. The sleeves are then shipped to the CCL
Voelkermarkt site, where - after the de-inking and
cleaning - the sleeves are molten and shaped into
pellets, which feed back into the manufacturing
process, thus creating a new sleeve in a closed loop.
“There's a world of opportunity to rethink
and redesign the way we make products. The new
investment is part of CCL Label’s long-term plan to
support Design for Recycling with their labels and
to contribute to a more circular economy. With more
and more deposit schemes being introduced to
increase the recycling rates, we expect the returnable bottle systems to expand”, explains Streit.
CCL Industries is committing to a
circular future
Last year CCL Industries signed the Global
Commitment of the New Plastics Economy which
is led by the Ellen MacArthur Foundation. CCL Label
pledges that by 2025, all customers of CCL
Industries will be able to choose label products and
solutions that will not hinder the final package to be
recyclable, reusable or compostable. Driving change
through active partnerships is one on CCL Label’s
building blocks in transforming their label and sleeve
production for a more sustainable future.
Stretch Sleeves are a low carbon
footprint decoration
In addition to the closed-loop recycling
solution for stretch sleeves, this type of decoration
has a lower carbon footprint compared to other
options to begin with. Stretch Sleeve material is very
thin and applied to containers without the use of
adhesives or heat – which lowers the carbon footprint and makes them an eco-friendly decoration.
Furthermore, cost savings up to 50% are possible
compared to other technologies. Stretch Sleeves are
often used in the beverage industry, but they are
also tailor-made solutions for larger canisters.
https://ccllabel.com/portfolios/beverage-stretchsleeves
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Dow and Henkel bring sustainability
to hot melt adhesives
D

ow Packaging and Specialty Plastics, a business
division of Dow, has announced the expansion
of its high-performance AFFINITY™ GA polyolefin
elastomers (POE) with the launch of bio-based
AFFINITY™ RE. This solution has enabled Dow
customer Henkel’s Technomelt SUPRA ECO line to
achieve another milestone in both companies’
sustainability goals.
Climate change is among the greatest
technical, social, and economic issues the world is
currently facing. That is why reducing the carbon
footprint is more vital than ever. As consumers
demand more sustainable solutions from suppliers
and brands, AFFINITY™ RE offers an alternative to
fossil fuel-based products and can help to reduce
the carbon footprint whilst delivering the same
well-known performance as the entire AFFINITY™
GA range. To achieve this, AFFINITY™ RE is made
using bio-based feedstock such as tall oil – a
by-product created by the paper-milling industry and
ultimately sourced from sustainably managed
forests. This whole process is certified on a mass
balance basis by the International Sustainability &
Carbon Certification (ISCC). “Consumers expect
more sustainability from the products they use, and
packaging is no exception. We want to support the
industry to not just meet consumer expectations
but to proactively set ever higher sustainability
ambitions,” said Imran Munshi, Dow Packaging &
Specialty Plastics consumer marketing manager for
Europe, the Middle East and Africa. “At Dow we’re
proud to be embarking on a journey towards greater
sustainability alongside an innovative customer such

as Henkel.” “Consumers, brand owners, regulators
and the industry are demanding change. The use
of bio-based material in consumer goods and
packaging has been identified as an important driver
for sustainable sourcing and lever to reduce
environmental footprint. With a leading position in
sustainable solutions, Henkel has anticipated these
demands and believes in the necessity of driving
change within the industry. This can only be
achieved through close collaboration with industry
partners along the value chain.” said Jenna
Koenneke, Global Head of Market Strategy for
Consumer Good Adhesives at Henkel. ”When the
opportunity came to work with Dow to bring to life
this sustainable solution, we saw it as a chance and
a responsibility towards the environmental impact
through our new Technomelt SUPRA ECO range.”
The AFFINITY™ RE range consists of three
grades with 100% bio-based content on a mass
balance basis to optimize the carbon footprint of hot
melt adhesives.

Accraply introduces Sirius MK6, a compact,
efficient pressure-sensitive labeler

A

ccraply, a worldwide leader in the design and
manufacture of label application systems, has
introduced the Sirius MK6, a heavy-duty, modular
labeler designed for high-speed label applications.
With repeatable, toolless changeovers, the Sirius
MK6 reduces waste and saves time.
Designed for label applications with
advanced machine capability requirements, the
Sirius MK6 includes Accraply’s SmartLink HMI,
providing easy access to efficiency reporting,
preventative maintenance alerts and self-diagnosing software. Through this next-generation smart
HMI, overall equipment effectiveness can also be
measured, allowing operators to easily identify and
order parts.
Joining the Sirius 100 and Trine modular
labeling station, the Sirius MK6 is one of three

labeling innovations engineered by Accraply in
2020. Jamie Clark, Accraply’s Pressure-Sensitive
Product Line Leader, introduced the Sirius MK6
at the PACK EXPO Connects virtual trade show in
November.
“The Sirius MK6 is designed for easy
onboarding and operation,” Clark said. “Its operator
interface includes video tutorials to walk you
through setting it up, scheduling maintenance tasks
to prevent breakdowns and using full servo
integration to eliminate wear parts.”
Combined with the Comet series
applicator, the Sirius MK6 provides precise,
consistent label placement that is ideal for the
pharmaceutical, food, contract packaging, automotive and industrial industries.

New distributor deal expands
global reach for DataLase
L

eading photonic printing solutions company, DataLase, has announced it has partnered with Result Group,
Australia-based business, to bring its highly innovative coding solutions to the region. The move helps
further expand DataLase’s global reach.
DataLase’s coding solutions are a highly efficient and advanced method of applying variable
information onto a variety of types of packaging, including GS1, 2D & 1D barcodes, batch/date codes, checkweigh and sequential batch numbers. It combines novel laser technology with unique colour change pigments
to create high resolution, high contrast print, delivering an inkless printing revolution to drive efficiency.
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Bureau Veritas urges food businesses
to create a robust plan
ahead of allergen labelling changes
Avery Dennison
launches recycled
direct thermal
paper labels

A

very Dennison has introduced rDT, the first
commercially available direct thermal paper
labels to contain recycled post-consumer waste.
Direct thermal (DT) paper is a popular
material due to its ease of use, high print speed,
high image resolution, and wide range of compatible printers. Avery Dennison’s new rDT is the first
recycled uncoated direct thermal paper label
material available on the market.
“We’ve seen a sharp rise in demand for
sustainable direct thermal solutions, especially in the
logistics and eCommerce space.” says Vincenzo
Palumbo, product manager direct thermal Paper at
Avery Dennison, “That such a widely used material
didn’t have a recycled option available showed a big
gap in the market, and we’re excited to introduce
rDT to meet the clear demand for sustainable
labels as well as push the labelling industry towards
more regenerative practices.”
rDT is a BPA-free, FSC certified direct
thermal uncoated paper that contains postconsumer recycled waste. The material’s performance is on par with standard DT paper, including
visual appearance, conversion, printability, and barcode readability.
“Avery Dennison is continuously researching and developing ways to increase the sustainability of our products, and rDT is the latest
innovation in our rRange portfolio of recycled
papers.” says Vincenzo, “The demand for sustainable materials will only grow from here, and we plan
on continuing to expand the rRange portfolio as well
as work to maximize the recycled content percentages of our available materials.”

Success for AM Labels
with its Epsom
Colorworks offering

A

M Labels Limited (AML), a leading label
printing machine specialist, label manufacturer,
barcoding and software solution expert based in
Northamptonshire, has successfully supplied a large
number of Epson ColorWorks C6000 Series colour
label printers into a variety of industries, thanks to
the company’s extensive knowledge and expertise
in colour label printing.
The Epson ColorWorks C6000 colour label
printer boasts a compact four inch print width with
the capability of printing full-colour labels as small
as 25.4 mm wide, which is ideal for e-liquid bottles
as well as food and beauty products. If larger labels
are required, the ColorWorks C6500 colour label
printer boasts a handy eight inch print width. To
further enhance the user’s print capabilities and
increase flexibility, the C6000 Series printers come
complete with an integrated, moveable sensor,
which facilitates printing on any shape.
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W

ith new regulations coming into effect this
year making allergen labelling compulsory
on food that is pre-packed for direct sale, Bureau
Veritas is welcoming these all-important changes
whilst urging businesses to set out a clear plan for
the transition towards more transparent labelling.
From 1 October 2021, all pre-packed for
direct sale food will need to have a label showing
the name of the food item and a full ingredients list
with the 14 allergens required to be declared by
food law (emphasised on the ingredients list if
present). These 14 allergens include but are not
limited to milk, wheat, sesame and soybeans and
the ingredients label will be similar to those found
on pre-packed food items sold in supermarkets.
At present, the allergen information for
these products can be provided by any means – it
is not mandatory for this to be written down or
appear on a label. This includes being informed
verbally by staff.
These changes come following the public
lobbying of Natasha’s Law – set up after the tragic
death of Natasha Ednan-Laperouse, who suffered
an allergic reaction to undeclared ingredients in a
baguette which was pre-packed for direct sale.
The amendment to Food Information
Regulations (FIR) will affect a number of businesses
in the food service and retail industries, including
cafes, fast food and takeaway outlets, and market
stalls, and thus Bureau Veritas is reminding
businesses to put in place clear and robust plans, to
ensure they meet the new standard by 1 October.
George Macfie, Food Safety Technical Lead
at Bureau Veritas, said: “At Bureau Veritas, we
welcome the much-needed changes to allergen
labelling on pre-packed for direct sale food. The
amendment to FIR will offer consumers transparent information on which they can make informed
and confident choices about their purchase, and
literally could help to save lives. The regulatory
changes however now put even more onus on the

business to get it right, taking the responsibility away
from the customer (who at present may have to
ask for allergen information).”
The amendments to the FIR will ensure
allergen labelling becomes a permanent fixture on
food that is pre-packed for direct sale. This means
that the food is packaged on the premises where it
is being sold, pre-packed before the consumer
purchases it and is either fully or partially enclosed
in packaging.
George continues: “Key to ensuring
businesses meet these new regulations will be
implementing a robust plan and communicating
this effectively throughout the business – from the
development chefs and nutritionists who create
the recipes all the way through to production and
point of sale. A chink along this chain could cause
information to be misconstrued or misinterpreted,
potentially leading to incorrect labelling and allergen
information being displayed.
“New infrastructure will also need to be
put in place and additional expenditure such as
purchasing labels and also investing in quality
printing to ensure the information included on the
label is legible. It may also be that internal training is
required – especially for businesses which
operate in multiple branches or locations where
there will be a large number of staff to get up to
speed on the changes for business and their
individual responsibilities.
“Central to all of this will be documented
management oversight at every stage in the
process, ensuring effective transition to the new
labelling format of communicating allergens. If in
doubt, businesses can turn to a trusted third-party
compliance partner, such as Bureau Veritas, which
has extensive knowledge and experience in
supporting the food industry.”
For further information about Bureau
Veritas, please call 0345 600 1828 or visit
www.bureauveritas.co.uk.

Eddie™ – Edible ink printer for easy
direct-to-food printing
D

TM Print, international OEM and solution
provider for specialty printing systems, is proud
to present Eddie – the world’s first-and-only NSF
and GMP-certified edible ink desktop printer for
printing onto cookies and other food items. Eddie is
the latest product of US manufacturer Primera
Technology, Inc.
When thinking of food printers, the ones
come to mind that print on wafer paper or icing
sheets which must be glued to the baked goods or
confectionary. Unlike those printers Eddie prints
directly onto cookies, candy, white chocolate,
biscuits, macarons, marshmallows, chocolate lentils,
and much more. Suitable food items can be up

February 2021

to 89 mm wide.
Eddie makes the printing process fast and
easy. The machine prints up to 6 print objects per
minute, depending on the item size and actual print
design. The included carousel feeder rotates
the food items to the print position, the printer
pulls in one item at a time, prints and sends them
back to the carousel – all automatically and handsfree.
Printed sweets, cookies or other food
items will be dry and ready for sale immediately
after printing. Printed images are bright, vibrant,
smudge-resistant and even colour-matched to ICC
Colour Standards.
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Payne’s Dairies cream the benefits
of thermal inkjet technology

A

s part of a drive to improve efficiency
and reduce production costs through
technology, Payne’s Dairies has installed
six Rotech Integra thermal inkjet printers
(TIJ) onto their milk labelling lines, resulting in
significant cost savings on consumables, maintenance, repairs, spare parts and downtime.
With a heritage of almost 50 years,
Yorkshire based Payne's Dairies Ltd, is one of the
UK’s leading producers of raw and processed milk
and cream products, supplying wholesalers and
manufacturers, as well as catering and retail outlets.

26

costly interruption to production, it was also costing
around £1,000 to repair each breakdown and
another £6,000 a year to replace the printer
sensors on six lines.
The old CIJ system was not only large, it
was expensive to run and increasingly expensive to
maintain. Furthermore, the system was soon to
become obsolete.

Adapting to market changes through
innovation
Like many producers in the farming
industry, Payne’s Dairies have faced numerous
challenges in recent years; changes in consumer
habits, price wars and Brexit are just a few. But, like
many British farmers, Payne’s Dairies have worked
incredibly hard to adapt to market forces, to ensure
that they continue to serve and meet the demands
of their customers, whilst maintaining their high
standards, and importantly, their bottom line.
With pressures across the industry on
prices per litre (PPL), the company needed to look
at operational ways to reduce costs, without
compromising efficiency.

Trialling thermal inkjet printing on the
production line
Following a site visit by Rotech’s northern
print specialist, a trial was organised on the
production line – they quickly saw the benefits,
resulting in an order of one Integra printer for each
of their six milk labelling systems.
Supplied and installed by Rotech
Machines, the compact new Integra thermal inkjet
printers were installed onto Payne’s’ existing labelling
systems, freeing up space and allowing users to
easily replace depleted cartridges as required – a far
cry from the issues they were having with their
previous continuous inkjet printer (CIJ).
The TIJ printers produce Best Before dates,
as well as times and line numbers. Each printer is
protected by a Perspex screen, which were
engineered by Rotech to protect the printers from
any moisture or spray.

Eliminating the costly CIJ bottleneck
Payne’s Dairies produce around 360,000
2 litre, 1 litre and 1-pint cartons of milk per day,
across six lines. One particular and recurring issue
however, was the frequent breakdown of their
bottle label printing system which was used to date
and code each milk carton. Not only was this a

Small, powerful, low-cost coding
One of the primary benefits of thermal
inkjet technology is its size. The printer is small
enough to hold by hand, yet powerful enough to
print hundreds of thousands of dates and codes
online. The printer itself has a simple click-in,
click-out cartridge so there are no moving parts, no
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sensors and no mess. Each cartridge can print up
to 400,000 high quality prints, meaning low
consumable costs and no maintenance.
The Integra printer comes with iDesign
format creation software which allows the company
to create and edit dates, times and line numbers,
as well as information on job status, quality and ink
levels. The carton labeller simply signals the printer
to print, ramping up and down as required.
Creaming the benefits of new printing
technology
As well as making significant savings on
maintenance and repair costs, replacement parts
and downtime, the new printers reliably produce
crisp, clear markings on various size milk cartons,
hour after hour, day in, day out.
Payne’s Dairies have demonstrated that by
putting trust in new technology, it’s possible to make
vital cost-savings and improve overall production
efficiency - at a time when it has never been more
critical.

Rotech Machines Ltd
1 Brownfields Court, Welwyn Garden City
Hertfordshire, AL7 1AJ
Tel: +44 (0) 1707 393700
Email: sales@rotechmachines.com
www.rotechmachines.com

www.innovationsfood.com

ECOTENSIL:Layout 1

22/2/21

12:28

Page 3

EcoTensil® launches the new AquaDot©
range of plastic-free paperboard cutlery
in the EU ahead of single-use plastic ban
“The plastic-free, recyclable, AquaDot EcoSpoon is the most sustainable utensil on the
global market today, being fully compliant with the EU ban on single-use plastic cutlery.”
ably forested material. EcoTensil cutlery
n advance of European legislation
also uses up to 80% less material than
banning single-use plastic items such
most other single-use cutlery made from
as cutlery, plates and straws by July
plastic, bio-plastic or wood.
2021, California-based EcoTensil has
In addition to foodservice and
introduced the revolutionary new AquaDot
sampling applications, the EcoTensil
range of plastic-free, extra sturdy, folding
team has designed numerous products
paperboard cutlery.
specifically for single-serve packaging.
EcoTensil’s patented and award
Drawing on its decades of packaging
winning paperboard utensils are well
expertise, EcoTensil supplies its utensils
known and loved in North America. Since
formatted ready to be easily fitted into
2010, the company has sold hundreds of
customers’ existing packaging, wrapped,
millions of units globally, including to some
or customised as needed. Unlike wooden
of Europe’s largest food manufacturers
cutlery, EcoTensil utensils are available
and retailers. EcoTensil has begun the full
folded, so they can directly replace
European launch of its plastic-free
folded plastic utensils on existing packs,
AquaDot cutlery including designs specific
potentially saving re-tooling and equipfor to-go packaging. Suppliers of food
ment costs.
services and food and packaging manu“Swapping out the plastic spoon
EcoTensil’s plastic-free AquaDot© folding EcoSpoon is an extra-sturdy, versatile and
facturers are quickly embracing EcoTensil’s
on our 100% recyclable, r-PET 90% PCW
“satiny smooth" replacement for plastic utensils on any food package.
plastic-free AquaDot folding EcoSpoon® as
single serve cups and trays with the
a ready replacement for plastic. They are
sustainable paperboard pre-folded
doing so, in part, because it works seamlessly with
the plastic spoons and sporks in the base compartTabLock from EcoTensil aligned with our corporate
many existing packages and processes and has a
ment of its To-Go food cups and trays with
strategy of plastic-waste reduction,” says Swiss fresh
more positive impact on the taste of food than
EcoTensil’s pre-folded TabLock© spoon.
food packaging solutions experts Taraplus AG
wooden cutlery.
“In this time of zero waste movements,
executive Buena Quek. “We are key suppliers to
“EcoTensil products have always set the
Hilcona would like to continuously offer its
some of the world’s largest and most sophisticated
standard for the greenest utensils available, and now
customers sustainable strategies to avoid waste,”
fresh food retail brands. Our purpose is to use
we are excited to take that to the next level with our
says Hilcona Project Lead Barbara Held in their
delightful and distinctive packaging design as a
new, longer lasting AquaDot range. This line is a
recent press release. “We want to take responsibilmeans to drive sustainable behaviours.
perfect, easy, versatile and cost-effective replaceity and actively protect our natural environment. This
“EcoSpoons are the perfect alternative to
ment for plastic utensils on just about any food
is why we have scrutinized our Hilcona To-Go
disposable plastic spoons and have been immedipackage,” says EcoTensil founder and CEO Peggy
packaging concept and have decided to abandon
ately embraced by consumers, who have previously
Cross. “The work Europe is doing to reduce
the existing disposable plastic cutlery. Using the
used plastic utensils. The plastic-free, recyclable,
single-use plastic sets a great example for the world,
[EcoTensil] prevents around 3.5 metric tons of
EcoSpoon is certainly the most sustainable cutlery
and EcoTensil is very pleased to support companies
plastic waste per year.”
on the global market today, being fully compliant
in meeting their plastic reduction goals with our
with the EU ban on single-use plastic cutlery in
wonderfully simple folding paper ‘multi-tensils’.”
A pleasing sensory experience
2021.”
The paperboard used to make EcoTensil
As brand owners and suppliers seek to
Case study in preventing plastic waste
AquaDot and GreenDot lines is similar to the
remove single-use plastics, while enhancing the
Liechtenstein-based food processing
material used to make coffee cups, but without any
consumer experience, EcoTensil’s AquaDot range of
company Hilcona AG’s foodservice division coplastic. With one simple “bend to touch dots™” fold,
paperboard cutlery represents a game-changing
packs the To-Go range of grab-and-go deli
the compact EcoTensil becomes a sturdy scoop.
breakthrough which delivers on many levels from a
salads, dairy products, and desserts
Like all EcoTensil cutlery, the new AquaDot line
more pleasing taste experience and manufacturing
for large European food retailer,
offers a pleasing sensory experience that complepracticality to environmental sustainability.
COOP. Hilcona has replaced
ments the food. It is significantly smoother than dry
wooden cutlery which can detract from the flavour
experience of the food.
“We have spent the last decade perfecting
the silky mouth feel, smooth edges, structural
strength and overall pleasing nature of all our
utensils,” says Peggy Cross. “Our customers love
them – they have worked hard to perfect the
flavours and textures of their products, but the
texture of wooden utensils can negatively impact
the taste experience of their lovely foods. EcoTensil
offers a terrific, smooth alternative.”

I

With one simple “bend to touch dots™” fold,
EcoTensil’s plastic-free AquaDot cutlery folds to
becomes a sturdy, smooth, and long-lasting utensil.
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Sustainable and practical
EcoTensil’s AquaDot range of multifunctional utensils is plastic-free, recyclable and
compostable, and is made from certified sustain-
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Water activity analyser for
food and pharmaceutical
applications - with live
demonstration service!
T

he latest Series 4TE instrument from Labcell the exclusive UK distributor of Aqualab water
activity analysers, is an accurate, quick, simple and
cost-effective way for food manufacturing and
pharmaceutical companies to gain valuable information about gels, powders, pastes and tablets.
New for customers is a live-demonstration service
so that potential users can see the product in
practice while talking to the key technical team –
securely and confidentially. By using a video
conferencing facility and using samples of your
products, Labcell is able to offer a truly bespoke trial
of the Aqualab 4TE.
The AquaLab Series 4TE produces

accurate measurements of the water activity in
active ingredients, excipients and formulations.
Water activity measurements are essential when
following due course and process as part of GMP
(good manufacturing practice) because water

activity has a significant bearing on product stability,
as well as the handleability of materials in production and packaging equipment. AquaLab Series 4TE
is a precise, easy-to-use instrument which enables
lab-quality measurements of water activity to be
made in the production environment. It is suitable
for use by formulation and research and development teams, as well as those working on new
packaging designs.
A feature of the AquaLab Series 4TE is
temperature equilibration allowing users to set the
sample temperature to anything from 15 to 50oC;
the analyser then maintains that temperature
throughout the test. The instrument has a
measurement range of 0.030 to 1.000 aw, an
accuracy of +/-0.003 aw and a repeatability of +/0.001 aw.
Users in the food manufacturing and
pharmaceutical industries will appreciate the way in
which the AquaLab Series 4TE handles data with a
strong emphasis on traceability. Data is captured on
the instrument and cannot easily be deleted; it can
also be downloaded to a computer for archiving and
more detailed analysis. Up to 8,000 data points can
be stored securely on the AquaLab and the date,
time and operator is logged for every measurement
and calibration.
Labcell also supplies the AquaLab Series
4TEV which is identical to the Series 4TE in most
respects yet benefits from an additional hygroscopic
polymer capacitance sensor for analysing samples
containing volatiles. Users can switch between this
sensor and the standard dewpoint sensor via the
instrument’s front panel menu. Accuracy with the
volatiles sensor is +/-0.015 aw.

T

at www.labcell.com, call Labcell on 01420 568150
or e-mail mail@labcell.com

Economic water activity measurement

he latest Aqualab Pawkit water activity meter
from Labcell makes the measurement of water
activity available at an economic price to food
industry.
The battery-powered device can be
carried anywhere within the production plant or
wider supply chain for taking on-the-spot
measurements. Water activity can be
measured in a range of locations, from the field
to the factory, shop and restaurant.
The Pawkit is placed over a sample
dish containing solid, liquid, paste or
powdered material, and readings are
obtained in five minutes or less.
Each Pawkit is supplied with a
robust carry case, sample cups/lids, verification
salts,
operating
instructions
and
a
calibration certificate.
For more information visit the website

Labcell Ltd
Unit 3a Mansfield Park
Four Marks
Alton
Hants GU34 5PZ, UK
Tel: +44 (0)1420 568150
www.labcell.com
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Labcell Ltd
introduces
AquaLab Pre,
a mid-range
water activity
analyser with live
demonstration
service!
L

abcell Ltd, the exclusive UK distributor for Meter
Group, is introducing the AquaLab Pre water activity analyser, a mid-range instrument with an excellent price/performance ratio. This fast, accurate
and affordable instrument creates new opportunities for food producers who need good quality
measurements without the expense associated
with high-end water activity analysers.
New for customers is a live-demonstration
service so that potential users can see the product
in practice while talking to the key
technical team – securely and confidentially. By
using a video conferencing facility and using samples of your products, Labcell is able to offer a bespoke evaluation of the AquaLab Pre
The AquaLab Pre will be useful throughout the food industry supply chain for quality
assurance analysis of ingredients and during
production. Users can readily check that water activity is within permissible bounds, which is
important for food safety, shelf life, taste,
texture and production efficiency. Typical foods that
can be tested using the AquaLab Pre include
cheeses, confectionery, cooked and cured meats,
salamis, sausages, pasta and sauces. As it is so easy
to operate, clean and calibrate, the AquaLab Pre can
be used by operatives with only minimal training.
In common with the higher-specification
AquaLab Series 4TE, the AquaLab Pre uses chilled
mirror dewpoint technology to make fast, accurate
measurements.
Readings
can
be
obtained in five minutes or less and the accuracy is
+/-0.01 aw over the full measurement range of
0.05 to 1.00 aw. The sample temperature is maintained at 25˚C, so users can be confident of achieving consistent results. Final values are
indicated by an audible alert and measurements
are shown on an integral two-line alphanumeric display.
Labcell Ltd is the sole UK distributor for the
AquaLab Pre water activity analyser and has extensive experience supplying this instrument and its
predecessors to blue-chip pharmaceutical companies. A data sheet can be downloaded directly from
Labcell's website
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Improving the performance and
sustainability of PET

Incorporating isosorbide to develop eco-friendly polyesters with
exciting potential for hot fill and cosmetic packaging

A

s a copolyester, polyethylene terephthalate (PET) lends itself to the incorporation
of alternative comonomers to access
modified performance profiles. Isosorbide
is a plant starch-derived bicyclic diol with considerable potential for this application. Isosorbide
manufactured on an industrial scale (POLYSORB®,
Roquette - Lestrem, France) has a carbon footprint
of just 0.09 kg CO2/kg* of product and the ability
to enhance the performance of PET in areas of
recognized weakness. In this article we discuss how
SK chemicals (Seongnam-si, South Korea) a global
leader in the field of eco-friendly materials, has
capitalized on the potential of isosorbide to
commercialize new polymers (ECOZEN®) that
deliver high performance in areas where PET has
limitations.
Introducing isosorbide
“Isosorbide is a really versatile, safe,
environmentally benign performance chemical with
great potential as a co-monomer,” said Bruno
Plancke (Head of Global BU Industry, Roquette).
“Now that a reliable, high purity industrial-scale
supply of POLYSORB® isosorbide is in place,
polymer manufacturers are free to exploit its full
potential. Incorporation into PET is already demonstrating proven value.”
Isosorbide is produced from annually
renewable plant feedstocks by a process of
sequential hydrolysis and hydrogenation. Hydrolysis
converts plant starches to glucose which are subsequently converted to sorbitol; the hydrogenation of
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sorbitol to isosorbide is the final step (see figure 1).
Isosorbide production technology has
been optimized over the last two decades, to
minimize carbon footprint and deliver consistently
high purity, in excess of 99.5%. The resulting
product is completely safe, REACH compliant,
non-toxic, non-endocrine disrupting, suitable for
food contact, and compatible with cosmetic and
pharmaceutical requirements.
These credentials make isosorbide a

valuable feedstock for multiple applications1, but its
potential as a substitute diol in the production of
PET, a copolyester of ethylene glycol and terephthalic acid, is especially promising. Ethylene glycol is
still predominantly a petrochemical feedstock so
(partial) substitution is potentially appealing from
the perspective of environmental impact. More
importantly, incorporating isosorbide beneficially
modifies the properties of PET, improving its glass
transition temperature (Tg), for example, and the

Figure 1: Isosorbide is produced from renewable plant feedstocks by a processs involving hydrolysis and
hydrogenation.
Property

Application suitability

Overall stretch ratio
Tg
Aerosol container (IBM/ISBM)
Hot fill (IBM/ISBM)
Heat resistant bi-oriented film
Injection

X10
90
high
high
high
moderate

X6
95
high
moderate
high

Table 1: A summary of the properties and application of PEIT grades developed for hot fill applications
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optical properties of finished packaging.
Improving thermal properties for hot
fill applications
“We’ve found that incorporating isosorbide
can help PET to perform perfectly in areas where
it currently fails,” said Eung-Soo Kim (Head of
Copolyester business, SK chemicals). “Hot fill for
food and beverage is a primary example. Isosorbide
is highly effective at increasing Tg and allows us to
produce a stretchable, transparent, heat-resistant
plastic that can be directly substituted into existing
blow molding processes.”
SK chemicals has developed a range of
poly(ethylene-co-isosorbide) terephthalate (PEIT)
polymers tailored to the requirements of hot-fill
applications. Semi-crystalline and offering high
thermal stability, these polymers have a glass
transition temperature of 90 or 95˚C, depending on
grade, which compares favourably with that of PET
(70oC) and PETG (70 – 80oC, where PETG is a
class of PET incorporating alternative glycols such as
cyclohexanedimethanol (CHDM)) .
The intrinsic viscosity (IV) of the new
polymers compares with a range of 0.6 to 0.85 for
PET, depending on application; PET for bottles
typically has an IV of around 0.73 to 0.802. IV is
indicative of the flow properties of the molten polymer so these values suggest that the new polymers
will work efficiently in existing manufacturing
processes; stretch ratios are also comparable with
PET. All the new grades are suitable for use with
food in accordance with EU 10/20113.

Figure 2: PEIT grades exhibit much less shrinkage than
PET when subjected to temperatures comparable to
those associated with hot fill.
Figure 2 shows shrinkage data relevant to
the use of PEIT to produce packaging for hot fill
applications. This test involves filling a bottle with hot
water (75 – 90˚C), allowing it to stand for 2 hours,
and then measuring any change in volume, as the
water is discarded. The results for both grades
demonstrate substantially enhanced performance
relative to PET which exhibits shrinkage of 7% at
85oC rising to 28% at 90˚C. This is an important
gain for hot fill applications. Furthermore, bottles
made with the new polymers have a burst pressure
of 27 bar – most applications require 20 bar
maximum – and exhibit good color and transparency.
These and other tests confirm the suitability of these new polymers as a packaging
material for hot fill applications and they are already
in commercial use. For example, Morning Recovery
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Figure 3: PEIT grades containing low levels of isosorbide produce clear, transparent, almost colourless
samples making them highly suitable for high quality cosmetic packaging.
(More Labs, Los Angeles, USA), a blend of
electrolytes and other ingredients for rehydration
and replenishment, now uses a PEIT-based
polymer in place of glass for export applications.
Produced in an established injection molding line
the resulting packaging is lightweight and hot filled
at 85oC to confer good shelf-life.
Improving transparency, colour and chemical
resistance for cosmetic packaging
“We also see great potential for incorporating isosorbide to improve the properties of PET
for cosmetic packaging ,” said Eung-soo Kim (Head
of Copolyester business, SK Chemicals). “We’ve
developed several grades for this application that
combine excellent optical properties, good chemical
resistance and the high flowability required for easy
injection molding.”
The low isosorbide PEIT grades that SK
chemicals has developed enable the manufacture
of light, clear, glossy packaging for demanding
cosmetic applications. Figure 3 shows how colour
and transparency compares with competing materials, for a 6mm thick sample. Col L is a metric used
to define clarity or transparency on a scale from
0 (black) to 100 (perfectly transparent) while
Col-a and Col-b relate to colour, green-red and blueyellow respectively. The results show the superior
transparency of the new polymer which is also very
close to being completely colourless. A Col-b score
of 0.2 (Competitor B) is indicative of yellowing with
the higher 0.6 score (Competitor A) producing a

Polymers for the future: the importance
of re-use and recycling.
Polymer use is coming under increasing
scrutiny as countries work towards the realisation of the Sustainability Development Goals
advanced by the UN in 2015. In the EU, for
example, the target is to make all polymer
packaging recyclable by 20304. Furthermore,
there are initiatives in place to encourage the
use of recycled polymers, with Post Consumer
Recycle (PCR) material an increasingly
important consideration for polymer manufacturers.
The new polymers developed by SK
chemicals sit easily within the developing
Circular Economy. Completely compatible and
miscible with PET, they carry resin identification
code 1 (RIC 1), the code reserved for PET. This
means that after use the polymers can be
disposed of and reused/recycled via existing
PET-handling channels. Furthermore, tests
show that the inclusion of PEIT in a blend with
PET enhances properties, an encouraging
result for the use of PCR materials.
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clearly visible tinge.
The chemical resistance of the new
polymers has also been assessed, for multiple
products. For example, sunblock was applied to
polymer samples subject to 1% curvature, held at
50˚C for 24 hours, to assess environmental stress
cracking. The PEIT showed no evidence of deterioration while alternative PET samples, incorporating
comonomers such as CHDM, either cracked or
broke. Figure 4 shows the results of testing resistance to perfume (exposure for 72 hours @50˚C).
Here too, the PEIT (right hand sample) exhibits
excellent performance, retaining clarity, while alternative grades developed a haze.

Figure 4: PEIT (right hand sample) exhibits
superior resistance to perfume with no evidence
of haze, unlike competing polymer samples.
These new polymers have semi-crystalline
properties but perform well across a wide processing window, exhibiting slow crystallization rates
during processing. This means flexibility with respect
to mold temperature and makes it possible to
produce parts up to 8mm with relative ease and no
hazing. Taken together this suite of attributes makes
the new PEIT grades a versatile and highly competitive solution for high quality cosmetic packaging.
In conclusion
With a secure, high purity, industrial-scale
supply of isosorbide now in place at Roquette,
polymer manufacturers are free to exploit the
potential of this plant-based performance chemical
as a comonomer. SK chemicals has already done
just that. New PEIT grades optimized for specific
applications such as hot fill and cosmetic packaging
illustrate how incoporating isosorbide can address
the widely recognized limitations of PET, producing
valuable polymers that fit easily into established
recycling and re-use channels.
*Internal comparative study based on life
cycle analysis methodology, peer-reviewed by an
external auditor.
References:
1 D. Saxon et al. “Next Generation Polymers: Isosorbide as a Renewable Alterna-
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tive.” Progress in Polymer Science 101 (2020) 101196
2 F.Awaja et al.“Recycling of PET”. European Polymer Journal 41 (7): 1453-1477
3 Commission Regulation (EU) No 10/2011 of 14 January 2011 on plastic
materials and articles intended to come into contact with food.
4 A European Strategy for Polymers in a Circular Economy. Available to view at:
https://ec.europa.eu/environment/circular-economy/pdf/plastics-strategybrochure.pdf

For more information:
About Roquette’s Performance Materials :
Roquette’s Performance Materials provides various
ingredients from 100% biomass feedstock to serve
brand owners and consumers. In the global development of plant-based chemistry, Roquette offers
the industrial markets new, innovative and sustainable monomers to create solutions for safer and
more sustainable polymers used in packaging,
automotive, CASE, sports and leisure.
 For more information, visit our website
or contact : jiae.kim@roquette.com

About Roquette: “Offering the best of nature”
Roquette is a global leader in plant-based
ingredients, a pioneer of plant proteins and a
leading provider of pharmaceutical excipients.
In collaboration with its customers and partners,
the group addresses current and future
societal challenges by unlocking the potential
of nature to offer the best ingredients for food,
nutrition and health markets.
These ingredients respond to unique
and essential needs, enable healthier lifestyles
and are critical components of life-saving
medicines.
Thanks to a constant drive for innovation and a long-term vision, the group is
committed to improving the well-being of millions of people all over the world while taking
care of resources and territories.
Roquette currently operates in over
100 countries, has a turnover of around
3.7 billion euros and employs 8,670 people
worldwide.

About SK chemicals’ Copolyester
SK chemicals’ copolyester products can replace
diverse plastic materials including PC, PVC,
PMMA and PS. The safety of our BPAfree
products also enables the products to cover
various applications encompassing containers
for food we eat and cases for cosmetics we
touch.
About SK chemicals : “We care for the
future, healthcare, earthcare.”
SK chemicals’ mission statement says,
"We enhance human health and protect the
Earth’s environment" and we have reorganized
our business structure to focus on the two large
sectors of green chemicals and life sciences.
Providing distinguished chemical and
life sciences products and solutions based on
the world's highest technology standards, SK
chemicals is recognized as a leading global
company of environmentally-friendly materials
and total healthcare solutions.
Our green chemical business is
steadily progressing as a leading global
company in the environment friendly materials
business by using the world’s best technology,
knowledge, and production facilities. To achieve
this goal, SK chemicals has selected four new
core areas of business: bio-materials, composites, high-performance materials, and energy
saving materials while continuing a commitment to R&D activities.
Our life sciences business, dominated
by pharmaceuticals and bio, is anchored by the
comprehensive healthcare solutions that cover
patient care from diagnosis to treatment and
prevention. The creation of new medicines is
bolstering our global position.
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Coala Coversafe™, Antalis' antimicrobial
film – effective against SARS-CoV-2,
the virus responsible for Covid-19
A
ntalis UK has announced the effectiveness
of its transparent antimicrobial film Coala
Coversafe™ against SARS-CoV 2, the virus responsible for Covid-19.
At the Department of Virology in the
University of Limoges, surfaces of Coala Coversafe™
adhesive films activated by Pylote technology were
compared to similar control surfaces without the
technology in an environment reproducing extreme
conditions of use (eg grease and dirt). The results
were as follows: contact of the Coala film
Coversafe™ with the BASA strain of the human
coronavirus SARS-CoV 2 induced a 1.42 log
decrease in viral load after a contact time of one
hour, which represents an efficiency of 96%,
persisting after 10 days of culture.
The performance of Coala Coversafe™ has
proven successful in the real conditions of a school

where the surfaces (eg doors, self-catering tables)
equipped with Coala Coversafe™ films revealed a
decrease in the total flora present of between 2-4
times, further demonstrating a decrease in microbiological transmission risk.
“In the context of this ongoing health crisis,
we are delighted with the success of the results of
these tests which demonstrate the effectiveness of
Coala Coversafe™ against the strains responsible for
Covid-19 and other microbes. This innovation
allows us to offer our customers, and their clients, a
solution that allows them to continue their activities
with improved protection”, states Mike Collins,
Product Manager at Antalis.
Available from stock in roll format for wide
surface applications and can be cut to size for
applications such as door handles, etc - Coala
Coversafe™ adapts itself to clients’ every need.

New innovations extend PulPac’s IP
protection of Dry Molded Fiber
P

ulPac’s solid IP foundation for the Dry Molded Fiber technology keeps growing. The European Patent
Office (EPO) has announced the intention to grant a patent in one of PulPac´s strategic patent families.
The application covers the "method of manufacturing a cellulose product having a non-flat product shape
by a pressure molding apparatus comprising a forming mold".
This patent covers noteworthy elements in the production process and covers some of the main
advantages of Dry Molding of Cellulose over conventional methods, such as wet molding or
plastic thermoforming/injection molding. These benefits include (i) less energy required, (ii) zero wastewater, (iii) less or no chemical additives, and (iv) high outputs at low cost. Thus, the benefits provided
enables a more efficient production of fiber-based applications with sustainable and competitive solutions
for end consumers.
PulPac today has a portfolio of over 14 patent families covering various aspects of Dry Molded Fiber
technology for sustainable fiber based packaging and single-use products.
”The timing of this grant could not be better since the Dry Molded Fiber production method is
receiving significant attention from major industry players. I view this grant as an important milestone,
helping us to solidify our IP foundation, especially in the EU which currently is the largest market for
sustainable fiber-based packaging and single-use products”, says Ove Larsson, Founder and Chief
Technology Officer at PulPac.

Dow and Interpolychem celebrate
PacXpert™ packaging technology
licensee agreement in Russia
D
ow Packaging and Specialty Plastics, a business
division of Dow, has announced that
Interpolychem LLC, a leading converter and packaging producer in the Russian flexible packaging
market, is the newest licensee for Dow’s PacXpert™
Packaging Technology.
Under the brand name Kubber,
Interpolychem will use Dow’s innovative technology
to enable a flexible and sustainable packaging alternative to conventional containers currently available in the Russian and Eastern European markets.
It aims to produce 200,000 packages per month in
both 5l and 10l sized pouches.
“We are convinced that the Eastern
European market is ready for new flexible and
sustainable solutions. PacXpert™ Packaging
Technology can enable our customers a transition
to lighter and durable packaging, lowering their
environmental footprint and helping them reach
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their sustainability goals,” said Ildar Saifullin, Director
of Interpolychem LLC. “We believe that PacXpert™
will help us to build a strong position in the
packaging market and to expand the Kubber
packaging applications. We intend to seek collaboration with multinational and local brand-owners”,
continues Ildar.
“We welcome Interpolychem into our
PacXpert™ Packaging Technology licensee network.
There’s a strong need for true sustainable alternatives to conventional packaging in the CIS and
Eastern Europe regions and at Dow we were eager
to find a company that shares our values when it
comes to reducing our impact on the environment,”
said Fabrice Digonnet, global leader for PacXpert™
Packaging Technology at Dow. “We’re looking
forward to a long-term partnership and successful
projects ahead.”
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SIG partners with
Framptons to install
first combidome carton
bottle filler in the UK

Berlin Packaging’s
expansion in Europe
continues with
the acquisition of
Newpack

B

erlin Packaging, the world’s largest hybrid
packaging supplier, recently announced the
acquisition of Newpack, a leading glass packaging
company based in Savona, Italy.
Newpack was founded by a team of
entrepreneurs experienced in glass packaging and
the food and beverage markets, particularly the
Italian wine sector. Newpack has a strong distribution network throughout Northern Italy, including the
Liguria, Piedmont, and Veneto regions.
Newpack is Berlin Packaging’s tenth
European acquisition since 2016, confirming its
commitment to supplying packaging across all
geographies, substrates, and market verticals in
Europe.
“The acquisition of Newpack allows us
to increase our offering in the wine sector, an
important market in Europe,” explained Paolo
Recrosio, CEO of Berlin Packaging Europe. “We
expect our European sales force to help accelerate
Newpack’s growth in the wine sector. Bruni Glass,
our premium brand for specialty glass, also has a
renowned innovation center headquartered in
Milan, enabling us to bring our expertise in wine
bottle design to Newpack.”
“We are excited that our company will join
with Berlin Packaging,” said Newpack executives
Damiano Cavedon and Giorgio Pirotti. “Our
customers will benefit by having access to Berlin
Packaging’s product portfolio, distribution network,
and design capabilities.”
“Newpack is a great strategic fit for our
European business,” added Bill Hayes, CEO and
President of Berlin Packaging. “We remain committed to building out our European presence through
both organic means and strategic acquisitions.”

Flexible packaging
experts partner to
prepare for industry
shift to bio-materials

M

achinery manufacturer ULMA Packaging
(ULMA) and compostable packaging
supplier TIPA® have partnered to improve efficiency
for running compostable films on advanced packaging machinery.
The collaboration will optimise ULMA box
motion and flow-wrapping machines to run with
compostable films, matching conventional plastic’s
performance and machinability.
Growing market share for eco-friendly
alternatives to conventional plastic, like compostable
films, is projected to be a key factor contributing
towards the growth of the global flexibles market.
The collaboration will offer brands new
sustainable options when looking for a high-performance alternative to conventional plastic films.
The companies have a proven working
relationship, having collaborated to match the
output of packaging machinery when packaging for
produce suppliers Natoora and R&R Smith.
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With the carton bottle combidome from SIG, contract packing solutions specialist Framptons will bring a unique packaging offer
for an innovative range of beverages that includes plant-based drinks, smoothies, juices and dairy drinks in early 2021. © SIG

W

ith the carton bottle combidome, contract
packing solutions specialist Framptons will
bring a unique packaging offer for an innovative
range of beverages that includes plant-based drinks,
smoothies, juices and dairy drinks in early 2021. SIG
has partnered with Framptons to install a new
generation combidome filler, which will be the first
of its kind in the UK. The project makes Framptons
the first SIG customer in Europe to fill plant-based
beverages in combidome. Over the last decade
Framptons has positioned itself as a specialist in the
production of innovative beverages.
The UK is one of the leading European
markets which is experiencing a surge in innovative
drinks over the last five years. SIG’s carton bottle
combidome is likely to become a big disruptor in
packaging for its unique look and shape, as well
as a gateway to launch exciting recipes from
established brands to private label owners and even
start-ups.
With this filler, customers will be able to
enjoy the flexibility of the carton bottle combidome
in three different filling volumes, as well as launch
their products at different price points along with
creating shelf-differentiation for end-consumers.
Highlighting the importance of this partnership, Will Martin, Business Development Director
and Joint Owner at Framptons said: “I carried out a
comprehensive review of available carton options
looking for a format which would align with our
business strategy to bring both innovation and
breadth of choice to our customers. Whilst a broad
range of options are available and many of these
provide both a good consumer and packer solution
– as soon as I saw combidome it immediately
presented a stand out innovation opportunity. Both
the aesthetics and practical function to me provided
a step change for the beverage carton – the
opening and pouring experience is exactly as a

paper bottle and coupled with the flexible SIG
system to provide the size range options is
unrivalled. Since the decision to go ahead with this
exciting investment the support and relationship
with SIG has matured to provide a class leading
partnership and I look forward to a successful and
bright future for both this and future formats.”
combidome combines the best features
of a carton and bottle, with convenient handling for
consumers and easy opening and pouring from the
single action domeTwist screw cap. The lightweight
carton has an excellent environmental footprint, as
it is fully recyclable and largely made from FSC™certified paperboard. The combidome packaging
solution also has the opportunity to include further
enhancements such as SIGNATURE packaging
material, where the polymers are linked to woodbased renewable material.
Russ Lisle, SIG UK & Ireland Key Account
Manager for Framptons: “During the lifespan of
this project we’ve built a great relationship with
Framptons, who understand the benefits of using
SIG technology for their UHT filling requirements.
We’re positively looking forward to working with the
Framptons team to introduce combidome into the
UK and Ireland markets. We’re sure that together
we will make this project a success for this region
and drive market change by attracting new
customers to our unique combidome carton
bottles’ responsible, sustainable and differentiation
capability.”
The partnership between SIG and
Framptons creates a platform in the British and Irish
markets to deliver innovative product and packaging
solutions that enable businesses to satisfy everchanging needs. It is also an important step in SIG’s
Way Beyond Good journey to become a netpositive business.
www.sig.biz

Investment in sustainable packaging

T

he contract manufacturer SternMaid has modernized one of its packaging lines by adding flexible filling
equipment for spiral-wound cardboard cans. Besides the classic tinplate bottoms, the cans can now be
closed with a cardboard base to make them over 95% recyclable.
According to the new EU packaging directive of 2019, more raw materials from packaging must be
recovered and re-used. The prescribed recycling quota for paper, for example, is now 80% and will be raised
to 90% as of 2022.1
“In order to keep pace with this development, we have chosen to invest in cardboard can bottoms
as an optional alternative closure”, Mark Riemer, Commercial Director of SternMaid, explains. “That greatly
improves their recyclability. The traditional seal, a permanently seamed-on tinplate bottom, posed a major
problem in the reprocessing of recyclable materials.”
Since the can body with a cardboard bottom consists of over 95% paper and the interior and
exterior lamination is very thin, it may be disposed of along with waste paper. A further advantage is its lower
weight: an empty can with a cardboard bottom, a diameter of 99 mm and a height of 180 mm, for
example, is about 13.6% lighter than the same can with a tinplate base.
From dry beverage bases, dietetic drinks and food supplements to products for athletes and foods
for special medicinal purposes, SternMaid can fill a wide range of powdered products on the new line.

1 https://www.bundesregierung.de/breg-de/aktuelles/mehr-recycling-in-deutsch-land-1507858
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Zeus acquires
Austrian food
packaging solutions
company for
€40 million

I

rish-owned Zeus Packaging, a leading independent packaging manufacturer and distributor, has
today announced the acquisition of Austrian-based
food packaging solutions business, Petruzalek,
which was part of Sirap-Gema Group. The acquisition further expands and strengthens Zeus’s
geographic presence across 12 countries in
Western, Central and Eastern Europe.
In 2020, Petruzalek achieved revenues
of approximately €58 million, net assets of
€16 million and EBITDA of €2.5 million. The
acquisition, for an undisclosed sum from Italian
investment holding company, Italmobiliare,
completes a three-year €40 million acquisition
strategy for Zeus. It is the seventh business to be
integrated into the Zeus family during the past 18
months. Established by Brian O’Sullivan in 1998,
this acquisition brings the number employed by
Zeus from 450 people across 14 countries to 670
people across 26 countries. The group’s turnover
has grown substantially over the past three years,
reaching €208m in 2020 and expected to reach
€280m for 2021.
Commenting on this latest acquisition,
Zeus CEO Keith Ockenden said: ‘This latest acquisition is the largest in our strategic expansion, and
along with recent investments in our leadership
operational infrastructure, is an integral part of Zeus’s
long-term growth strategy. The purchase of Petruzalek significantly extends our reach into new markets,
brings complementary diversification to our product
range and further enhances our client network.
“Petruzalek’s product range utilises low
environmental impact renewable, recyclable and
compostable materials enabling us to further
deepen our focus on sustainability in 2021. As
always, we are committed to delivering innovative
sustainable packaging solutions for our valued
clients in Ireland, the UK and across Europe. This
move enables a true European supply solution for
customers looking to consolidate supply chains and
maximise cost efficiencies.”
Zeus Founder Brian O’Sullivan said: “In
2020, despite the pandemic, Zeus reached a
milestone with revenues exceeding €200 million.
With today’s announcement, Zeus remains on track
to become the largest independent packaging
distribution business in Europe. The acquisition of
Petruzalek not only further builds on our scale, but
strengthens our operating platform across Europe.”

deSter enters strategic
partnership with PulPac

A

s part of its Environmentally Conscious Design
(ECD) philosophy, gategroup company deSter
has entered a strategic partnership with PulPac, a
Swedish Research & Development and Intellectual
Property company. Together they will focus on the
development and manufacturing of fiber-based,
single-use food packaging products for the airline
and food service industries.
By working with PulPac and its new
production technology, deSter will accelerate the
development of naturally compostable fiber-based
products. This will enable deSter to extend its
portfolio of sustainable food packaging and service
solutions.

www.innovationsfood.com

High speed
barrier
packaging film
horizontal
form-fill seal
I

nnovia Films is launching the next film in its new
Propafilm™ Strata range of transparent high
barrier, mono structure, packaging films. SLF is a
chlorine free film that delivers exceptional barrier
levels to oxygen, moisture, aroma and mineral oils.
It has been designed with a wide sealing range
making it perfect for high speed horizontal-formfill-seal packaging of biscuits, bakery and confectionery type products.
Alasdair McEwen, Global Product Manager
Packaging, Innovia Films explains “With SLF, we have
been able to develop a totally new barrier film that
not only has outstanding oxygen and aroma barrier,
but also has enhanced moisture barrier over
standard polypropylene films. This means that there
is an opportunity to increase product shelf life and
therefore reduce food waste. It is the perfect
replacement for PVdC coated films.”

Recycle ready Propafilm™ Strata SLF high speed barrier,
chlorine free film, provides shelf-life extension

McEwen continued “We have incorporated a wide sealing range polymer into the formulation of SLF, so it has been designed specifically for
use on high speed horizontal packaging lines.”
Like all Propafilm™ Strata films, SLF
provides a very effective barrier to aroma, and
oxygen even at high relative humidity levels. It is
printable, glossy and is food contact compliant
globally.
SLF has also been classified as Made for
Recycling by Interseroh. Alasdair McEwen, explains
“This certification proves the recyclability of our new
Strata SLF film. It can be classified as ‘recycle ready’,
or recyclable in countries which have the infrastructure to recycle polypropylene.”
If you want more information or to trial
this new film for your products then contact
packaging@innoviafilms.com

Schoeller Allibert confirms huge
opportunity for returnable packaging
industry in 2021 logistics
industry ‘Perfect Storm’
S

choeller Allibert UK has indicated that a ‘perfect
storm’ is brewing in the UK warehousing and
logistics sector, irrespective of Brexit.
Jon Walkington, Retail and Systems
Integrator Sales Director at Schoeller Allibert UK,
comments: “As adoption of e-commerce continues
to accelerate in 2021 due to the pandemic, a
general undersupply of warehousing property and
lack of domestic manufacturing capacity in the
returnable transit packaging (RTP) industry will see
the warehousing and logistics sector set for
unprecedented challenges in the next few months.”
Schoeller Allibert UK is a division of
Europe’s largest manufacturer of recyclable,
reusable and returnable packaging solutions for
efficient supply chain management.
“It’s clear that the long-term impact of the
pandemic is likely to see online shopping become
the norm for consumers,” added Jon. “Online retail
growth is already creating significant pressure on the
industry to efficiently meet demand.
“On top of this, while the warehousing
market itself was already buoyant before the public
health crisis hit the UK, a general undersupply of
warehousing property in the key logistics hotspots of
The Midlands and The South has seen demand
outstrip supply, resulting in capacity expansion
challenges and cost pressures. Established leading
online retailers, supermarket chains and third party
logistics operators, alongside the NHS, are all seeking to rapidly increase their distribution capabilities to
respond to the UK’s challenges.
“From our position in the supply chain, we
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can see that the returnable packaging systems used
to support the sector are critically under capacity
from a UK manufacturing perspective. Even with
significant investment in 2021, this is unlikely to
come on stream before 2022, creating further
pressure for systems integrators and supply chain
operators to meet demand. All of this is essentially
creating a perfect storm for the industry!”
In 2020, Schoeller Allibert UK announced
a multi-million-pound investment in its Winsford, UK
business to expand capacity and create new flexible
automation to help meet the challenges of the
industry. In addition, the company has announced
several new product launches designed for
system integrators supporting its expansion in the
e-commerce sector.
Walkington continued: “Clearly Brexit is
challenging enough, but the warehousing and
logistics sector is being hit from all sides. At Schoeller
Allibert, we are working with a range of clients and
systems integrators in the UK to deliver the latest
RTP technology which provides the cost down,
efficiency and sustainability gains they require. We
are also expanding capacity to meet the needs of
the UK market with domestically produced solutions
avoiding the Brexit problems faced by many.”
www.schoellerallibert.com/uk
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Smurfit Kappa and KHS join forces to
roll out sustainable TopClip solution

P

VTT's citrus peel
technology
enables
plant-based,
recyclable plastic
bottles
T

he transition from fossil-based to renewable
bioplastics requires the introduction of new
solutions. VTT developed a technology that offers
the possibility of manufacturing bio-based PEF
plastic bottles to replace fossil-based PET bottles.
The technology is based on the use of pectincontaining agricultural waste such as citrus peel and
sugar beet pulp as a raw material. The carbon
footprint of plastic bottles can be halved if their PET
polymers are replaced by PEF polymers. At the
same time, the material extends the shelf life of
food.
“In the near future, you can buy orange
juice in plastic bottles that have used orange peel as
a raw material. The new technology that utilizes
food waste streams is a solution for demanding
food packaging based on the circular economy and
reducing greenhouse gas emissions, ”says Holger
Pöhler , VTT's working life professor .
PET (polyethylene terephthalate) and
other polyesters are widely used in food packaging,
plastic bottles and textiles. Annual PET production is
estimated at 30 million tonnes. By replacing fossilbased PET polymers with plant-based PEF polymers
(polyethylene furanate), it is possible to reduce the
carbon footprint of products by 50%. PEF plastic
has better food protective properties than PET
plastic, which prolongs the shelf life of the product.
As a fully recyclable and renewable plastic, PEF
opens up an opportunity for industry to utilize food
waste streams and reduce environmental impact in
the production of better plastics.
The technology developed and patented
by VTT has significant advantages in the production
of bio-based PEF plastics. The efficiency of the
process is based on the stable intermediate used in
the preparation to produce FDCA (2,5-furanedicarboxylic acid). FDCA is one of the monomers of the
PEF polymer. Utilization of waste streams containing
pectin also opens up new opportunities for the circular economy of plastics.
The scientific article on new technology
was published on December 7, 2020 in Green
Chemistry. A unique pathway to platform chemicals: aldaric acids as stable intermediates for the
Synthesis of furandicarboxylic acid esters.

Send your news to
terryprior@innovationsfood.com
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ackaging leader Smurfit Kappa has joined
forces with KHS, one of the world’s leading
manufacturers of filling and packaging systems for
the beverage and liquid food industries, to roll out
its sustainable TopClip multipack product for
bundling canned beverages. The partnership brings
to the market an end to end solution for beverage
companies, including a combined unique and
innovative packaging solution and high speed,
efficient packaging machines.
Launched last year, TopClip is a recyclable
solution that replaces the need for shrink wrap,
therefore providing an option for substituting plastic
with sustainably sourced paper-based packaging.
TopClip is free from additional glue, meaning it is
100% plastic free, also allowing for a greater ease
to remove or pull apart the cans. The patented
product addresses the needs of consumers who
are looking to retailers and brands to provide more
environmentally friendly packaging.
Commenting on the collaboration, Saverio
Mayer, CEO, Smurfit Kappa Europe said: “Since its
launch last year, the TopClip packaging solution has

generated significant interest as a sustainable
option to plastic alternatives and is considered one
of the best solutions in the market, from both a
consumer experience and sustainable perspective.
“Our customers rely on us to provide
innovative and high quality end-to-end packaging
solutions and this partnership with a technology
world leader like KHS allows us to work in perfect
harmony with their high-spec machine solutions.”
Johannes T. Grobe, Chief Sales Officer at
KHS, said: “At KHS, we take on a pioneering role
when it comes to sustainability and the TopClip
product illustrates a further alternative when it
comes to providing sustainable packaging solutions
for retailers and brands.
“Optimising packaging systems and thus
saving on materials and energy has always been
one of KHS’ core areas of expertise. TopClip is a
further game changer for the beverage industry and
together with Smurfit Kappa, we are delighted to
provide our customers with a holistic packaging and
automation solution", concluded Mr Grobe.

FabbriHYBRID:Aturningpoint
inthepackagingWorld
T

hanks to its historical experience in the production of packaging machines and films for the
food market, Fabbri Group is proud to introduce for
the first time in the packaging world the innovative
concept of “HYBRID”.
Automac Dual, Automac Industrial and
Automac Ultra are the three high-productivity
wrapping machines of the new “Fabbri HYBRID”
range, which guarantee the perfect packaging of
fresh and very fresh products with any type of
stretch film, in both neutral and printed format:
PVC-based film, PE-based film, bio-based film and
compostable film.
For Fabbri Group, sustainability, convenience and performance of the solutions offered are
a must. All the films it produces are characterised
by reduced thickness and high performance,
guaranteeing a very low use of raw materials and
the lightest possible packaging. Great attention is
also paid to the effective disposal of packaging at
the end of its life: the recent “Nature Fresh”

certified compostable film, for example, can be
thrown directly into the domestic compost bin
without generating packaging waste.
The perfect synergy between the
“HYBRID” wrapping machines and the films
produced by Fabbri Group is therefore a guarantee
of optimum results, but the new machines have
been designed to ensure quality packaging even
with alternative films.
At a time when the debate on reconciling
sustainability policies with the efficiency of production organisation is still extremely topical, changing
the film used according to the demands of one’s
customers will therefore no longer be a problem.
Thanks to a single wrapper capable of running
multiple films, retailers and industrial packers will be
able to maintain operations without interruption,
without the need for technical adaptations and,
above all, without additional costs.
The Fabbri HYBRID family will soon
include Elixa series wrapping machines as well.

Chadwicks’ mirror print a first for
Symington’s debut plant based brand
M

arket leading pre-cut lid manufacturer
Chadwicks of Bury, has produced a versatile
lidding solution using mirror print technology for the
launch of Symingtons’ new plant-based brand,
Bloomin Good Food Co.
Four different designs, printed using 8
colours on polyester material, have been produced
for the vegan-friendly snack pot range which comes
in four varieties: Warming Tomato & Lentil Dahl,
Banging Black Eyed Bean & Vegetables, Hearty
Sweet Potato & Lentil Curry and Smokey Sweetcorn
& Green Beans.
With mirror print technology the lids are
printed on one side only, allowing both sides of the
material to be viewed for additional pack informa-
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tion. Ideal for added branding or promotional
information, marketing, competitions, and loyalty
programmes.
Symington’s brand manager Neil BurkeThompson said: “Mirror printing has allowed us to
better communicate our brand message through
the packaging without compromising the integrity
of the contents.”
Alastair Bearman, Sales and Marketing
Director at Chadwicks added: “All the print is on the
surface of the lids to ensure the printing ink does
not come into contact with the product. Mirror print
technology offers brands a versatile and cost
effective packaging solution.”
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Endoline Automation answers
calls for compact, automated
end-of-line systems
T
Mondi’s sustainable
packaging hits the
right note for
Orkla’s new climatesmart food launch

M

ondi, a global leader in packaging and paper,
has created three sustainable packaging
products for a brand-new range of vegan products
from food manufacturer Orkla.
The branded consumer goods company
worked closely with Mondi to create sustainable,
high-performance packaging for the Swedish launch
of its Frankful® plant-based Tex Mex range - soft
tortilla wraps, tortilla crisps and taco spices.
Each bespoke packaging solution has
been designed to provide premium product freshness for consumers and ensure a standout
appearance on the shelf for retailers. Using a truly
collaborative approach, Mondi supported Orkla’s
sustainability agenda, which includes launching
healthier food products, reducing food waste
and offering environmentally-friendly choices. The
three Frankful® products benefit from tailor-made
packaging that extends shelf life, balances portion
control and is recyclable.
Original soft tortillas will be one of the
first food products to be packaged in Mondi’s
innovative BarrierPack Recyclable, which uses a
high-barrier, lightweight mono-material and a
reclose tape to keep the food fresh in its original
packaging and prevent waste.
Taco spice mix is packaged in a paperbased laminate, created from FSC™ certified paper1
and a film made from renewable resources. The
high paper content ensures suitability for Swedish
recycling paper streams.
Tortilla crisps are kept crunchy and fresh,
thanks to Mondi’s metal-free high-barrier laminate,
which makes the new solution completely recyclable. It eradicates the need to include a metallised
layer while retaining crispness and avoiding grease
leakage.
Thomas Kahl, Mondi EcoSolutions Project
Manager, said: “Our aim is to work closely with our
valued partners through our customer-centric
approach, EcoSolutions, in order to create sustainable packaging that works for the products, the
customer and the environment. The challenge with
Frankful® was to find a solution that would ensure
recyclable packaging materials while offering the
required functionalities such as barrier protection,
and still run on the existing machines at full speed.”
Åsa Gisel, Marketing Manager at Orkla
Foods Sweden, added: “As a market-leading
consumer goods company distributing across the
Nordic region, we are committed to meeting the
UN’s sustainable development goals – and as
responsible sourcing is a key point in our strategy,
Mondi has provided invaluable support to create
improved sustainable packaging. The Frankful®
range offers consumers fresh, climate-smart Taco
meal products that look good and of course, taste
delicious.”
1 License code FSC™- C129912
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he Covid-19 crisis has increased demand for
compact, space saving end-of-line packaging
equipment, with many manufacturers automating
their processing lines within confined spaces.
Many manufacturers have accelerated
automation plans, however, typical within UK
factory sites, space is often a premium and demand
for efficient, yet compact solutions is on the rise.
As a leader in end-of-line machinery, Endoline
Automation have seen increasing enquiries for its
slimline 251 Fully Automatic Case Erector.
As the narrowest case erector on the
market, Endoline re-engineered its flagship case
erecting range to create the 251, which features a
40% reduction in width.
At just 1 metre wide by 2 metres long, the
251 can be easily integrated into existing end-ofline packaging lines, and offers an automated
solution to replace manually intensive work.
Still developed to the high specification of
all Endoline systems, with several key features, the
251 has been designed to suit a wide variety of
case sizes, styles and quality.
Endoline’s unique dual opposing vacuum
technology has been integrated into the 251, to
enable efficient opening of cases, while eliminating
any associated issues with stiff board and glue
migration which could cause product wastage.
Erecting up to 10 cases per minute, the
slimline case erector seals the base with either selfadhesive tape or hot melt glue, before formed cases
are fed onto an automated case packer, or hand
packing station.
“While space has always been a challenge
for many UK manufacturers, Covid-19 has led to

calls for automation which not only fits into small
areas, but are compact enough to leave enough
space for people to move around safely.”
Comments Andrew Yates, MD of Endoline
Automation.
“As the preferred case erecter supplier of
Moba Systems, we originally designed the 251 to
suit their egg packing systems. Creating a machine
which still featured all of the high quality features
and technology, which is synonymous with
Endoline, at almost half the width of other case
erectors.
However, demand for compact solutions
has increased and the 251 offers any of our
customers a case erecting solution which can be
quickly integrated into existing lines.”
www.endoline-automation.com

Smarties becomes the first global
confectionery brand to switch to
recyclable paper packaging
N

estlé recently announced that its popular
Smarties brand is now using recyclable paper
packaging for its confectionery products worldwide.
This represents a transition of 90% of the Smarties
range, as 10% was previously already packed in
recyclable paper packaging. Smarties is the first
global confectionery brand to switch to recyclable
paper packaging, removing approximately 250
million plastic packs sold globally every year.
Nestlé began introducing Smarties sharing
block packed in recyclable paper in the UK last year.
Alexander von Maillot, Global Head of
Confectionery at Nestlé, said: "Shifting Smarties
packaging to recyclable paper is one of our key
sustainable packaging initiatives in the confectionery
category. It is a further step in realizing Nestlé's
ambition to make all of its packaging recyclable or
reusable by 2025 and to reduce its use of virgin
plastics by one third in the same period."
The new Smarties paper packaging is
sourced sustainably and is made of a coated paper,
paper labels or carton board. Information about
how to properly dispose of Smarties paper packaging is also included on its labels to raise consumer
awareness.
Louise Barrett, Head of the Nestlé

Confectionery Product Technology Centre in York,
said: "Developing safe and convenient paper-based
solutions for Smarties has required the pioneering
of new materials and testing by Nestlé packaging
experts at our R&D Center for confectionery in York,
UK and the Swiss-based Institute of Packaging
Sciences. We adapted our existing manufacturing
lines to allow for the careful handling that is required
for paper, while also ensuring recyclability across all
new formats."
Nestlé invested significantly to upgrade its
factories globally, including in Hamburg, Germany,
one of the company's largest factories for confectionery products.
The transformation of the Smarties packaging is only one of the brands' 'SMART Initiatives',
which aim to support sustainability and enhance
the overall product experience.
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processing,
packaging
& logistics
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Informing, inspiring and
connecting the industry

We look forward to the summer when the industry reunites at the UK Food & Drink Shows,
encompassing Foodex, National Convenience Show, Food & Drink Expo, Farm Shop & Deli
Show, The Ingredients Show and The Forecourt Show.

Find out more at
foodex.co.uk
This is a trade event. No under-18s will be admitted.
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