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Campden BRI to
explore new
applications of
pulsed electric
field technology
C

Industry first as ROCOL
secures vegan trademark
for FOODLUBE range
R

OCOL has become the first lubricant and maintenance product manufacturer to secure the
Vegan Trademark for 45 products in its FOODLUBE
and PUROL ranges.
The firm says the registration will help food
manufacturers reinforce their vegan credentials and
demonstrate a commitment to quality throughout
the supply chain.
ROCOL has one of the widest portfolios of
food grade products in the market. The FOODLUBE
range boasts ISO 21469 certification, Halal, and
Kosher, alongside NSF approvals and accreditations.
Now, ROCOL has become the first lubricants
manufacturer globally to be registered with the
Vegan Trademark.
Managed by The Vegan Society, the trademark helps consumers identify products that are
free from animal ingredients. First introduced in
1990, it currently appears on over 53,000 products
in 79 countries, including food, drink, cosmetics,
clothing and household items.
The Vegan Trademark signifies that no
animal or animal-derivatives or Genetically Modified
Organisms (GMOs) involving animals have been
used in the product or manufacturing process, and
that there has been no animal testing on product
or ingredients, where this is controlled by the
manufacturer.
ROCOL Food & Hygiene segment
specialist, Andy Howard, says this is a fast-growing
area of the market that cannot be ignored: “Data
from SmartProtein/Nielsen reports 73% growth in

sales of plant-based food in the UK between 2018
and 2020, and 63% growth in sales of plant-based
meat alternatives as consumers reduced their meat
consumption or switched to vegan, vegetarian, or
flexitarian diets.
“According to The Vegan Society, more
than 90% of vegans and vegetarians look for vegan
verification on the products they buy, and 85%
believe that third-party certification is important. The
Vegan Trademark is the most recognised mark
globally, and this is why we sought to register
products from our FOODLUBE and PUROL ranges.
“Using NSF-registered food grade
lubricants in your manufacturing processes demonstrates a commitment to food safety. Choosing
products that display the Vegan Trademark adds
another layer of transparency to your supply chain
by confirming that your vegan credentials extend
beyond the ingredients used to manufacture your
products.
“Consumers are often left second guessing supply chains, which can result in lost sales of
end products. Looking beyond ingredients and
selecting products for machine maintenance that
have the Vegan Trademark will help eliminate that
doubt and give your products a competitive edge in
the fast-growing free-from category.”
45 products in the ROCOL FOODLUBE
and PUROL ranges now display the Vegan
Trademark. Find out more and see the full range of
certified products at www.rocol.com.

Symrise: purchase agreement signed
for a Michael Foods egg processing
plant in Hegins (PA/US)

T

he Michael Foods egg processing plant will
consolidate the position of the Group in the
Northeast of the United States. The acquisition
perfectly fits the strategy of IsoNova Technologies
LLC, part of the Symrise Flavor & Nutrition segment,
of ensuring the continuous delivery of quality
pet-food ingredients and innovative solutions to the
pet food industry in the United States.
The acquisition of the plant forms a
synergistic deal: It will enable Michael Foods to focus
on its edible egg business. IsoNova will keep up with
increasing demands from various customers, and it
will also free-up capacities in other facilities to
capture additional growth. IsoNova is planning to

4
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invest in the site and reinforce the staff to support
long-term growth.
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ampden BRI has begun research to identify and
assess untapped practical applications of the
emerging pulsed electric field (PEF) technology. The
technology has already shown commercial benefits
for a range of product types leading to increased
throughput, reduce energy use and increased
product yield.
The non-thermal PEF technology effectively uses short pulses of electricity that punch
holes in cells. This modification to cells and
structures offers a range of processing benefits
including improved drying and freezing times whilst
maintaining better product quality, reducing blanching times, improved extraction and yields and
microbial pasteurisation to name a few. The
scientists at Campden BRI are looking at further
applications that represent the industry’s needs.
They are exploring surface inactivation on bigger
pieces of food products with PEF using lower field
strengths alone and in combination with other
hurdles and are very interested to speak with
companies who may benefit from this application.
Andrew Bosman, a process engineer at
Campden BRI who is leading the research, said:
“Academic research and current literature show PEF
as one of the most promising emerging technologies available with a lot of untapped potential and
possible applications. In additional to the research
being undertaken we are also keen to work with
manufacturers who are looking to exploit the
benefits of the technology and realise applications
with their products. Our extensive experience of
working with new technologies and our ability to
benchmark PEF against those we have on-site will
ensure businesses will be able to gain an understanding of whether PEF truly meets their goals.”
PEF rapidly disrupts either microbial or a
food’s cells (for preservation, extraction or functional
benefits) without imparting significant heat. This
renders it a non-thermal process and allows manufacturers to avoid, or greatly reduce, detrimental
changes in the sensory and physical properties of
their food products.
The scientists at Campden BRI can use
their state-of-the-art pilot plant to trial a wide range
of product types with the technology including any
liquid, solid or pulp products – for example, fruit and
vegetables in either their raw, cooked or juiced form.
The PEF technology can be moved to
Campden BRI’s biosafety level 2 food processing
hall which will allow the team to perform trials using
some of the manufacturers target pathogens that
are known to cause issues in their specific products.
Campden BRI then has further testing capabilities
at hand including sensory, microbiology, rheology,
and chemistry which can be used to assess some
of the end products attributes.
Danny Bayliss, the new technologies lead
at Campden BRI who will be involved in the project,
said: “This research could open up further application areas for PEF which has been showing great
commercial benefits for a range of other products
and applications. The snacking sectors is one area
where the technology can help manufacturers to be
more sustainable by reducing water and oil use and
the need for some processes saving total energy
use. For this reason, we’re keen to encourage food
businesses to explore the potential technology
benefits for their products.”
The trials run for 12-months.
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GEA wins one of
the largest orders
in the company’s
history in the
growing “New
Food” market of
the future

High-precision
weighing and
filling delivers
great results
for Molkerei
Biedermann
S

wiss dairy company Molkerei Biedermann AG,
a member of the Emmi Group, has recently
installed an Ishida multihead weigher for handling
nuts and cereals, which are packed as separate
portions to accompany yoghurts and desserts. The
dairy is currently using the Ishida multihead to
handle five different products at target weights from
14 g to 25 g and with pinpoint accuracy: the
standard deviation for a 25 g weight, for example, is
just 0.165 g.
Molkerei Biedermann AG, based in
Bischofszell in the canton of Thurgau, is one of
Switzerland's most innovative dairies, operating
processing lines for milk and cream and for making
yoghurt, quark cheese and butter. Growing demand
had led the company to urgently seek an automated and more accurate weighing and filling
solution for its most popular product lines.
Some of these products are yoghurts and
desserts with separate portions of additional
ingredients such as cereals or nuts. To keep these
ingredients crunchy and fresh until they are added
to milk or yoghurt, they need to be packed
separately. Molkerei Biedermann’s solution is a
double-compartment arrangement involving two
pots stacked on top of each other, with the smaller
pot also acting as a lid.
These double-compartment packs have
proved extremely popular. However, the company
found that its existing volumetric dosing system for
the cereal and nut mixtures was no longer able to
keep up with the throughput necessary to meet
rising demand. In particular, volumetric dosing
resulted in very high product giveaway due to overfilling. “We were experiencing overfilling of up to
30%,” explains Operations Manager Mario Dux.
“We could cope with that when quantities were
small, but our production volumes are getting bigger
all the time.”
To make sure that the company could
weigh its high-value nuts and cereals with much
greater accuracy, Molkerei Biedermann decided to
invest in a multihead weigher.

G

Itech, Ishida’s representative in Switzerland,
installed an Ishida CCW-SE 10-head weigher, an
ideal entry-level solution for multihead weighing
needs. The SE-range offers significant advances in
speeds and accuracy compared with dosing
machines, linear weighers or static weighing
solutions.
The rotary filler’s fill rate of 25 portions per
minute currently dictates the speed of the line,
which is well below the weigher’s capability of up to
70 weighments per minute.
The new weighing and packing solution
offers a range of other benefits. While the old filling
system led to many line stoppages, the Ishida
multihead weigher has not caused a single fault.
“What used to happen was that the different
product mixtures would get blocked in the funnel
during dosing, which interrupted the filling process,”
says Mario Dux.
Today, thanks to its Ishida multihead
weigher, Molkerei Biedermann can process these
tricky products without any hassle. Equally
important, the flexibility that this has given the
manufacturer has opened up opportunities to
implement new product ideas from the marketing
department.
Another benefit is the fact that this new
weighing and filling solution has significantly
reduced product breakages as the system is able to
transfer the product more gently into the pots.
Molkerei Biedermann makes its doublecompartment products in relatively small batches.
To keep the product fresh for longer, the company
aims to weigh and pack the product just before it is
due for delivery to customers, meaning that product
changeovers are frequent. With the Ishida weigher,
changing products by calling up pre-sets at the
touch of a button on the touch screen display has
proved to be a valuable time-saver. To minimise
downtime for cleaning, all contact parts can be
removed and replaced without the use of tools.
www.ishidaeurope.co.uk
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EA is further expanding its market position in
the dynamically growing new food market with
one of the biggest orders in the company’s history.
Novozymes, the world’s largest supplier of enzyme
and microbial technologies in Denmark, has
entrusted GEA with the turnkey fitting of a major
new plant to produce plant-based proteins for the
plant-based food industry. The volume of this order
is well into the high double-digit million-euro range.
Building the new factory in Nebraska, USA, will start
later this year will be completed at the end of 2023.
“The demand for foods that have a
demonstrably lower environmental footprint than
conventionally produced products is growing
enormously,” says GEA CEO Stefan Klebert. “With
our technologies and experience in scaling
industrial applications, GEA is ideally positioned to
serve the new food market and thus contribute to
our corporate purpose of ‘engineering for a better
world’,” says Klebert. “We are pleased to partner with
Novozymes in this strategic project.”
For decades, Novozymes has been developing fermented catalytic (i.e. industrially produced)
proteins – enzymes – that are the basis for many
industrial applications. Only recently, the company

announced its intention to invest DKK 2 billion in
the growth market for functional proteins (advanced
protein solutions) for the food industry. “This
investment in a new, state-of-the-art production line
in Blair, Nebraska, underscores our commitment to
feeding the world sustainably and demonstrating
the true strength of biotechnology,” says COO &
Executive Vice President Graziela Chaluppe dos
Santos Malucelli, Novozymes.
The new plant covers the manufacturing
steps from harvesting to separation of proteins.
According to Heinz-Jürgen Kroner, Senior Vice
President Liquid Technologies at GEA and responsible for the company’s alternative foods business,
both partners are united by their ability to build
scalable, reliable, and highly efficient plant systems.
“This project is exceptional in many respects. The
intensive bidding phase saw us planning the
production lines for the ingredients less than a year
later. We now aim to implement the project at the
same pace. The partnership is a very rewarding
experience.”
GEA will now construct the process
systems, which include membrane filters, mixers,
homogenizers, heat exchangers, pasteurizers and
UHT units, cleaning and filling systems as well as
the pump and valve technology. Installation will start
mid-2022. The production capacity initially built can
be expanded to multiply the capacity in the future.
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Glatt offers new
fluid bed options
for solvent-based
processes and
products requiring
Kosher and Halal
conditions

New analysis: mass robot
potential for UK food &
beverage SMEs in next 3 years
A

huge range of robot technologies that were
considered experimental a few years ago, are
now commercially viable for small and medium
sized enterprises (SME’s) in the food and beverage
sector according to a recent analysis from global
robot hub HowToRobot.com.
The study estimates that robots will be a
feasible option for more than 50% of SMEs within
the next three years1 due to a global trend towards
“proven robotics” which has reduced both the cost
and complexity of implementing robots.
The analysis identified the three key
factors driving the trend:
• A range of robot technologies have reached a
mature stage – according to the British Automation
& Robot Association (BARA), the UK food and
beverage sector is the second highest purchaser of
robots.2
• Prices of robot technology are falling – by 2025
prices are expected to have fallen by 76 % since
2010.3
• Global availability of suppliers and solutions has
more than doubled in the last twenty years.4
Commenting on the findings, CEO of
HowToRobot.com, Søren Peters said: “The robot
market has reached a pivotal moment for small and
medium sized businesses. SME’s have been
hesitant to invest in robotics because of the price
and complexity of the technology. Automation used
to be exclusively for custom machine builders,
developing a new solution for every project. In the
last five years however, many new robot technologies have reached a level of maturity and price point
where they can be standardised, meaning lower
cost and quicker implementation. Food and
beverage SMEs can now adopt these technologies
on a larger scale.”
Examples of new robotic solutions entering
the commercial stage include Autonomous Mobile
Robots (AMRs) that can navigate freely in environments with people and handle a range of logistics
tasks. Also, pick and place robots that used to

handle only large volume production, can now
handle small batches more commonly needed by
SME’s. Additionally, the market for collaborative
robots is expected to grow by 30% per year (CAGR)
from 2020-25.5 Other growth areas are picking and
placing, palletising, machine tending and where
SMEs often lack people or need to cut costs.
Although the density of robots in factories
around the world has increased by 71% in just four
years,6 most manufacturing companies are still not
using robots.7 HowToRobot.com’s analysis further
revealed that knowledge of these technologies is
still very limited and that only 1 in 5 SMEs conduct
proper market research prior to investing in robotics.
“Very few businesses are fully aware of
what’s available in the market today, hence the
same solutions are often reinvented through
expensive and time-consuming development
projects,” says Peters.
“In addition, the technology supply locally
is often very limited which has historically held back
investments. But we see an increasing trend of
companies sourcing robots and related services
from the fast-growing global market. The rise of
digital marketplaces is opening up the global robot
market for SMEs,” he adds.
References:
1 HowToRobot.com estimates that over 50 % of manufacturing SME’s (10-249
employees) within Europe and North America can achieve a positive business
case in 3 years or less from investing in robots and automation solutions. The
estimate is based on a range of internal and external factors, including labor
shortages, increasing personnel costs, falling robot costs, and increasing
technology maturity. Source: HowToRobot.com
2 British Automation & Robot Association (BARA)
3 Statista.com
4 Between 14 analysed markets, the median growth of robot & automation
companies is 103 %. Source: HowToRobot.com
5 Compounded average growth rate from 2020-25. Source: BIS Research
6 Globally, the density of robots relative to human workers within manufacturing
has increased by 71 % in just four years according to the International
Federation of Robotics. 2015: 66 robots per 10,000 employees in production.
2019: 113 robots per 10,000 employees in production.
7 Only 16 % of manufacturing companies in the European Union used industrial
robots in 2018 according to data from Eurostat.
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W

hen developing and launching new
products, speed is a critical factor. However,
sensitive ingredients and solvent-based processes
often present manufacturers with technological
challenges. In process expert and plant manufacturer Glatt’s upgraded technology centre, support
from initial idea and scale-up to industrial production
is readily available.
At the company’s Technology Centre in
Weimar, Glatt operates a unique fluid bed system
that processes solvent-based products in a vacuum
or using nitrogen as the process gas. As such,
demand is high for scale-up tests, product sample
production or short-term contract manufacturing
services until the client’s own production plant has
been commissioned.
However, a new fluid bed granulator and
coater for innovative solvent-based processes has
recently become available. The batch-mode
apparatus is ideal for small and medium campaigns
that include frequent cleaning cycles. Special
explosion protection measures, a 12 bar pressure
shock-resistant design and a scrubber to separate
the solvents ensure a high level of safety for both
employees and the environment. The superior
hygienic conditions also allow the production of
Kosher and Halal food products. Not only does the
facility’s production capacity now reach into the
three-digit tonne range, a new laboratory also allows
feasibility tests on fluidised bed and spouted bed
systems to be done under GMP conditions.
Customers benefit from optimal conditions when it comes to optimising product properties. These include better bioavailability, flowability
and the absence of dust, improved solubility,
tabletable agglomerates, pellet formulations with
functional coatings, controlled release spraying of
active ingredients, extracts with solvents, drying of
solvent-based products and the microencapsulation
of volatile and sensitive substances.
Products requiring improved bioavailability
are emulsified and coated in a liquid phase by
micro- or nano-encapsulation. However, granules or
pellets that are dust-free, easily compressible and
have a longer storage life are preferred when
formulating final products. Spray granulation in the
fluidised bed for drying and granulate formation in
one step is the first choice for this. In addition to the
capacity expansion, the existing plant can also now
accommodate continuous spray granulation
processes.

www.innovationsfood.com
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Axium Process
thrives under
pressure
C

omplex regulations and compliance requirements for high pressure pipework are driving
demand for specialist services from hygienic
fabricators, says Axium Process.
The company reports that a growing
number of manufacturers are turning to its team to
help them modify, maintain and commission high
pressure pipework. The nature of this work, and
associated risks, means it must comply with
Pressure Equipment Regulations (PER), be carried
out by tradesmen with appropriate qualifications,
and will often be subject to third-party inspections
and approvals.
Sean Crowley, Technical Services Manager
at Axium, explained: “During remedial work, we may
find that existing processes don’t comply with
current PER or hygienic engineering standards.
These regulations cover a vast range of requirements, such as the compatibility of the materials
used to prevent potential corrosion issues, weld
procedures and qualifications, to name just a few.
“This means that appropriate risk and
technical assessments must be carried out to
control, authorise and manage any proposed
changes. The welding procedures that follow should
relate specifically to the type of joint, material, and

Page 5

Nabtesco acquires Engilico Group,
seal inspection systems producer
for food & pet food packaging
E
ngilico has entered into a definitive agreement
with Nabtesco Corporation (headquarters
Tokyo, Japan), through its subsidiary PACRAFT, to
sell 100% of the shares of Engilico Engineering
Solutions NV, a leading provider of innovative
packaging seal inspection technology in Belgium.
The transaction also includes the acquisition of
Engilico’s daughter companies in Belgium and the
United States.
PACRAFT, a leading manufacturer of packaging machinery in Japan, provides food manufacturers with super high-speed automatic fill/seal
machines, which are used for retort food as well for
a broad range of food products, such as soups and
drinks. PACRAFT enjoys the top market share in
automatic fillers/sealers for retort pouch foods in
Japan.
Engilico’s key strength is its unique software engineering capability. Its core products are
SealScope, applying vibration sensing technology,
and its newest offering HyperScope, which utilizes

Freeze drying adds stability to growing
Euro probiotic and prebiotic market

A

specification of the job in hand, which is why the
engineer responsible is legally required to have the
correct qualifications.
“As there are so many factors to consider,
companies are now recognising the importance of
partnering with specialist fabricators with the
required expertise, qualifications and experience to
ensure full compliance.”
Axium Process specialises in high-quality
hygienic pipework fabrications in non-ferrous
materials, welders and weld procedures. The
company is notified body approved to ASME IX,
BS EN ISO 9606-1 and BS EN 15614-1.
www.axiumprocess.com
ANUGA 2022 and LABELEXPO EUROPE 2022
will be featured in the FEBRUARY 2022 ISSUE
Contact Terry Prior at
terryprior@innovationsfood.com
with your editorial and advertising questions
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advanced camera image processing technology. In
2016 PACRAFT first introduced SealScope to
selected customers in Japan with great success,
laying the foundation for a successful collaboration.
Olivier Georis, Managing Director of
Engilico, said “This agreement brings our company
to a new level, accelerating our strategy to establish
a global presence of our innovative inspection
technologies in the food and pet food industries.”
Peter Nijs, CTO of Engilico added, “In the
past 10 years, we have developed and marketed
our innovative seal inspection solutions. We are now
looking forward cooperating with PACRAFT to
further refine our seal inspection technology benefiting our current and future customers.“
Akiyoshi Kitamura, President of PACRAFT,
commented “We welcome Engilico into the
PACRAFT group. Together we are excited about
offering an enhanced automated solution to our
clients through the combination of packaging and
in-line inspection technologies.”

s Europeans take more care of their health
than ever before, the market for dietary
supplements such as probiotics and prebiotics
continues to grow. Poul Ruben Andersen from
European Freeze Dry explores how freeze drying
can maintain the viability of live cultures while
continuing to meet the rising demand.
Never before have Europeans been so
committed to their personal health. Even before the
Covid-19 pandemic, dietary supplement suppliers
were increasing production with European Freeze
Dry to meet the growing demand for dietary and
health supplements.
Scientific knowledge of probiotics and
prebiotics has grown to a new level, while public
consciousness of the health benefits that these
products can bring, particularly in promoting good
gut and intestinal health, continues to raise awareness of the benefits across the world.
While the production of probiotics supplements in the forms of tablets and capsules are
being recommended by medical evidence of the
impact on boosting digestion, metabolism and
immune systems, consumers are also becoming
more accustomed to seeing live probiotics such as
kefir, kombucha and sauerkraut in supermarkets.
The market for probiotics and prebiotics
has grown at double-digit rates in the last 10 years
and is expected to continue to grow at healthy rates.
Consumers are taking more interest in
what they consume and supplementing any
deficiencies in our bodies. But how can the live
cultures industry continue to meet growing
demand, without sacrificing the quality and bio-availability of the probiotics on offer?
Securing the viability live cultures is a
careful process and freeze drying is a gentle drying
process that enables the preservation and viability of
probiotics to provide long shelf life in supplements
and tablets.
What is freeze drying technology?
Freeze drying technology has evolved
since it was first used as a method to dry vegetables
and meats in South American mountains more
than one hundred years ago.
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The freeze drying process, which can take
place at European Freeze Dry’s facilities in Denmark
or the UK, takes a frozen probiotic and gently
applies heat to the raw ingredient.
During the freeze drying process a deep
vacuum is applied, and under these conditions the
ice leaves the product as a vapour trail which is then
captured on an ice condenser within the freeze
drier.
The process typically takes between 24 to
72 hours to complete depending on the product
and is carried out in a set of ‘chambers’ which can
be controlled at various temperatures, pressures
and time schedules depending on specific product
requirements.
Over the course of up to 72 hours, the
product dries out while remaining viable as a
healthy culture, leaving the final product structurally
and nutritionally stable, maintaining all the health,
digestive and intestinal benefits of the original
product for several years.
The complex and subtle process can vary
in technical details, requiring our expert teams to
identify the specifications of the micro-organisms
and protecting the viability of the cultures throughout the process, by applying gentle heat and
pressure to the product as it dries.
Compared to more aggressive drying
methods such as spray drying or air drying, freeze
drying methods are proven to retain the purity of
the product, even when they are ground down into
a powder.
Freeze dried cultures can be supplied as
tablets or added to fortified products
The result is a 100% natural freeze dried
product, which retains all the benefits of the raw
culture. From there, it can be supplied as a
stable supplement or ground down into a powder
which can be inserted into tablets.
For probiotic producers, that means live
cultures can have an extended lifespan, reducing
the possibility of waste and increasing sustainability.
The final product can packaged into a supplement
tablet which can be supplied as is, or added into
natural products, such as yoghurt, milk or snacks
such as cereal bars or plant-based dairy drinks.
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GEA injecting value into the seafood sector
I

njecting brine into meat products such as cured
bacon is crucial for consistency of distribution,
quality and yields for food manufacturers. Now the
seafood industry can also take advantage of this
precise technique for locking in flavor and ensuring
a longer shelf life for seafood products.
Leading technology provider GEA Food
Solutions has launched automated injection
systems suitable for the hygienic handling of a
variety of fish, including cod fillets, salmon and
mackerel. Configuration of the needle pattern can
be adapted according to species, whether injecting
brine, marinating or flavouring products.
There are multiple reasons for injecting fish
with brine, most important is the need to ensure
product safety especially for ready-to-eat products.
Brines include salts and additives that help to inhibit
bacterial growth, such as listeria, and to extend the
product’s shelf life and flavour to make sure that it
arrives with the consumer in perfect condition. If fish
is dried & smoked, it will lose weight in the process.
Adding brine before smoking ensures that the
product remains succulent, with less protein loss,
while it absorbs the characteristic smoked flavours.
GEA’s 2mm injection concepts such as
the MultiJector introduce brine in a high-density
injection pattern, combined with the right injection
pressure, avoiding injection points becoming
saturated which can cause the brine to leak out. A
higher density of needles allows less brine per
needle to be injected at a lower pressure. It also
means reduced downtime spent cleaning the
equipment and surrounding environment.
Senior product sales manager for GEA,
Bjarne Lyngø, explains that a tight needle pattern, in
combination with immediate post-injection handling
such as shaking or vibration, helps close needle
marks while the brine is more easily absorbed by
the fish, improving the flavour.

He says: “On a MultiJector for example
there are 792 very fine hypodermic needles 2mm
in diameter. With lower pump pressure the marks
are not visible, and you have no separation in the
meat. After injection we use high frequency shaking
technology for better penetration of the ingredients
and flavors being added to the fish. The protein and
brine ingredients are activated which means there is
less drip and less deterioration of the product.”
For good vibrating the GEA MultiShaker is
the market leader. Shaking the fish with highfrequency vibrations achieves even better distribution of brine. To complete the line there is the cool
GEA SuperChill. This accurate temperaturecontrolled brine chiller reduces both injection
pick-up variation and post-injection purge enabling
manufacturers to provide a better, more consistent

product.
GEA injection, shaking and chilling
technology is designed to work together with safety
and accuracy built in through decades of experience
and engineering excellence. As a result, product
quality and consistency are significantly increased,
and higher efficiency can be achieved.
Without a doubt the seafood industry
benefits from GEA’s unique brine injection technology. This is driven by an understanding of the
process and the quality of the equipment deployed
to carry out the tasks involved. This ensures that
the benefits extend from the processor to the
reseller and ultimately to the all-important end
consumer.

EXHIBITIO NS & CONFERENCES

7-10 December 2021
LABELEXPO ASIA 2021
Shanghai New International Expo Center
www.labelexpo-asia.com

2-4 April 2022
SACHSENBACH 2022
Dresden Trade Fair Centre
www.sachsenback.de

12-16 September 2022
drinktec 2022
Munich, Germany
www.drinktec.com

16-17 February 2022
PACKAGING INNOVATIONS & EMPACK
2022
Birmingham,NEC, UK
https://www.packagingbirmingham.com/

26-29 April 2022
LABELEXPO EUROPE 2022
Brussels Expo, Belgium
www.labelexpo-europe.com

27-29 September 2022
FACHPACK 2022
Nuremberg, Germany
www.fachpack.de

30 Jan - 2 Feb 2022
PROSWEETS 2022
Cologne, Germany
www.prosweets.com

16-17 February 2022
EUROPEAN FOOD & BEVERAGE PLASTIC
PACKAGING SUMMIT
Antwerp, Belgium
https://www.wplgroup.com/aci/event/european-food-beverage-plastic-packaging-summit/
21-23 March 2022
PACKEXPO EAST
Pennsylvania Convention Center, Philadelphia
PA, USA
www.packexpoeast.com
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26-29 April 2022
ANUGA FOODTEC 2022
Cologne, Germany
www.anugafoodtec.com

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

24-28 May 2022
THAIFEX – Anuga Asia 2022
IMPACT Exhibition Centre,Thailand
www.thaifex-anuga.com
14-17 June 2022
EXPO PACK MEXICO 2022
Mexico City, Mexico
www.expopackmexico.com.mx

November 2021

27-29 September 2022
PPMA SHOW 2022
NEC Birmingham, UK
www.ppmashow.co.uk

23-26 October 2022
PACKEXPO 2022
Chicago, USA
www.packexpo.com

22-25 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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Starfrost spiral
cooling system
boosts production
capacity by 70%
for UK's largest
baker of scones

S

tarfrost have installed spiral cooling equipment
for Haywood and Padgett, enabling the bakery
to treble production of its award-winning scones.
Haywood and Padgett produces fine
quality scones and bakery products for large supermarket retailers such as Asda, Morrisons, Tesco,
Sainsbury's, Iceland, Aldi and Lidl, as well as
producing its own label range.
The bakery recently required new cooling
equipment to increase its scone production
following a factory expansion at its Yorkshire based
bakery. Haywood and Padgett turned to Starfrost
to design and manufacture a bespoke spiral
cooler system for the 31,000 sq. ft. purpose built
factory.
Starfrost custom built a cooling system that
enabled Haywood and Padgett to significantly
increase production capacity. The Starfrost cooling
system features two Helix spiral coolers, each
constructed with a double drum that uses one
single continuous belt, for maximum product
throughput.
The Helix spiral coolers deliver a space
saving solution which contain over 1400 meters of
belt, designed to utilise the height of the factory and
maximise floor area of the bakery. The spiral cooler
design allows production to load and unload
product from low level without any high level
transfers between drums, simplifying the bakery's
production line and reducing crumb loss of the
scone products.
Both Helix spiral systems are designed as
ambient coolers for controlled, natural temperature
reduction of the bakery's scone production. Natural
cooling instead of forced cooling maintains the form
and characteristics of the bakery products which
results in optimum product quality whilst keeping
operational costs to a minimum.
The Helix spiral coolers feature plastic
modular belting using Intralox DirectDrive™
technology which eliminates product movement,
an essential requirement within the bakery industry
whereby product positioning is critical. The
DirectDrive™ system integrated into the Starfrost
Helix works by positively engaging the inner edge of
the belt with the drum to drive the belt, the
innovative design allows for the bakery to continuously operate the spiral cooler and removes the
need to stop production for cleaning, a common
downtime issue with manufacturers processing
floury products.
Andy Harrison, Project Manager at
Haywood and Padgett discusses the cooling
equipment installation at the bakery: "The Helix
spiral cooler system has boosted processing
capacity by a substantial 70%, we no longer have a
bottleneck in our bakery, which allows production
to run quicker and smoother. The Helix system also
cools our products individually which has positively
impacted product quality and consistency. The
impressive design of the Intralox DirectDrive
removes product movement and preserves
product shape of our bakery products as well as
eliminating friction issues between the drum and
the belt."
www.starfrost.com
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Key Technology introduces VERYX®
digital sorters for pet foods
K
ey Technology, a member of the Duravant
family of operating companies, introduces its
VERYX® digital sorters for pet food products. VERYX,
which integrates seamlessly with Key’s world-class
material handling systems, finds and removes
foreign material (FM) and products with defects to
improve product quality, eliminate the chance of
cross-contamination and protect brands, all while
minimizing labor.
VERYX can be configured to sort a wide
range of pet foods. When installed at the end of the
line, it helps ensure final product quality for kibble,
chews and treats including dried, dehydrated and
freeze-dried products. When installed upstream near
raw receiving, it inspects ingredients such as frozen
proteins and other ingredients for wet pet foods. By
detecting the color, size, shape and/or structural
properties of every object, VERYX removes plastics,
glass, paper and other FM, as well as product
defects, as defined by each pet food processor.
“Our vibratory conveyors and mechanical
grading systems have had a strong presence in this
industry for a long time – almost every leading pet
food brand around the world relies on our equipment, and we understand their unique needs. Now
that these processors are seeing the value of digital
sorting, we’ve leveraged our pet food application
expertise to develop VERYX for these applications,”
said Marco Azzaretti, Director of Marketing at Key.
“Consumers are demanding higher and higher
quality pet food, and VERYX can help manufacturers
elevate their product quality to the level of human
grade while improving the efficiency of their
operation.”
Key can integrate VERYX with a variety of
their vibratory and mechanical grading solutions for
transferring, scalping, size separation, fines removal,
product distribution and more. Iso-Flo®, Impulse®,
Zephyr™ and Marathon® vibratory conveyors, as well
as their rotary separation equipment, are all suitable
for pet foods, depending on the application. Built for
rugged reliability, Key’s material handling solutions
enhance sanitation with features such as open
designs, fully-welded frames, nickel-plated finishes,
oil-free drives, optional pan covers and more.
Each VERYX is tailored with the optimal
cameras, laser scanners, lighting, ejection system,
product handling and software to meet each
customer’s specific requirements. Utilizing in-air
inspection, VERYX sees all sides of the product with
no blind spots. Next-generation cameras and laser
scanners offer twice the resolution of previous
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sensor technology to find smaller FM and defects.
Available in different widths, VERYX satisfies a wide
range of capacity requirements.
To maximize FM and defect removal,
VERYX can be equipped with Key’s proprietary Pixel
Fusion™ technology, which combines signals from
multiple cameras and laser scanners at the image
pixel level to more clearly identify even the most
difficult-to-detect FM and defects. Pixel Fusion helps
VERYX to better identify specific FM types and
enable the optional FMAlert™ function to send a
smart alarm if a critical quality problem occurs, so
quick corrective action can be taken. FMAlert also
saves a time-stamped image of every critical
piece of FM detected by the sorter, which helps
processors document and pinpoint product quality
events and trends.
Key equips every VERYX with their
Discovery™ suite of software capabilities, which
enables the sorter to collect, analyze and share data
while continuing to sort product. By harnessing data
about the sort process and about every object
flowing through the sorter, Discovery can reveal
patterns and trends that improve sorting and control
upstream and downstream processes. The
information that Discovery provides allows processors to better manage incoming raw materials and
optimize processes, achieving the next level in
operational efficiency.
VERYX eliminates the need for manual
inspection, which decreases labor costs and ensures
more consistent FM and defect removal while
maximizing yields. To ease use and simplify
operator training, a highly intuitive UI provides
different views to users of various levels depending
on their needs. Recipe-driven operation ensures
customers can count on consistent performance
from their VERYX sorter day in, day out. Operator
qualification requirements are reduced, allowing a
minimally-skilled individual to become a proficient
user of the system in less than one hour.
Key manufactures equipment in both the
U.S. and Europe, supports customers worldwide
through its extensive sales and SupportPro service
network and offers integration services, from
pre-engineering to line start-up. Complete line
solutions can include the integration of third-party
equipment along with Key’s sorting, conveying and
processing systems to meet the specific needs of
each application.
www.key.net
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Food and drink for
future generations

W

e’ve just seen the return of
BlasCymru/TasteWales, Wales’ largest
international food and drink event,
which was held under strict Covid-19

guidelines.
BlasCymru/TasteWales, staged for the
third time by Food and Drink Wales, the Welsh
Government’s food division, brought together
buyers, food industry professionals and a broad
range of Welsh producers – from large-scale
companies to artisan brands to showcase worldclass produce and help open new markets and
trade relationships. A virtual meet is also being
arranged with the international buyers following the
event.
One of the main draws of the event was
the conference, titled ‘Food and Drink for Future
Generations’ which primarily focused on sustainability and climate change and inspired delegates to
take action in their organisations and their lives to
address the challenges and opportunities presented
by climate change.
Key themes that were highlighted at this
year’s conference included ‘how Wales is addressing the sustainability challenge’ and ‘making food
manufacturing more sustainable’, with keynote
addresses from Adam Henson, Countryfile presenter and farmer, and Professor Mike Berners-Lee,
author and leading expert in sustainability and
carbon footprinting.
During the two day event, over 200 new
products were showcased that highlighted the best
of the best from across the industry. Products
ranged from plant-based desserts to the UK’s first
carbon-neutral potatoes and alcohol free botanic
drinks.
The number of products developed
during what has been an incredibly challenging year
is clear proof of the resilience and innovation within
the sector in Wales.
Further new products, which have been
produced over the last 12 months, included new
yogurt flavours, seasonal craft ales, a range of
flavoured oat crackers, organic fermented smoked
kraut and beet slaw packaged in sustainable, fully
recycled packaging.
Food and Drink Wales along with Food
Innovation Wales have played an important role in
supporting businesses to develop these products
including bringing companies together to share and
develop new ideas. This has been boosted further
by a wealth of support on offer including start-ups
through Cywain and training and skills development
through Food Skills Cymru.
One of the companies showcasing their
new range of vegan potted plant based desserts
was Daffodil Foods.
Director Lynne Rowlands said: “We have a
range of plant based chocolate truffle desserts,
which taste fantastically rich and indulgent with a
melt-in-the mouth silky texture. Made to a vegan
recipe in Wales to reduce food miles.
“Potted Plants desserts are naturally better
for you and better for the environment. Their
specialised heat treatment extends the shelf life to
reduce the risk of contributing to food waste. The
desserts are packed in glass ramekin jars with metal
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caps, which are currently more effectively recycled in
the UK than most plastics.
“BlasCymru/TasteWales provided us with
a great opportunity for us to showcase our sustainable chocolate desserts as well as our wider offer.”
Other companies at the event with new
products include Puffin Produce and their ‘Root
Zero’, the UK’s first carbon-neutral potatoes, and Old
Coach House Distillery with the world’s first alcohol
free distillery.
Huw Thomas, Managing Director of Puffin
Produce said: “The food system contributes up to
30 percent of global greenhouse gas emissions,
which are causing the planet to heat up faster than
ever before. We have to act now, so we’re on a
mission to become carbon neutral and farm in a
way that protects and regenerates our land, plants
and wildlife.
“Root Zero potatoes are certified carbon
neutral and grown using sustainable farming
practices to remove carbon dioxide, create healthy
soil and increase local biodiversity. We are hoping
that these sustainably packed products will start to
tackle the huge impact of the food industry on
climate change.”
Old Coach House Distillery Director,
Cameron Mackay said: “We are a family run
business, handcrafting Stillers – an award winning
range of alcohol free botanical drinks which are
copper pot distilled using the finest organic grade
herbs and spices, blended with Welsh spring water.
“Our cutting edge products are a perfect
fit for anyone looking for a healthier lifestyle,
adventurer or just a food and drink lover.”
There was also a chance to meet with
industry professionals who were able to advise
businesses on how to grow and accelerate with
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on-hand expert advice and knowledge at bespoke
zones which included Innovation, Skills and
Business, Cluster Network, Tourism, International,
Sustainability, Investor, and Advanced Manufacturing.
Welsh Government Rural Affairs Minister,
Lesley Griffiths said: “BlasCymru/TasteWales
presents a great opportunity for Welsh businesses to
showcase the very best food and drink products
made right here in Wales.
“I am incredibly proud of our fantastic food
and drink sector and for over 200 new products to
be developed, as we have dealt with the Covid-19
pandemic, clearly shows the resilience and
innovative spirit which runs throughout Welsh
producers.
“It has been a challenging time for everyone in the industry, but the response of our
businesses has been nothing short of magnificent.
“The Welsh Government will continue to
support the food and drink sector as we recover
from the pandemic and I look forward to seeing
more new products being made in Wales and
enjoyed around the globe.”
The two-day event, with key sponsor being
Princes Limited, took place at the International
Convention Centre (ICC Wales), adjacent to the
world renowned five-star Celtic Manor Resort in
Newport, south Wales on 27 and 28 October 2021.

For information about Food and Drink
Wales visit gov.wales/foodanddrinkwales
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Going Vegan or Plant-Based? Ashbury’s
checklist towards compliance
Pete Martin
Regulatory Director
Ashbury

T

he vegan and plant-based landscape is
continuing to change across the UK and EU
— sales of plant-based based food and drink
products increased by 49% between
2016 and 20201, and 22.9% of
Europeans now consider themselves to be flexitarian (someone
who eats vegan or plant-based
some of the time2).
Pete Martin, Regulatory
Director at product information
specialist, Ashbury, makes the
complex simple for innovators of
new plant-based products, and
shares the key areas of compliance
they must consider throughout their
new product development journey.
“From Beyond Meat and
Impossible to mainstream brands
such as Nestle looking at vegan
‘shrimp’ and ‘egg’, and Cadbury
looking at a vegan version of the
Dairy Milk bar, it’s clear there is a lot
of resource aimed at this expanding
area.
Consumers are embracing
this approach to food, and it rides
on the back of a number of concerns regarding
sustainability, ethics, perceived health benefits, and
environmental issues. The Dimbleby report, which
will help inform the National Food Strategy in the
UK, advocates consumption of more fruit and
vegetables, while the Farm to Fork Strategy in the
EU suggests a similar focus.
Vegan or plant-based?
• “The term ‘vegan’ refers to those who aim to
eliminate meat and dairy from their diets, but also
those who exclude any product (whether it’s food
or footwear) from their life if it’s contributed to
animal cruelty or exploitation.
• ‘Plant-based’ tends to refer to diets comprising of
foods derived from plant sources such as fruits,
vegetables, legumes and nuts – whether for
ethical reasons or in pursuit of the perceived health
benefits of this way of eating.
They are different in their scope and
appeal to consumers, who all have their own
position on the broad spectrum of vegan and plantbased diets and perception of what products fit.
Join the market
All food needs to comply with the
legislation in which the product is intended to be
marketed, regardless of the source of the food.
At one end of this market we have
innovators who are producing via microbial
fermentation using fungi, yeasts, bacteria, and other
micro-organisms (instead of animals) to those who
are replacing the ‘meat’ element with a plant
protein. New processes and techniques — and
indeed new sources of ingredients — may mean
that the food is ‘novel’ and must seek approval
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through the novel food process for the EU and now
for the UK too.
Some of this ‘novelness’ may not sit
readily with consumer perceptions of ‘vegan’ or
‘plant based’ as being an ethical or ‘healthy’ option.
What if the ingredients are derived from soy? Or
genetically modified elements are used in the
process?
Product information
Assuming the novel foods regulatory
hurdles have been passed, the product must be

if it’s clear to consumers that it doesn’t actually
contain cream, but in France, the word ‘creamy’
could be translated in a way that may mislead
consumers.
Health claims
‘Plant-based’ isn’t a synonym for ‘healthy’
and food manufacturers should be wary of making
bold claims about the health benefits of their
products. Controls on marketing and health claims
must still be observed and regulators are turning
their attention to the market also, in a bid to protect
consumers and to ensure a level
playing field.
Futureproofing
There is currently no legal
definition of what a ‘vegan’ product
is in the UK or EU, and even the
smallest of details — such as the use
of natural flavourings, or the type of
glue used on labels — can impact
some consumers’ decisions.
However,
the
Food
Information Regulation, which
covers the EU and the UK, has a
provision allowing the EU to add
further definitions as required. There
is now an ISO standard relating to
the definitions and technical criteria
for vegan and vegetarian goods.

safe, as per any typical food. The product needs to
be clearly marketed to sell and to give the consumer
sufficient information to make an informed choice.
Naming products or ingredients can be a
minefield for those unused to the legislation.
Reserved descriptions must be used and any
deviation from consumer expectation needs to be
made clear. For example, regulations state you must
indicate what a product is, not what it isn’t (so ‘no
chick’n’ or ‘XX – meat alternative’ would not be
compliant if used as the name of the food).
Dairy terms — milk, cheese, butter, and
yogurt — are protected and must only refer to
products derived from animals (with some
exceptions for things like butterbeans, peanut butter,
and custard creams). This has been reinforced
recently and we are now seeing phrasing like
“soya drink”, “almond fermented specialty with
raspberries” and “food slices made with coconut oil”.
Meat terms, however, don’t have the same high
level of legislative protections, although there have
been moves to try and afford those protections both
in the EU and in the US.
Using ‘alternative’ to indicate purpose may
be encouraged, though not in the name e.g. ‘milk’
in ‘milk alternative’ may not be compliant, however,
“a great alternative to milk when baking a cake”
could be accepted.
Any inaccurate or misleading information
can attract challenge and also undermine the
success of a brand.
Language and translation
Localising your product information for
new markets requires more than just a direct
translation too. ‘Creamy’ may be accepted in the UK
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Expert advice:
Be aware of the technical
requirements for your intended
product from conception to marketing. It must be
safe. Product information must be delivered
correctly and observe specific requirements like
dairy and compositional standards that impinge on
names, and the overall presentation of food
information must not mislead.
You need to consider your commitment to
vegan whilst ensuring consumers are kept safe
through precautionary ‘may contain’ allergy
information. You might not be able to claim vegan
if your products are made in a facility which handles
non-vegan ingredients (and therefore have
potential allergen risks), so if you’re unsure, do check
with an expert in product information.”
References:
1. https://www.vegansociety.com/news/media/statistics/worldwide
2. https://veganz.com/blog/veganz-nutrition-study-2020/
3. https://agritradenews.co.uk/news/2021/06/13/post-covid-consumers-moreconcerned-over-food-provenance/

www.ashbury.global
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Automation with robotics
increases production by
40% at BOLÇ
Fixed robots reduce workforce requirements by 20%

F

ormed in 1992, BOLÇ Bolu Chocolate
produces over 200 tons of chocolate items
each month, with over 800 product varieties
and 300 employees. The BOLÇ Bolu
factory covers an area of 20,000 square metres, half
of which is the production area, warehouses and
additional departments.
BOLÇ needed to meet its promise of
delivering chocolate products that are ‘untouched
by human hands’. Omron and Innovas joined forces
to commission a line of three Omron robots in the
packaging section of the factory’s production line,
with the aim of enhancing production quality and
reducing labour costs.
The challenge: Improving production
capacity and efficiency
Currently exporting to 13 countries, BOLÇ
wanted to increase their production capacity and
efficiency, improve its infrastructure and minimise

Omron also has considerable experience in pick and place applications for food products.
production errors.
Prior to introducing the Omron robots, the
chocolates were placed manually into dividers in the
packaging area. However, the company faces
seasonal variations in demand and as a result, sales
fluctuate on a daily basis and production levels need
to adjust accordingly.
Innovas is one of the leading integrators in
the food industry and the system integrator for the
project. Before the robots were commissioned,
Innovas analysed the filling time for the different
dividers that would be used when the line of robots
was established. The company also carried out
feasibility studies on issues such as whether robots
would be a suitable solution for picking and placing
the chocolates.
Innovas looked at the production capacity
required and the range of products to be used.
Based on the results, the firm developed the robot
application in conjunction with Omron while also
embracing the importance of BOLÇ developing a
culture of working alongside the robots.

As chocolate is a very delicate material, positioning and
a precise handling of the product is a must to ensure the
shape doesn’t deteriorate during the process
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Opting for the ideal solution
The integrator looked for a compact
solution for this project with the aim to supply everything from a single channel. Innovas has been using
Omron products for many applications over the
years, including programmable logic controllers and
servo systems, and knew that it could meet the
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criteria for the project. Omron also has considerable
experience in pick and place applications for food
products.
The type of products on the production
line vary and BOLÇ required the variations to be
arranged rapidly in the same style of box. Omron
therefore suggested its four-arm Quattro robot,
which is compact and has a unique kinematic
structure. This model was selected as it due to its
speed and flexibility, as well as its ability to cope with
the variety of products. Omron subsequently
recommended its PackXpert programme, which
utilises a wizard-based user interface and meets the
needs of applications in the packaging sector.
Omron has brought its innovations,
including its robots, together in the form of
i-Automation! – a concept based on developing the
intelligent, integrated and interactive automation
systems of the future. These systems will help
manufacturers to achieve higher levels of efficiency,
flexibility, safety, integration, quality and connectivity.
The robots pick and place the chocolates
into the dividers, saving time and minimising the
amount of labour required. The three robots work in
sync with each other as part of an integrated
system that includes visual inspection, safety and
the robotic systems. Because chocolate is a very
delicate material, it’s important that its shape
doesn’t deteriorate during the process. This
requires accurate positioning and a precise handling
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of the product.
The robots determine how many pieces
will be put into the system each day and enable a
repeatable quality and standard to be achieved.
Omron's PackXpert solution is user-friendly,
allowing faster and more efficient production to be
achieved by providing tasks to personnel that
are simple to carry out - even if they have no
experience with robotics.
The benefits: Putting the solution
into practice
How does the new system work in
practice? One person places the dividers on the
conveyor and another feeds chocolates through the
12 feed channels. There is also a final visual check
on the output of chocolates before they are sent to
packaging.
The chocolates are brought to the robots
via conveyors and a camera system checks their
arrangement. If the products are in the wrong
position, the robots capture them using a vacuum
system and arranges them accordingly.
In the packaging area, the three robots
place the chocolates into boxes and dividers. BOLÇ
has approximately 40 boxes of different sizes and
types. On a user-friendly screen, the operator
chooses the boxes to be filled and the appropriate
mechanical adjustments are made. The system has
four different chocolate feeding entry points for each
robot, where up to 12 different chocolates can be
stacked in four boxes at the same time.
The new robots have resulted in a 40%
increase in production capacity and a 20%
workforce saving. They have also enabled BOLÇ to
provide shorter deadlines to its customers. In
addition, the company has been able to re-route the
savings in manpower to non-automated areas of
the factory. Ultimately, the system has helped BOLÇ
to reach its required production quality
standards by minimising production errors and
enabling the company to provide quality, hygienic
products that are untouched by human hands to its
customers.
The future: Moving towards Industry 4.0
In the future, BOLÇ plans to increase its
production capacity by extending the number of
BOmron robots it uses on the existing line. The
company aims to complete its automation
processes by implementing similar projects, with the

BOLÇ chose the four-arm Quattro robot due to its speed and flexibility, as well as its ability to cope with the variety of
products.
ultimate objective of becoming a smart factory that
can comply with Industry 4.0 principles.
BOLÇ Chocolate Vice Chairman, Deniz
Aksoy, comments: “Innovas and the Omron robots
met all of our expectations. Due to their meticulous
approach during the analysis, we have increased the
efficiency of the line in a short period of time.
“This investment is an important step
towards our goal of the transition of our factory to
Industry 4.0. Through this project, we have transformed one of our business processes by
automating it. This has provided a good start that
will help us to apply concepts such as the Internet
of Things and Industry 4.0 as we move towards the
full automation of all our processes in the future.”

As a leading company of automation centred on its proprietary Sensing & Control + Think technologies, OMRON
Corporation is engaged in a wide range of businesses,
including control equipment, electronic components, social systems, healthcare, and the environment. OMRON,
founded in 1933, has approximately 30,000 employees
worldwide and provides products and services in approximately 120 countries and regions. In the field of industrial automation, OMRON supports manufacturing
innovation by providing advanced automation technologies and products, as well as through extensive customer
support, in order to help create a better society. For more
information,
visit
OMRON's
website:
www.industrial.omron.eu.

omron

www.industrial.omron.co.uk/en/home
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SIG unveils next
generation
food and
beverage filling
technology

S

IG presents its next generation filling
technology – a technical masterpiece that’s
packed with advanced innovation to
optimally equip the food and beverage
industry to meet today’s requirements, while at the
same time offering all the capabilities to meet
future challenges.
SIG NEO, making its debut with the
innovative combivita family-size pack, is the centrepiece of SIG’s next generation platform and the
world’s fastest filling machine for family-size carton
packs with up to 18,000 packs per hour. SIG NEO
has best-in-class sterility rates and reduced
consumption of resources – all adding to improved
total cost of ownership and a 25% lower carbon
footprint compared to SIG’s current generation filling
machines for family-size carton packs.
SIG’s latest filling technology innovation
puts the future needs of food and beverage
producers at the forefront to optimize output while
helping to minimise costs.
Stefan Mergel, Senior Product Manager
Equipment at SIG: “Food and beverage producers
have tight deadlines, production and profitability
goals, plus sustainability targets and countless KPIs
to meet. To fulfil all their needs, we’ve built a worldclass system that’s far more flexible and efficient
than any other on the market, with industry-leading
sterility rates. Driving down costs while reducing its
carbon footprint, our new filling technology is better
for both business and the environment – an
exceptional breakthrough for aseptic filling
machines.”
SIG developed SIG NEO to deliver on six
core areas:
Profitability: with longer production runs, shorter
cleaning times, exceptionally low waste rates and increased technical efficiency, SIG NEO is designed to
deliver long-term savings and a highly competitive
total cost of ownership.
Efficiency: highest speed and efficiency with an output of up to 18,000 packs per hour for family-size
packs. 50% higher output compared to current generation machines but with same manpower. Unique
100+ hour run cycles, fully automated clean-inplace solution from magazine to discharge and
quickest and world-class cleaning results.
Quality: best in class sterility rates with SIG’s innovative 360-degree sterilizing solution, plus an innovative transport system (SIG ZOOMER) that stays
within the aseptic chamber.
Ease of use: highly intuitive user interface and a refined User eXperience [UX] (SIG CRUISER).
Flexibility: SIG has taken flexibility a step further and
SIG customers can now set up the filling speed to
suit production plans: either 12,000, 16,000 or
18,000 packs per hour. Automatic volume change
in less than 10 minutes to run 500ml, 750ml or
1,000ml pack sizes. Ultimate product flexibility with
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the capability for
product changes
during production runs.
Carbon
footprint
reduction: lower carbon footprint
thanks to improved waste rates and reduced use of
utilities H2O2, compressed air and water (30%
lower overall utility consumption), 60% water
reduction and 25% reduction in greenhouse gases
from filling and packaging process per filled pack.
SIG NEO provides operator independence
via automatic cleaning and a built-in smart asset
management system. It is intuitive to operate and
will link seamlessly into any factory set up.
Perfectly complementing SIG NEO is SIG
PACER, a new fully automated sleeve magazine
powered by a robotic arm that works alongside
customer teams to do the heavy lifting. SIG PACER
takes care of detecting, gripping and opening
corrugated boxes containing customer’s carton
sleeves. Feeding the sleeves into the filling machine,
SIG PACER maintains one full hour of autonomous
production, with a complete pallet feed. This
innovation sets the pace for SIG’s next generation
filling line.
Finally, SIG CRUISER completes the trio of
the next generation filling technology from SIG – this
new user interface (Human Machine Interface –
HMI) makes the entire new filling line easy to operate. The highly intuitive SIG CRUISER enables SIG
customers to easily set their complete production
process and is designed to make life much easier
for the operator, while reducing the need for
training and experience. SIG CRUISER’s user
interface operates the entire filing line end-to-end, to
show KPIs in an intuitive way.
Additional information:
How does SIG NEO work?
• The carton sleeves, which are pre-printed with the
customer’s design and already sealed along the
longitudinal seam, are fed into the six-track filling
machine.
• The sleeves are pre-formed into a package shape
and the closures are applied via a new integrated
ultrasonic closure applicator, eliminating any need
for glue to reduce cost and lower carbon footprint.
• Top and bottom of the packs are pre-folded at the
predefined creasing lines.
• An innovative 360-degree solution sterilises the
inside and outside, including the closure, of the
entire pack to deliver best-in-class sterility rates.
• Bottom of the pack is sealed using an ultrasonic
technology.
• Sterilised packs are transported into an overpressured aseptic chamber where the beverages,
which have already been sterilised in UHT units,
are filled into the carton packs. New servo-driven
filling station guarantees highest filling accuracy.

November 2021

SIG’s next generation filling technology
is a technical masterpiece that’s packed with
advanced innovation to optimally equip the food and
beverage industry to meet today’s requirements, while at
the same time offering all the capabilities to meet future
challenges.
© SIG
• The innovative transport system, SIG ZOOMER,
stays within the aseptic chamber to add to firstclass sterility rates.
• Top of the carton pack is sealed using the same
ultrasonic sealing technology as the base of the
carton, making it easier for customers to adjust and
control the process.
• The upper side flaps are pre-heated by hot air and
sealed to the pack. The carton pack is now tightly
closed and the product is safely protected.
• Filled carton packs are then fed out from the filling
machine.

www.sig.biz
SIG is a leading systems and solutions provider for
aseptic carton packaging. We work in partnership with
our customers to bring food and beverage products to
consumers around the world in a safe, sustainable and
affordable way. Our unique technology and outstanding
innovation capacity enable us to provide our customers
with end-to-end solutions for differentiated products,
smarter factories and connected packs, all to address the
ever-changing needs of consumers. Sustainability is
integral to our business and we are going Way Beyond
Good to create a net positive food packaging system.
Founded in 1853, SIG is headquartered in Neuhausen,
Switzerland. The skills and experience of our approximately 5,900 employees worldwide enable us to respond
quickly and effectively to the needs of our customers in
around 70 countries. In 2020, SIG produced 38 billion
carton packs and generated €1.8 billion in revenue. SIG
has an AA ESG rating by MSCI, a 13.4 ESG Risk Rating
(low risk) score from Sustainalytics and a Platinum CSR
rating by EcoVadis. For more information, visit
www.sig.biz
For insights into trends that drive the food and beverage
industry and inspire us to innovate, visit our SIGnals blog:
https://www.sig.biz/signals/en

sig
www.innovationsfood.com
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Automation a key
contributor to
addressing food
industry’s chronic
labour shortages

T

he food trade media is full of reports of the
serious labour shortages that the industry is
currently facing. The scale of the issue has
even brought the topic into the national
media as companies throughout the food supply
chain battle to come to terms with what is effectively a ‘perfect storm’. Brexit, self-isolation due to
the coronavirus pandemic, Government policy and
a general lack of training and recruitment have all
contributed to a situation that has been dubbed by
the Scottish Association of Meat Wholesalers
(SAMW) as putting the UK meat supply ‘in serious
danger of collapse’.
Nor is the issue confined only to meat. A
recent report from the Association of Labour
Providers (ALP) found that over three quarters of
food and drink businesses anticipate experiencing
labour shortages at chronic levels in 2021. This is
not only employees directly involved in food
production but also in the logistics sector where
driver shortages have regularly made headlines in
the national press.

Against this backdrop, the need for
automation has never been greater. While
automating food processing operations is obviously
not a panacea, it can contribute significantly in
helping to ensure that the UK’s retail shelves stay
well stocked.
One of the areas in which the greatest
benefits can be realised is end-of-line since this is
typically an aspect of processing which is labour
intensive, with hand packing still a common feature
in many UK food operations. Interfood represents
Buhmann in the UK and Ireland through its
dedicated Packing Solutions Division. A good
example of how investing in machines can reduce
the reliance on head count is the SERVOFEED
PF200, a conveyor for the automatic collating and
stacking of packs. The PF200 requires only one
operator to fulfil an activity that would normally
involve 2-4 people. Quick and easy to install, it can
stack at speeds of up to 140ppm, in a compact
machine with a small footprint that offers a spacesaving solution for any packing area.

Similarly, Buhmann’s SERVOWRAP C500
offers high speed, fully automatic wraparound
packing that builds solid or corrugated cartons, trays
and tray/lid combinations from pre-glued or flat
blanks. It delivers up to 25 cartons/min or 500
products/min and can be integrated with other
product feeding systems as part of a fully automated
end-of-line packing solution.
Sam Cartwright is the manager of
Interfood’s Packing Solutions Division. He
comments – “There has been a trend towards
automating end-of-line operations over the last few
years but with the scale of the issues surrounding
labour shortages, this has ramped up significantly in
recent months. By assigning some of the more
repetitive processes to integrated automated
packing machines, operators can be freed up to
undertake more valuable tasks. We are not
advocating automation as the complete solution but
its role is brought into sharp focus at a time when
the industry is battling to recruit and retain sufficient
numbers to meet the nation’s demand for food.”

Interfood celebrates record award win

I

nterfood Technology has made it a record four
wins in the ‘Best Equipment/Machinery
Supplier’ category following the presentations
at the 2021 Meat Management Industry
Awards. The company had received the same
accolade three times previously, including most recently in 2017, in addition to receiving several other
awards since the company’s formation in 1999. This
2021 win marks a significant milestone, with
Interfood becoming the most prolific winner in the
award category’s history.
Following the online virtual ceremony held
in 2020, it was back to a live event with the awards
presented at a Gala Dinner held at the Hilton
Birmingham Metropole on 9 September. Interfood
Group Operations Director Rob Unwin commented
– “It was an excellent evening, made all the more
special by seeing so many from the food industry
in the same room once again. It is important to
celebrate and recognise best practice in the various
facets of food production and the delight at being
able to do that in the flesh was clear to see.”
Jim Sydenham, MD of Interfood, added –
“It’s always an honour to be recognised by your
peers, particularly in what has undoubtedly been
one of the most challenging years ever for the food
industry. Teamwork has never been more important
and I’d like to thank all the members of the

www.innovationsfood.com

Rob Unwin, Group Operations Director of Interfood
Technology, receives the Best Equipment/Machinery
Supplier Award from Bill Jermey, Chief Executive of the
FTC (left) and Awards host Kevin Keegan (right)
Image supplied courtesy of Meat Management
dedicated Interfood team, along with our partnering companies, who have worked tirelessly to
ensure that we can continue to support our customers. We, like many in the food supply chain,
have had to think about how to do things differently,
adapting and learning along the way to enable us to
continue to meet the challenges head on. Those
challenges have not gone away but the awards

November 2021

clearly serve as an excellent reminder that we have
a dedicated and resilient industry of which we can
be proud.”
The Awards are designed to recognise
exceptional performance across the whole UK
industry and were hosted by football legend Kevin
Keegan. Over 300 guests attended the event which
saw winners announced in 20 categories - a mix of
product, company and individual awards – including
Dunbia who took the title ‘Manufacturer of the Year’
which was presented by Interfood.
The ‘Best Equipment/Machinery Supplier’
category was this year presented in partnership with
the Food & Drink Training & Education Council
(FTC) and Bill Jermey of the FTC was on hand to
co-present the Award with Kevin.

www.interfoodtechnology.com
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First Mill E3
set to
revolutionize
the
milling
industry
B

ühler has announced a transformative
moment in the history of flour milling with
the opening of one of the most high-tech
mills on the market. Mill owner Whitworth
Bros. Ltd., the UK’s largest miller, is reaping the
benefits of the Mill E3’s technological and digital
capabilities.
At the heart of the Mill E3 lie more than
15,000 data points collecting information on all
aspects of the production process. It is the volume
of data being analyzed, along with the cutting-edge
application of blockchain technology, that will
enable the most efficient, transparent, and consistent production possible, and therefore the highest
quality product.
The new plant, built for the UK’s largest

miller Whitworth Bros. Ltd., is situated in the north of
England at Whitley Bridge in Yorkshire. The opening
of the first Mill E3 is a key staging post in the
journey to the SmartMill. The data generated and
analyzed at the Whitley Bridge plant will drive the
evolution of milling technology from the current data
assisted mill into a plant capable of using its own
process parameters in a closed loop to optimize
production. This development of the self-adjusting
mill will be the precursor to the SmartMill.
From vision to reality
According to Roman Sonderegger, Head
of Business Unit Wheat & Rye at Bühler, the Mill E3
has today turned from a vision to reality. The
Whitworth Bros. mill is set to impact the entire

The new plant, built for the UK’s largest miller Whitworth Bros. Ltd., is situated in the north of England at Whitley Bridge
in Yorkshire.
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milling industry by redefining future digital services.
“This is a very significant project for Bühler that
allows us, for the first time, to gather so much new
data on the milling process, while also giving us the
opportunity to collaborate with Whitworth Bros.
as we work closer towards the creation of the
SmartMill,” says Sonderegger. “This is also momentous in working towards our corporate target of
cutting energy, water, and food wastage by 50% in
our customer value chains by 2025.”
The opening of the Mill E3 is the culmination of nearly two decades of close cooperation between Bühler and Whitworth Bros. “Bühler is
excellent at building flour mills and we are pretty
good at running them,” explains Mike Peters,
Managing Director of Whitworth Bros. “We can
feedback observations in real time conditions in
which we are dealing with client expectations and
production pressures. Running and maintaining a
mill is very different from building one.”
The Mill E3 in action
The concept of the Mill E3 centers on the
idea of using modular “plug and play” installation of
milling equipment to cut the installation time by up
to 30%. It also cuts building costs by reducing the
volume of the mill. Mills can significantly reduce their
running costs thanks to energy efficient equipment
and making full use of digital services.
The Arrius fully integrated grinding system,
a key component of the Mill E3, provides lower
energy consumption, faster installation, along with
the highest food safety standards, reliability, and
optimum grinding performance. At the Whitley
Bridge plant, the Arrius grinding technology has
been used at scale for the first time. “The wheat
coming into the mill is first checked by online
sensors to establish its key parameters,” explains
Andrew Thomson, Technical Miller for Whitworth
Bros. “But then the sensors in the Arrius rechecks
and controls the distribution of the feed, which
allows the grinding system to adapt again to the

www.innovationsfood.com
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New beer bottling
line with high
capacity process
cooling from ICS
Cool Energy

I

Andrew Thomson, Technical Miller for Whitworth Bros. Ltd., Mike Peters, Managing Director of Whitworth Bros. Ltd.,
and Roman Sonderegger, Head of Business Unit Wheat & Rye, Bühler Group (from left to right)
changing characteristics of the wheat at the point of
milling. It is this unique usage of sensor technology
that ensures optimal grinding parameters are
achieved at all times.”
The layout of the mill is designed for
optimal performance with easy equipment accessibility for maintenance. Preassembled and tested
blower modules are designed for quick “plug and
play” installation. They are housed in containers
outside the building enabling the most efficient
pneumatic transfer of product throughout the plant.
Digital solutions to help deliver targets
Sensors feed data every few seconds to
Bühler Mercury Manufacturing Execution System
(MES) to facilitate control of every aspect of the
mill’s internal workings and to the IoT platform
Bühler Insights where algorithms compare past and
present production and process parameters. This
ensures the mill is always operating at optimal
efficiency to achieve the most consistent highquality product achievable.
“What is most exciting about the technology is that it provides the operator with data in real
time, which enables the miller to take key and
well-informed decisions about the plant,” explains
Peters. “We feel at Whitworth Bros. that we are
pioneering and what we need to understand
through the 15,000 data points are the optimum
machine parameters required to ensure the
continued manufacturing of high-quality products
using digital technologies. Once that is defined
accurately you can then be more exact in the way
you set up your mill process and further push your
process capabilities.”
Other service modules used in the Mill E3
include for instance the Temperature and Vibration
Management Service (TVM), Yield Management
System (YMS), Error and Downtime Analysis (EDA),
Overall Equipment Effectiveness (OEE) and Replay.
Together these provide continual data feeds on
machine and process trends, potential maintenance
issues and how machine performance relates to
quality and efficiency.
“The SmartMill services are like having a lot
of Lego bricks available and you, as a miller, pick
whatever you need to deliver against your needs
and your targets,” explains Sonderegger. “What is
most exciting about this journey is that we are only
at the beginning and all the data we are gathering
will allow us to come up with new ideas and with
new services to optimize and help our clients
around the world.”
Blockchain transparency
Another key feature of the Mill E3 is
the development of a seamless interface from
laboratory systems to Bühler Mercury MES and
Bühler Insights and then on to Whitworth clients
through blockchain in the future. Currently in

www.innovationsfood.com

development, the blockchain application will enable
the secure transfer of data to clients providing
transparency around the exact process parameters
being used in the milling of their product.
The vision is that blockchain will reduce the
need for such frequent sampling and laboratory
testing as clients access production parameters in
real time as part of the product certification process.
The key advantage of blockchain is secure data
collection and storage allowing for highest data
security and transparency. In the end, it will enable
a consistent, retraceable and food safe product.
“We are currently working with Bühler to
ensure that all the data we are observing on the
blockchain system aligns with our laboratory data
before we go live with blockchain with our clients in
the future,” explains Thomson.
Blockchain has yet undiscovered potential.
Future application of blockchain could include using
sensors in vehicles to monitor time taken, ambient
temperature and other safety processes. It could be
used to monitor equipment performance as a form
of smart insurance or to improve traceability.

www.buhlergroup.com

Bühler is driven by its purpose of creating innovations for
a better world, balancing the needs of economy, humanity, and nature.As a relevant solution partner for the food
and mobility industries, Bühler is committed to reduce
energy, waste, and water in its customers’ value chains
by 50% by 2025. Billions of people come into contact
with Bühler technologies as they cover their basic needs
for food and mobility every day. Two billion people each
day enjoy foods produced on Bühler equipment; and one
billion people travel in vehicles manufactured using parts
produced with Bühler technology. Countless people wear
eyeglasses, use smart phones, and read newspapers and
magazines – all of which depend on Bühler process technologies and solutions. Having this global relevance, Bühler is in a unique position to turn today’s global challenges
into sustainable business. Bühler contributes to safely
feeding the world and is doing its part to protect the climate, producing solutions that make cars, buildings, and
machinery more energy efficient.
Bühler invests up to 5% of turnover into research and de-

buhler group
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CS Cool Energy, an international market leader
specializing in complete temperature control
solutions for manufacturing process and facilities
applications, today announced the successful
installation of a new process cooling system at
one of UK’s leading multinational breweries.
The system will deliver 1.2MW of process cooling to
the new beer bottling plant line and features
CS Cool Energy Imperium chiller with a near-zero
global warming potential (GWP) R-1234ze
refrigerant.
For their latest expansion project involving
a brand-new beer bottling plant, the brewery was
looking for a non-ammonia-based cooling line that
would be able to supply steady low-temperature
process cold with the utmost attention to sustainability. ICS Cool Energy responded with a complete,
turnkey installation that could deliver safety, cost
efficiency and performance the customer needed,
with low environmental impact of an HFO refrigerant.
“Breweries, as well as other food and
beverage and dairy manufacturers must live up to
a plethora of standards and regulations related to
the quality of the end products – all adding to the
Total Lifecycle Cost of their investments,” said Dave
Palmer, general manager for the UK and Ireland at
ICS Cool Energy. ”While Ammonia has been
traditionally common in food and beverage
processing applications, with HFO we are now able
to offer new ways of providing quality, highperforming and sustainable process cooling – at a
much lower cost.”
ICS Cool Energy came up with a modular
approach, designing a system consisting of the
Imperium air-cooled screw chiller capable of
delivering 1.2 MW of capacity and supplying return
cooling fluid at 0°C temperature. The modular
system installation allows the brewery to duplicate
it and create a complete stand-by system for
contingency in case of any failures.
“With this project, sustainable operations,
cost efficiency and strict timelines were crucial,” said
Will Coles, senior sales engineer – Industrial at ICS
Cool Energy. “We had to guarantee making the
system operational by a certain date to allow the
brewery to kick off the production. The Imperium
system we selected is the largest unit in that range,
delivering high capacity at low noise, with ultra-low
GWP. It allowed the customer to contain their costs
without compromising on other critical factors.”
The Imperium units feature ultra-low GWP,
hydrofluoro-olefin (HFO) R-1234ze refrigerant,
which in chillers can outperform ammonia even by
25% according to the energy efficiency ratio (EER)
analysis. R-1234ze is mildly flammable and
non-corrosive in comparison to ammonia, which is
toxic and, if leaked, can pose serious risks to human
health and food and beverage operations.
Additionally, the HFO-based cooling systems are
more cost efficient thanks to standard design,
production and components that allow for routine
maintenance. Ammonia requires expensive
stainless-steel piping to withstand its corrosive
properties, additional maintenance and special
devices mounted to monitor the safety of the
system.
For more information on ICS Cool Energy
complete process temperature control solutions,
please visit https://www.icscoolenergy.com/
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Switch from oil to liquid gas serves
up big savings for Tracklements

A

leading British condiments maker,
Tracklements, has boosted its production
capacity and enhanced its environmental
credentials by switching its energy supply
from oil to liquid gas from Flogas. The move to
modern, efficient liquid gas-fired Fulton VSRT steam
boilers is expected to cut the company’s costs by a
significant 21%, whilst also reducing carbon
emissions by almost 25% and nitrous oxide (NOx)
levels by 75%.
The Wiltshire-based company has been
making condiments for more than 50 years and has
an extensive range of over 60 artisan products, from
mustards, ketchups and sauces to pickles, chutneys,
jams and jellies. All ‘handmade in small batches’
using natural ingredients, these are made in unique
jacketed steam cooking pans that mimic traditional
homemade methods, and for the last 40 years they
have been powered by two Kerosene oil-fired
steam boilers.
“We needed to increase our steam
capacity to support the continued growth of the
business,” said Ben Read, Operations Director at
Tracklements. “But we’re also fully committed to
improving our environmental footprint, so we
wanted to move away from the higher carbon
footprint which oil represents. By replacing our
ageing oil-fired steam boilers with the latest liquid
gas-fired VSRT models we’ve not only increased our
steam capacity by 100%, but we’ve also cut costs
and significantly reduced our carbon emissions in
the process. This was a major factor in our decision,
as Tracklements continues to work tirelessly towards
our goal of planet-friendly products.”
Having worked with Fulton for over 40
years, Tracklements looked to them to specify a
cutting-edge system that would help minimise its
environmental impact. Fulton also recommended
Flogas as a liquid gas supplier – one that could
provide a reliable supply and trusted on-going
service. Flogas and Fulton partnered to deliver
Tracklements a full turnkey, end-to-end energy
solution that also included all necessary ancillary
equipment as well as service and training contracts.
Commenting on the project, Jeff Byrne,
aftercare and business development manager at
Fulton said: “By modernising their steam raising
equipment and changing their fuel type to liquid
gas, Tracklements can expect an impressive 21%
financial saving and a near 25% reduction in
carbon emissions. These cost savings are based on
current gas oil prices before the planned withdrawal
of tax relief on red diesel in April 2022, so looking
forward they’re actually far more favourable. Cost
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 limited
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As ‘Experts in Energy’, Flogas has more than 35 years’
experience in providing tailored energy solutions to
commercial, industrial and domestic customers across
the UK. From Liquefied Petroleum Gas and Liquefied
Natural Gas to propane enrichment of biomethane – the
company delivers high-performance, reliable, costeffective energy solutions to suit customers' exact needs.
www.flogas.co.uk/business

flogas britain ltd
November 2021

Based in the heart of Wiltshire, Tracklements has been
making award-winning artisan condiments for over 50
years.Along with chutneys, relishes, pickles and sauces,
The Tracklements range includes ketchups, jellies,
salsas, mustards, fruit cheeses and Charcuteriments. It
uses only the very best quality, natural ingredients, and
works with British famers and spice growers from all
around the globe to ensure the Tracklements products
taste as good as the best homemade versions. For more
information visit www.tracklements.co.uk

tracklements
www.innovationsfood.com
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and carbon savings can also significantly increase by
up to 30% when combined with the potential
steam system efficiency savings by running the
latest fully-modulating, high-turndown liquid gas
boilers. What’s more, our liquid gas-fired VSRTs will
help minimise other pollutants, with NOx levels
projected to reduce by 75% compared to the
previous oil-fired steam boilers.”
Tracklements has a strong environmental
policy and holds ISO 14001 certification for its green
credentials. “We’re constantly looking at ways we
can enhance efficiencies and minimise the
environmental impact of our artisan manufacturing
process,” continued Ben Read. “We’re really glad to
have now made a great step in that direction.

Liquid gas is also more reliable for our business. Our
tanks are fitted with auto-ordering technology, so as
soon as they hit 40%, it triggers a re-order. It’s great
peace of mind and leaves us able to focus on
making great green condiments.”
Jude Hurley, Business Energy Manager at
Flogas added, “This is a great example of how a
simple switch from oil to liquid gas can have a major
impact, logistically, financially and environmentally.
Not only will the company benefit from a more
efficient, reliable fuel with fewer emissions, but it
is also setting itself up perfectly for a seamless
transition to renewable green gas in the future.
Bio-propane is chemically identical to liquid gas, so
when the time comes for Tracklements to become
carbon neutral, it can be simply dropped in without
any changes to equipment or infrastructure. It’s an
energy solution that’s truly fit for the future.”

www.flogas.co.uk/business
www.tracklements.co.uk
www.fulton.co.uk.
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How clean is your closed equipment?
SEEPEX hygienic pumps meet the
highest food hygiene standards

T

he SEEPEX EHEDG-certified progressive
cavity pump range was born to meet food
industry demands for equipment that
adheres to strict safety and hygiene
requirements without compromising product
quality. This range, the BCFH, was the first hygienic
progressive cavity (PC) pump to be certified by the
European Hygienic Engineering and Design Group
(EHEDG) under its revised testing process.
This certification guarantees residue-free
cleaning at a lower temperature, with both lower
chemical concentrations and a shorter cleaning
time than is normal for other clean-in-place (CIP)
procedures used in the food industry. As well as
giving end-users peace of mind that their closed
equipment is microbiologically clean, equipment
designed to this standard typically requires 76% less
cleaning time, saving on water, detergent and
energy.
High cost of poor hygiene
Product safety is a key concern for manufacturers across a variety of industries, including
pharmaceutical, chemical and food & drink.
Contamination by micro-organisms such as
bacteria, moulds and yeasts is an ever-present risk.
Therefore, effective hygiene and cleaning regimes
are essential to prevent the build-up of microbes in
the processing environment, particularly in closed
systems. The financial impact of ignoring this threat
is significant – the Association for Packaging and
Processing Technologies puts the average cost of a
recall for a food company at $10m or more in direct
costs, business interruption, brand damage and lost
sales.
Likewise, it is essential that adherence to
safety and hygiene does not adversely affect the
quality of a product. The challenge, therefore, is
designing cleaning regimes and equipment that
provide the best possible hygienic solutions to
ensure product safety without comprising on
quality. This is exactly what the SEEPEX BCFH pump
range has been designed to achieve.
Meeting tough standards
The test methods for EHEDG certification
are extremely rigorous. In order to meet the required
standard, BCFH pumps were used to process food
that had been inoculated with microbes. The
pumps were then cleaned at a lower temperature
than is normal for standard CIP, before being
stripped down and tested, to ensure every microbial
trace had been removed.
Changes to the EHEDG certification

process in recent years have made the test even
more rigorous, as well as more transparent.
Certification is now only valid for five years, and
results are also reviewed by independent EHEDG
inspectors, in addition to those that carry out the
original tests. The current testing procedures
guarantee that certification continues to provide
end-users with complete confidence that the closed
equipment they are using meets the highest
possible level of hygienic design.
Ensuring brand reputation
As an established supplier of hygienic PC
pumps for a wide range of applications involving
product transfer with high-care requirements,
SEEPEX understands that food processors must be
able to rely on the hygienic credentials of their
equipment to produce safe, high-quality products.
Not only does this help to reduce waste and lower
production costs, it also protects both public health
and the brand’s reputation.
Hygienic pump design must consider not
only the materials used to build the pump itself, but
also its cleanability, including surfaces and rotating
components. To ensure effective cleaning using CIP
there must be no areas that are structurally difficult
to clean and no food or microbial residues remaining after cleaning, as these will contaminate
subsequent production. Automated product transfer
must also be possible without any detrimental effect
on product quality, either physically or microbiologically.

SEEPEX’s EHEDG-certified pumps with enhanced internal design ensure residue-free cleaning
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Preserving product integrity
Thanks to their low shear action, SEEPEX
PC pumps maintain a product’s physical quality;
even sensitive products such as yogurts, cream
cheese, whipped cream or other colloidal mixes.
Equally, they can efficiently pump viscous and sticky
products, as well as those containing soft solids such
as fruit or vegetable pieces. Furthermore, when used
for dosing, PC pumps produce a low pulsation flow
that has linear proportionality to the pump speed,
allowing for easy calibration and greater accuracy.
This maintains product quality, even when using a
variable raw material.
In addition, the use of PC pumps can help
manufacturers to lower their production costs.
Alternatives such as rotary lobe or twin-screw pumps
create shear, which affects consistency. Additives are
then needed to compensate for this shear to
ensure that sensitive products, such as yogurts,
regain their original consistency. Food producers
using low shear PC pumps do not need to add
costly additives downstream to restore product
texture and appearance.
Increased cleaning abilities
All SEEPEX hygienic PC pumps have a
special surface finish and are designed to be deadspace free to prevent product from collecting in the
pump. However, their hygienic BCFH pump range
has a titanium flexible rod as the rotating unit, which
is corrosion resistant and low maintenance.
Containing no joints, the rotating unit is detachable
from both the rotor and the plug-in drive shaft,
making maintenance easier.

www.seepex.com
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Seagarden orders further GEA spray dryer
and adds GEA OptiPartner software solution
A

s a direct result of increased demand, the
Norwegian-based Seagarden, a major
producer of fish-based collagen-peptide, has
ordered another FSD® Spray Dryer from technology
group GEA. The first installation of the GEA FSD®
dryer with a capacity of 350kg/h in 2019 was a
catalyst for growth. This prompted Seagarden to
plan the installation of a further dryer with an
increased capacity of more than double. In addition,
Seagarden ordered the GEA OptiPartner software
solution. The GEA FSD® dryer is scheduled to go
into production in Q3 2022.
Fish-based collagen-peptide is a hydrolysed form of collagen extracted from the skins of
wild cod and an important ingredient for the food,
beverage and cosmetics industries. Prior to working
with GEA, Seagarden transported each batch of
liquid feed to a toll manufacturer in Sweden – some
1000km away – where a GEA dryer was used to
convert it into a preserved and easily transported
and marketed powder.
GEA FSD® Spray Dryer ensures consistency
and quality of product
Since bringing the process in-house, the
company has seen a wide variety of benefits – from
controlling the process to improving efficiency to
enhanced sustainability and reduced transport costs.
Going forward, the existing dryer will also be utilized
for Seagarden’s other fish-based product ranges,
including powders used in the food and beverage
industry – bringing greater control over production
across its portfolio. Combining spray- and fluid-bed
drying, the FSD® is designed to provide optimum
drying efficiency and best product quality in

agglomerated powders, ensuring consistency and
quality of product.
“With the proven success of our first
collaboration with GEA, which began back in 2018,
we knew we were getting a true partner in production,” said Rune Paulsen, CEO of Seagarden. “Our
first Spray Dryer installation not only drove our
business forward in terms of capacity, but also
impressed our customers, who experienced firsthand our willingness to invest in the future of this
industry. GEA has been with us side-by-side
throughout. The new dryer with advanced software
will enable us to further enhance our service to our
customers and also to ensure we are fully prepared
for the next phase in our growth.”
Software enhancements will drive
further efficiencies
In addition, Seagarden has ordered GEA
OptiPartner, a software solution that combines GEAs

process design and operation know-how with
remote service and plant monitoring to achieve
continuous improvement of plant productivity. The
software functions as an additional layer on top of
the existing control system to maintain optimal
performance. It utilizes advanced technologies in
the fields of machine learning algorithms and
digital twinning to control real-time optimizers. This
ensures improved stability and efficiency of the
process.
Morten Lykke Poulsen, Area Sales Manager
at GEA commented: “GEA OptiPartner is a dynamic
model that is fully integrated into the control system
to continuously monitor and adjust process parameters at intervals of every 10-15 seconds. It is like
always having an extremely perceptive pair of eyes
on your line, which are also capable of seeing into
the near future, providing advanced predictive
capabilities that deliver process stability and
optimization. This, in turn, enables production staff
to focus on overall production conditions and other
important value-added operational tasks. For
Seagarden, GEA OptiPartner will add considerable
value as the company scales up operationally, and
we are proud to be continuing our excellent
working partnership.”
GEA at Fi Europe in Frankfurt, Germany
GEA’s wealth of experience in the food
ingredients’ sector delivers a variety of direct
benefits. A possibility to meet the experts in this area
will be during the international fair Fi Europe in
Frankfurt, which will take place from November 22
– December 2, 2021 (virtual and in person/hall 3.1,
booth 31H100).
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X-ray inspection system
Dymond DSV: double detection
performance through a smart split

W

ith the two side shooters Dymond
DSV and Dymond D Monoblock,
Minebea Intec presents two new
products for its premium portfolio in
the field of horizontal X-ray inspection. As the
leading provider of weighing and inspection
solutions, Minebea ensures the highest quality with
its solutions – thanks to innovative technology.
Both the Dymond DSV and the new
Monoblock option of the renowned Dymond D are
destined to become critical control points for
quality assurance in the food, beverage and
pharmaceutical industries. Having full control of all
packaged products provides a valuable opportunity
to reliably detect foreign objects such as pieces of
glass, stones, metal foil or plastic parts to avoid
contaminated product reaching the customer. With
the new models, Minebea Intec offers its customers
a tailored solution for a wide range of applications.
Dymond DSV – clever details that pay off
The Dymond DSV impresses users with
multi-sided radioscopy of the products – with just a
single X-ray source. The system can look for foreign
objects in a food tin, for example, at a rate of up to
650 pieces per minute. The natural expansion of
the X-ray beams is used with this ‘dual split view’
(DSV) method. The X-ray image of the product is
captured both when it enters and exits the radiation
cone. The X-ray inspection system generally detects
even the smallest foreign objects measuring up to
1 mm in the event of perspective uncertainties,
such as in rounded glass bottoms or at the edge of
a container in the case of tall, standing products, and
it excels whilst boasting compact dimensions. This
allows the system to be optimally integrated into
existing production facilities. With the Dymond DSV,
one of the first products in the world with this
technology, users gain double benefits: the
precision and accuracy of two X-ray beams with the
maintenance commitment of a simple, single-beam
solution. Owing to its reduced technical complexity,
the Dymond DSV requires simpler maintenance.
Cleaning is just as easy: like the other
models in the Dymond series, the device is
manufactured according to the specifications of the
hygienic design. That means it's easy to clean and
features fewer edges or folds in which residues can
build up. This is underlined by the protection class
IP65. The use of resilient materials also means
greater resistance to strong cleaning agents. This
pays off for the user, as cleaning requires less time
and fewer cleaning agents, thus saving them
money. However, the Dymond DSV is not the only
new product in the range; another model is now
available as well.
Dymond D Monoblock – the ‘cool’ update to
the Dymond series
Minebea Intec presents a new monoblock
option for the X-ray inspection solution Dymond D.
This options eliminates the need for active water
cooling and therefore guarantees easier installation
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production processes, all side shooters of the
Dymond series are available with Ethernet, OPC-UA,
Modbus and SPC@Enterprise connection. Thanks
to horizontal communication, these systems
represent a first step towards Industry 4.0. For
example, the side shooters communicate with other
systems along the production line to coordinate
regular, automated and timely calibration.
To ensure easy and environmentally
friendly cleaning, the design of the X-ray inspection
systems already complies with the strict hygienic
design directives of the EHEDG to continue the
success of the Dymond series.

Dymond DSV: double detection performance through
a smart split
and maintenance. The high output of 2x500 W
associated with the source enables greater throughput and even better inspection of products with
higher X-ray attenuation than with the Dymond S.
The high sensitivity of its powerful image
processors, combined with intelligent image
processing, means it is able to detect even those
foreign objects that are positioned vertically or lay
hidden at the edge or at the bottom of the
container. Even raised glass bottoms are no
problem for this detection solution. A large selection
of feed systems, separators and other options is
available for each model.
Dymond: safe in every case
The two models complement the previous
products in the Dymond family – together with the
Dymond S, the single-beam version and the original
Dymond D with double-beam technology, the X-ray
inspection solutions guarantee reliable inspection.
All systems have been developed for use in highly
automated processes and to meet the challenges of
Industry 4.0.
For maintenance communication, statistical process control and optimisation of automated
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How new x-ray inspection solutions enable
greater sustainability
“With the two new side shooters, we are
better catering to the needs of our customers.
Simpler situations often arise where a single-beam
system like the Dymond S would be sufficient.
However, when talking to Production Management
and Quality Assurance, we found that greater safety
with respect to foreign objects is desired, However
users want to avoid the higher resulting costs of a
larger solution. The jump to a large machine like the
Dymond D is thus often too big. In this case, the
two machines Dymond DSV and Dymond D
Monoblock offer a great alternative with which most
of the applications can be covered. The Dymond D
with 2x1000 watts remains the right solution for
glass-in-glass detection for particularly tightly sealed
vessels and for very high throughput rates,” says Dr
Thorsten Vollborn, Global Product Manager at
Minebea Intec about the expanded product range.
“Together with the flexible operating
software for fill quantity and volume control, this
technology opens up more design options for glass
containers and vessel sizes without sacrificing the
safety of consumers. We are also glad to facilitate
the decision-making process for food manufacturers
regarding whether glass or other materials for their
product packaging are sustainable and effective.”
More information is available at
www.minebea-intec.com.

www.minebea-intec.com
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Kemtile showcased single
source solution at PPMA
K

emtile showcased exactly why it's a UK
market leader of hygienic flooring and
drainage solutions at PPMA this year,
stand D34.
On the stand Kemtile presented some of
its recent hygienic installations for the likes of
AstraZeneca, Forresters, Volac, GOSH! Food, Altrista
Plastics and plant-based pioneers Winterbotham
Darby.
Since becoming a Stonhard company
three years ago, both brands have aligned to share
experience, contacts, insight and expertise to
provide customers with ‘single source' service, as
well as a wider choice of flooring and drainage
solutions than ever before.
In the UK, an increasing number of the top
food and beverage processing and packaging
brands, as well as many smaller producers, pharma
and wider engineering production facilities are
benefiting from Kemtile's design and installation
expertise and Stonhard's manufacturing excellence
when it comes to long lasting resin floor, wall and
bund lining solutions.
Also on display on the stand will be
complementary kerbing systems from Polysto, the
leading manufacturer of composite HACCPapproved kerb systems, including its newly
launched HygiSeal 3.0, which are exclusive to
Kemtile in the UK.
Kemtile will also be exhibiting its everpopular and high-performing German-engineered
Kagetec tiling system at the event.
Combined with Argelith's classic hexagonal tiles, it's the ceramic flooring of choice amongst
many manufacturers, including Wrights Food Group,
The Blue Sea Food Company, AAK as well as
hundreds of brewers and distillers.
Kemtile's Jamie Cook said: "For over 40

www.innovationsfood.com

years we've been working with many of the biggest
food and drink processors and manufacturers, as
well as many smaller producers, to specify, design
and install flooring and drainage systems that can

withstand the most rigorous manufacturing and
packaging environments.
"Since becoming a division of Stonhard,
we're delighted to further extend our service to
include a ‘single source' offering and capabilities
whilst, crucially, maintaining our time-honored
values, beliefs, expertise and approach. They're the
foundations of our success, and upon which our
business has been built over decades. They're the
reasons why we're a market leader for hygienic
flooring and drainage design, manufacture and
installation.
"As a leading supplier, PPMA Show 2021
is a key exhibition for us, our first since restrictions
are lifted. We're very much looking forward to
welcoming existing and new customers to our stand
and will be ready to discuss specific project plans in
greater detail."

www.technotrans.de
https://sugden.ltd.uk
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Martini perfects the
packaging of pasta with
OMRON technology
New solution improves speed, accuracy and sealing quality

B

ased in Italy, Martini srl produces highprecision weighing and packaging
machines for the food sector. Its new
MCRS-VD packaging system enables the
packaging of up to180 packs of pasta per minute. At
the heart of the solution is an OMRON NX701
1600 machine controller. This manages the movements of the MCRS-VD. OMRON’s NX-TC Perfect

Sealing technology enables the end user to improve
the stability of the thermoregulation involved and
reduces the costs associated with the use of
packaging films.
A fast and flexible system
The MCRS-VD automates all the stages of
packaging - including folding, sealing and labelling.

The new MCRS-VD packaging system enables the packaging of up to 180 packs of pasta
per minute
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The system was created by Martini to meet the
growing need for greater speed, efficiency and
flexibility from pasta producers all over the world. A
key aspect of the structure of the new machine is
two continuous, vertical box-motion packaging
machines. These are mounted on a segmented
belt with intermittent feed and are fed by a
double weighing system that uses Infinity - a digital,

The OMRON NX701 controller manages 34 OMRON 1S servos and six 3G3MX2
inverters

November 2021
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multi-head model.
Precision, speed and accuracy
Martini's Infinity weighing system enables
users to dose the pasta quickly and very precisely,
with the doses conveyed to the two packaging
machines. A digital filter, equipped with the control
electronics of each head of the weigher, ensures
the accuracy of each dosage.
The creation of the new system was
largely supported by OMRON's automation technology and technical advice. The final performance
of the packaging system is managed by the
OMRON NX701 1600 machine controller. This
coordinates and synchronises the operation of the
weighing system with the packaging system. The
machine controller was chosen mainly because of
its speed capabilities. Thanks to its CPU and available memory, the NX701 1600 can manage up to
128 axes in real time. It supports all of the main
industrial communication standards, including
EtherCAT (to the field), EtherNet / IP and OPC-UA.
The OMRON controller manages 34
OMRON 1S servos and six 3G3MX2 inverters. Part
of the drives are responsible for sealing the
package based on OMRON’s NX-TC Perfect Sealing
thermoregulation system. This technology stabilises
the temperature by filtering all disturbances related
to thermoregulation so that end users can vary
the thickness of the packages. In particular, the
possibility of operating in very low temperature
ranges (about two degrees) allows pasta manufacturers to use thinner or eco-friendly films (down to
a minimum of 7µm). This reduces both waste and
material costs.
The Martini MCRS-VD can pack up to 180
packs of pasta per minute per pillow and 160
double-square packs. Associated with the packaging system, there is also a double volumetric
weighing system, or a mixed dosage version
consisting of a multi-head weigher and a volumetric doser for packaging various types of products
(including cereals, rice and legumes). The new
system has been designed to deliver maximum
reliability with minimum waste.

www.industrial.omron.co.uk/en/home

As a leading company of automation centred on its proprietary Sensing & Control + Think technologies, OMRON
Corporation is engaged in a wide range of businesses,
including control equipment, electronic components, social systems, healthcare, and the environment. OMRON,
founded in 1933, has approximately 30,000 employees
worldwide and provides products and services in approximately 120 countries and regions. In the field of industrial automation, OMRON supports manufacturing
innovation by providing advanced automation technologies and products, as well as through extensive customer
support, in order to help create a better society. For more
information,
visit
OMRON's
website:
www.industrial.omron.eu.

omron
www.innovationsfood.com

CCL introduces certified EcoFloat
polyolefin sleeves for PP dairy
cups to boost recycling rates
P
P cups are mostly the packaging of choice
when it comes to dairy packaging. CCL has
launched the perfect product decoration match – a
low density polyolefin sleeve that has an ideal
performance when it comes to recycling.
“Using a Shrink Sleeve Label that is made
from the same plastic family as the cup, increases
the recycling rate and optimizes the process. There
is no disadvantage by not removed decorations. PP
cup and EcoFloat can be recycled efficiently in the
PP recycling stream.” says Norbert Fenkart, Head of
Development at CCL Label’s Dairy Packaging Hub in
Hohenems, Austria.

Efficient recycling in the PP Recycling Stream:
Certified by cyclos-HTP
The
renownedcyclos-HTP
institute
conducted a test that showed that 92 – 100% of
the sleeve could efficiently be recycled with the PP
cup, depending on other factors like ink coverage.
This earns the EcoFloat polyolefin material the
classification “highly to fully recyclable” according to
the cyclos-HTP rating.
Also the sleeve material is very thin with a
density <1 which means that it is very resource
efficient and creates less CO2 emissions during
transport.

Use sleeves from the same plastic family
to avoid composite materials that can hardly be
recycled
Paper banderoles have become increasingly popular in the last years because paper seems
a natural sustainable choice to the customers. But
this creates the 3K cup, a packaging made up of
three different materials that are very hard to
recycle: paper, plastic and the aluminum lid. It is up
to the consumer to separate those materials which
is hardly ever done.
“All the components of the so-called 3K
cup are theoretically usable. In most cases, however,
the cup is not dismantled into its individual parts. In
the sorting system it is therefore recognized as
paper – although the plastic cup is still under the
paper. In the paper mill there is no use for it, so the
cup ends up in the waste incinerator and is lost for
recycling.”
Zentrale Stelle Verpackungsregister (ZSVR)
Polyolefin Sleeves are a great cup decoration
First of allit shows great shrinkage which
means that all cup shapes can be covered. It is
suitable for high-quality printing and offers great
possibilities for 360˚ graphics to make the product
stand out in the sales shelves.
sleeve@cclind.com

Vacuum packaging in a new dimension

H

igh packaging quality, maximum flexibility and
ease of use: With the VSM® Bulky, Augsburgbased MBM innovations GmbH is setting new
standards in the field of vacuum packaging. The
compact model in hygienic design is a perfect
all-rounder for vertical packaging of large products
such as ham, pieces of meat or other large and
loose containers. Numerous strong performance
features not only offer added value for food
processing companies, but also make the VSM®
Bulky a resilient and at the same time efficient
component in the production process.
The new packaging machine with manual
bagging evacuates, gas flushes and seals vertically in
a very confined space. It is particularly suitable for
productions with frequently changing product
batches or for applications where a high degree of
flexibility is required. Vertical packaging enables
vacuuming and gas flushing from above in bags
directly within transport boxes or E2 crates, cartons
or drums, which means that even large packs can
be packaged easily and reliably.
The extra-wide vacuum station with
double-sided impulse sealing ensures reliable
wrinkle-free sealing even with large formats and
even with moist pouches. "In addition to the
reliable vacuum, the wrinkle-free sealing seam and
the double-sided impulse sealing are decisive
factors with regard to packaging quality, product
protection and shelf-life," affirms Julia Mayer,
Product Engineer at MBM.
Other advantages that first-time users
particularly appreciate include a fast vacuum time
and the fact that the VSM® Bulky is ready to start
immediately at the touch of a button. "Separate
preheating times are eliminated because we do not
use a permanently heated sealing bar. This means
that the packaging machine contributes significantly
to higher productivity. This is particularly noticeable
with frequently changing batches," adds Julia Mayer.
Thanks to the proven VSM® technology,
the entire evacuation process takes place under
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normal atmospheric pressure - without a vacuum
chamber. This guarantees a high quality vacuum
that is gentle on the product, which is particularly
advantageous for sensitive product structures.
The space-saving, slim design allows the
versatile VSM® Bulky to be used in almost any work
environment. The innovative model is also mounted
on castors and can simply be pushed wherever it
is needed. However, should modifications be
necessary due to specific requirements, MBM
offers the possibility to make individual adaptations
to the standard machine thanks to its high vertical
range of manufacture and comprehensive expertise
in special machine construction.
Another plus: The VSM® Bulky has two gas
connections so that two different types of gas can
be connected for gassed packs with modified
atmosphere (MAP packs). Individual programmes
with the different gas types and vacuuming times
can be stored in the system for this purpose.
Finally, there are virtually no limits to the
flexible multi-talent in terms of the range of
products that can be processed. The extra-long
sealing bar (max. sealing length 1,100 mm) even
accommodates packaging of very large products
and loose packs. Hams, roasts and various pieces of
meat, sausage, fish and cheese can be packed
safely without any problems.
For example, the VSM® Bulky has a
hygienic design based on EHEDG [European
Hygienic Engineering & Design Group] guidelines
and can therefore be used in sensitive application
areas such as the food industry. The integrated
cleaning programme for rinsing the suction nozzles
and hoses also ensures ideal and effective cleaning
of the machine.
The machine is controlled safely and
intuitively via the KTP 700 touch panel with a total
of ten programme positions. With two-hand
operation and protective covers, MBM naturally
meets the highest safety standards.
www.mbm-innovations.com
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Tyrrells Crisps set to reduce
carbon emissions by over
14% with switch to LNG

O

ne of the UK’s largest potato crisp
manufacturers, Tyrrells, has taken its latest
step in a continued sustainability drive by
converting its energy supply to liquefied
natural gas (LNG), which will reduce its carbon
emissions by over 14% per year.
Based at their potato crisp factory in
Herefordshire and part of the KP Snacks family,
Tyrrells produces over 86 million bags of crisps every
year. With high energy demands to consider, the
company wanted to find a way of increasing
efficiencies in order to lower its carbon footprint.
Additionally, a solution was needed to
reduce the number of weekly fuel deliveries in order
to improve site safety, which was proving challenging with onsite vehicle movements.
As proven experts in delivering innovative
solutions for high energy users, Flogas was
approached by Tyrrells to help resolve their energy
and site challenges and deliver a turnkey energy
solution.
Eileen Wilkes, Head of Manufacturing from
Tyrrells, said: “As a company, we’re constantly
evaluating the way we work to introduce new
sustainability measures. By working with Flogas and
switching to LNG, we will be reducing our carbon
emissions by over 14% and cutting our production

costs in the process, thanks to the cleaner burning
nature of natural gas.
“From a site safety perspective, one of the
main issues we faced with the previous layout of
the site was that we were limited in terms of our
storage space. This meant that as our business grew,
several deliveries of fuel were needed each week to
meet energy demands, which in turn presented
potential risks with additional vehicle movements
around a busy factory.
“Working alongside Flogas enabled us to
identify an area on site, then design, plan and
construct a purpose-built gasification plant. Working
with their planning partners and the site team,
Flogas took care of all the specific planning require-
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Nick Price, Tyrrells Engineering Manager and Mark Rutherford, Flogas National Account Manager
ments, so we didn’t need to worry about them.
“As the LNG is now self-contained and
located to the side of the main factory, delivery
trucks will no longer need to interact with site movements, which will minimise the risk to staff.
“This solution will also allow us to reduce
site deliveries by 40%, resulting in fewer transport
emissions and less disruption to local residents.”
By choosing Flogas LNG, Tyrrells can
also benefit from working with a supplier that’s
committed to offsetting all its level 1 and level 2 CO2
emissions. Outlined in its 2040 Vision, Flogas
launched a long-term strategy to reduce its own
environmental impact year-on-year and supply
customers with 100% renewable energy by 2040.
LNG will also help Tyrrells to meet on-going
government energy legislation, which encourages
businesses to use lower carbon, cleaner burning
off-grid fuels.
Mark Rutherford, from Flogas, said: “From
the initial planning stages in 2019 through to the
site’s final completion we’ve been able to embed
ourselves entirely within the Tyrrells business. This
has allowed the project team to gain a deep
understanding of the site energy needs and deliver
a solution that’s improved the business across the
board.
“This project is a great example of how
LNG can be of huge benefit to a large-scale energy
users whilst improving the safety of workers on site.”
Eileen Wilkes from Tyrrells, added: “The
switchover to LNG has been seamless. Factory
downtime was kept to a minimum as the
switchover was made in incremental stages, with
new tanks being installed on site whilst existing tanks
were still in operation. Flogas has been there to
guide us each step of the way and we’ve been kept
well informed throughout the entire process. We
look forward to creating the same top-quality crisps
we’ve become known for but with less of an impact
on the environment.”
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www.flogas.co.uk/business

As ‘Experts in Energy’, Flogas has more than 35 years’
experience in providing tailored energy solutions to both
commercial, industrial and domestic customers across
the UK. From Liquefied Natural Gas (LNG) and Liquefied
petroleum Gas (LPG) to propane enrichment of
biomethane – the company delivers high-performance,
reliable, cost-effective energy solutions to suit customers'
exact needs.To learn more about Flogas’s solutions visit:
www.flogas.co.uk/business or call 0800 574 574.

flogas
Tyrrells, part of the KP Snacks family, is based on a farm
in the picturesque Herefordshire countryside and since
its creation in 2002, has grown to become one of the
UK’s best-loved premium snacking brands. The Tyrrells
portfolio consists of award-winning hand cooked potato
crisps, vegetable crisps, and Poshcorn with 83 Great
Taste awards, more than any other premium crisp
producer. www.tyrrellscrisps.co.uk

tyrrells crisps
www.innovationsfood.com
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After 40 years HRS
enters new chapter
Matt Hale
International Sales &
Marketing Director
HRS Heat Exchangers

T

he recent acquisition of HRS Heat
Exchangers by Canada-based Exchanger
Limited (EIL) is just the latest development
for a UK company with worldwide reach,
which is celebrating its 40th anniversary this year.
We look back at the last 40 years of the business
that was founded by Steven Pither in his spare
bedroom and speculate on what the future might
look like.
Early years
Back in the early 1980s the world was still
feeling the aftershocks of the oil crises of the 1970s
and energy efficiency was becoming a key concept
across various industries. As part of this agenda, heat
recovery technology was gaining in popularity, and
Steven recognised that these trends were only going
to become more important as time went on.
“I was working for a company called
Marine & Industrial Heat,” explains Steven, who until
the acquisition was CEO of the HRS Group. “This
included selling heat exchangers produced by a
Swedish company. When it was decided to stop
selling them, I thought it represented a good
business opportunity, so I set up Heat Recovery
Systems (HRS) and offered 15% of the business
to Marine & Industrial Heat. I started working from
home and things progressed from there.”
Over time HRS took on more control over
the selection and design of the heat exchangers it
was selling, initially to allow quotes to be delivered
in a timelier manner. The next step was to subcontract some of the manufacturing in the UK,
including the production of skid-mounted heat
exchanger packages.
Corrugated tubes
After ten years HRS was so successful that
Steven was able to purchase Marine & Industrial
Heat, the company he had originally worked for. This
provided HRS with its own manufacturing facility
where it could also build heat exchanger frames.
Shortly after this, the Swedish company was taken

Steven Pither today. HRS Heat Exchangers now has
offices around the world and manufacturing facilities in
three countries

www.innovationsfood.com

Steven Pither founded Heat Recovery Systems
(HRS) in 1981
The HRS team, circa. 1988
over by a competitor, so HRS and the company’s
agents in Spain worked together to design and
manufacture their own range of tubular heat
exchangers.
HRS was the first company to launch
corrugated tube heat exchangers in the UK, which
are renowned for their superior thermal performance and resistance to fouling. Over the years it has
developed its own designs for corrugated tube and
scraped surface heat exchangers, a number of
which have been patented.
The arrangement with Spain was
subsequently converted into a formal joint venture,
which provided not only market access to Europe,
but also access to further production facilities. After
a decade of this relationship, Steven bought out his
Spanish partner in 2009 and HRS acquired the
trademarks, designs, software and facilities, all of
which became the basis for the current HRS
business.
International growth
At the same time, HRS was beginning to
expand around the world, as Steven explains. “As
well as Spain, we also have a strong business in
India. We originally licensed a company in India back
in the 1990s to manufacture our corrugated tube
range for us and formed a joint venture in 2001.
Later on, that company decided to return to its roots
building alcohol plants, so we bought out the
department that was handling our heat exchangers
and in 2006 set up our own Indian company – HRS
Process Systems Ltd – which opened its own
and offices in 2007. They have grown over the
years and today they are completely self-sufficient in
terms of design and manufacture.”
International growth has come organically
to HRS, and the circumstances behind each
international business vary with location and timing.
In 2004 HRS Group established HRS Process
Technology Inc. in Phoenix, Arizona to develop the
US market for HRS products, and HRS Heat
Exchangers SDN BHD was formed as a hub for
Asian markets in Malaysia in 2011.
“The ingredients that we are looking for
overseas are people that we trust and can work
with; a strong local market for our products and
solutions; and the resources to support it,” says
Steven. “In each case, whether it’s the US, Australia,
Malaysia, Mexico or so on, there has been the right
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combination of these factors. We set up our
Australian & New Zealand business when a New
Zealander who had been working for HRS in the UK
returned home in 2014, as it seemed like the right
moment for us to open an office there.”
As well as its own overseas subsidiaries
and offices, HRS has a joint venture with Hi-Prom
Bureau to service the Russian market, and works
with approved agents in other key countries, such as
France and The Netherlands.
Looking ahead
Increasing demand has seen significant
expansion of the company’s manufacturing facilities
in Spain and India over the last five years and,
as with other global businesses, HRS is now
adapting to operating in a post-pandemic world with
increasing use of digital technology and remote
working.
The latest development for HRS Heat
Exchangers is its acquisition by Exchanger Industries
Limited, the globally recognised designer and
manufacturer of heat transfer products for the
energy, petrochemical, industrial and clean power
generation sectors. There is a good fit between both
companies not only in terms of geographical spread
of operations, but also in terms of the markets
served and the size of heat exchangers produced.
This synergy will open up new ways of working and
new markets for both companies.
The acquisition will see Mark el Baroudi of
EIL take over as CEO of HRS Heat Exchangers, while
HRS founder Steven Pither will continue to serve on
the board of the new group. Looking ahead, EIL will
provide HRS with the scale necessary to continue to
develop its market-leading range of tubular and
scraped surface heat exchangers, as well as
specialist systems for use in industries such as food
production and AD/biogas

www.hrs-heatexchangers.com
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Fortress raises
food safety
bar with new
Raptor X-Ray
F

ood
inspection
specialist
Fortress
Technology Europe is paving the way for
greater food safety and peace of mind for
UK and European manufacturers, unveiled
its new ‘best value to performance’ Raptor X-Ray at
PPMA 2021. Meeting retailer demands to increase
detection of physical and harmful contaminants and
mitigate costly brand recalls, the contaminant
detection and checkweighing expert has engineered
one of the most reliable, energy efficient, cost
saving x-ray’s on the market, reporting that the
system has an unblemished ten-year 100% record
of no x-ray tube failures.
Adding an unparalleled level of food safety
to the industry, the Raptor X-Ray, available throughout Europe, integrates a number of innovative and
unique high-spec technologies first developed
by Sparc Systems, applying them to create an
affordable, brand-protection food x-ray unit with a

Fortress Technology is unveiling the most reliable, energy efficient, cost saving X-Ray on the market – the Raptor XRay
constant inspection throughout of 100 ppm.
Reliably inspecting and rejecting packaged meat,
cheese, chilled and confectionery products that
present with metal, glass, wood, rubber, high density
plastic, stone and calcified bones – a requirement
imposed by most major food retailers today - the
machine’s advanced detection abilities adds a level
of brand safety that was previously unattainable to
most mainstay food manufacturers.
A single lane x-ray, available in two belt
widths – 300mm and 400mm – one of the
Raptor X-Ray’s key features is its full 1.7 metre
enclosure which maximises contaminant detection
sensitivity and reliability by dissipating any
heat created by the HMI and generator. All
accomplished without using an energy-intensive

Fortress Technology is unveiling the most reliable, energy efficient, cost saving X-Ray on the market – the Raptor
X-Ray
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air conditioning unit.
Air cooled generator for zero failure rate
Typically, the hotter x-ray electronics get,
the more unreliable they become, notes Managing
Director of Fortress Technology and Sparc Systems
Phil Brown. Rather than using an air conditioning
unit – commonplace in most food x-rays – The
Raptor X-Ray pulls in fresh air and uses a more
energy efficient fan generator to circulate air through
the cabinet. This maintains a constant temperature
that’s no more than 5° above the ambient air
temperature.
Even after 24-hours of continuously
inspecting food packs, operatives can place an
un-gloved hand directly on the X-Ray generator and
it is still cool to the touch.
Expanding on this approach to regulate the
filament temperature to support higher inspection
reliability and x-ray tube stability, Phil explains:
“Uniquely, we don’t use any other energy-intensive
source to keep the Raptor X-Ray tubes cool. Fresh air
is pulled by a fan through the generator. The air
travels through a vortex and aluminium fin, cooling
the x-ray generator instantly. Hot air from the HMI
generator is also extracted within the cabinet. And in
the rear electronics panel, a duct equipped with a
fan pushes the air down and out of the cabinet.”
With filaments in an x-ray tube running
hotter when more current is demanded, the Raptor
typically runs at half voltage - 80kV. This helps to
prevent overheating, maintains a steady cabinet
ambient temperature of 30° and helps to extend
the service life of the tubes. In 10 years, this air-flow
technology has resulted in a zero failure rate.
Better value … greater brand protection
Intensifying competition in retail markets is
seeing food producers stepping up their game to
protect brands. The threat posed by a recall and
enhanced quality control is certainly driving wider
adoption of x-ray throughout Europe, states Phil. In
this context, the Raptor X-Ray fills an important gap
for better targeting foreign contaminants in sliced
meats, cheese and ready meal applications in all
pack formats measuring 300mm by 400mm and
150mm deep.
Performing tasks that the human eye
would easily miss, including monitoring fill levels,
identifying ingredient clumps, broken or missing
product and spotting damaged packaging, the
Raptor X-Ray ensures absolute quality of products

www.innovationsfood.com
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coming off the line.
Reliable, easy to operate,
at the best value to performance
ratio in the food x-ray market, the
Raptor X-Ray incorporates plenty
of added features as standard to
improve contaminant detection
and traceability. Phil affirms: “With
the Raptor X-Ray there are no
financial surprises. It’s a high
performance food x-ray that now
puts this advanced technology in
reach of all food processors
supplying all the major retailers.
Packaged in a robust, reliable,
affordable and energy saving
system.”

Providing machine operatives with added wellbeing and
shielding reassurance, the protective acrylic window also serves as
visible prompt flagging potential
bottlenecks or product accumulations. “Being able to see the inner
workings of the x-ray instantly
eliminates the secrecy and in
doing so also helps to minimise
production disruptions,” notes Phil.
Sloping angles, magnetic
x-ray curtains, a tool-less unclippable conveyor and IP69k sensors
makes the Raptor X-Ray one of the
easiest machines to sanitise. With
all the drive motors located within
the mechanical side of the cabinet,
Every UK retailer COP is automatically incorporated into the Raptor X-Ray software
All supermarket COPs
it offers the very best ingress
ready to go
protection, safeguarding cables
Collating live OEE data and reporting
CO2 reductions
from getting wet and damaged. Rather than applyresults directly to QA and technical personnel is
Another benefit of using an all-electric
ing unhygienic labels to the machine where dust
increasingly imperative in fast-moving food producactuator is the reject power and financial savings that
and debris can accumulate, all instructions and
tion lines.
can be realised. The Raptor X-Ray’s electric servo
industry-approved markings are laser etched
The Raptor X-Ray’s advanced software
drive plays a critical role in efficiently pushing rejects
directly onto the steel cabinet.
enables fast, reliable and easy product set up.
from overhead into a BRC-approved reject bin
Modular by design, the Raptor X-Ray can
Increasing throughput and maximising detection of
located to the side of the conveyor. The entire
be integrated with the new Fortress Raptor
contaminants, while significantly reducing the
system only requires 10 amps to operate,
Checkweigher to create a high performance
number of false rejects. One product setting can
compared to an air conditioned x-ray which typically
combination inspection system. The electronics can
adapt and inspect different sized and density
needs 16 amps. In most instances, the Raptor
also be fully integrated with upstream flow
product applications, without any human intervenX-Ray only uses 6 amps, notes Phil. This alone
wrapping or packaging machines and controlled via
tion. For example cheese blocks ranging from
equates to an approximate £4,000 power saving
the single Raptor X-Ray HMI.
100grams to 1.5kilograms.
per machine, per year.
Unveiling the Raptor X-Ray at PPMA 2021,
Uniquely, the Raptor X-Ray software also
“We intentionally engineered the Raptor
Phil concluded: “Just as food trends continue to
automatically incorporates every UK retailer COP
X-Ray’s reject to be a critical part of the overall unit
evolve, so too does food safety technology. Every
that exists, integrating into a testing software
footprint. The reject door is mounted on a sliding
advancement helps to build a safer food environpreprogrammed into the machine menu. Producdoor, giving operators easy and safe access to the
ment for all, protecting consumers and suppliers.
tion operatives simply select the retailer and product
entire conveyor and unclippable x-ray curtains
The new Raptor X-Ray from Fortress Technology
being inspected on the 15-inch HMI home screen,
located within the cabinet,” explains Phil.
Europe adds an attainable level of safety that’s now
run a calibration and QA test, pass the test packs
no longer reserved for the most elite food brands.”
through the x-ray, confirm rejection and remove
Strongest shielding properties
from the reject bin. After pressing pass and signing
Made from 6mm thick stainless steel
the digital report, a report is instantly dispatched
sheeting - virtually double the thickness of other
from the HMI over the company network directly to
food x-ray machines on the market-, the Raptor
the technical manager’s inbox. In less than a minute,
X-Ray’s solid framework reduces vibration, which
a new product application is ready to run.
affects the reliability and performance of x-ray tubes.
This seamless digital process verifies that
High-density lead-impregnated acrylic sliding doors
any regular contaminant test or product reset
fully contain the radiography beams, protecting
process is followed to the absolute letter, clarifies
operatives and recording just 0.5 microsieverts
Phil. “It’s a failsafe and fully auditable test and
(mSv) at 10cm from the surface of the unit. By far
product re-calibration system.”
exceeding the maximum dosage of 1 mSv set for
an inspection machine of this type.

www.fortresstechnology.co.uk

Fortress Technology (Europe) Ltd based in Oxfordshire is
a wholly owned subsidiary of the privately-owned Toronto
based Fortress Technology Inc. Putting consumer safety
first we’re trusted by thousands of domestic and global
manufacturers to design, build, install and maintain
inspection equipment that deliver exactly what they
promise. From food to FMCG; pharmaceutical to bulk;
SMEs to listed companies; metal detectors to checkweighers; x-ray to combination systems; Fortress
inspection systems are renowned for their speed,
accuracy and simple operation. All designed to catch
contaminants, slash waste, spot product defects, comply
with weights legislation and reduce production downtime.
Fully customisable, for 20+ years we have
offered the Fortress Never Obsolete guarantee. Ensuring
future sustainability and compliance with HACCP and
Codes of Practice.This guarantee now extends across all
our new combination, x-ray and checkweighing systems.
Fortress has manufacturing facilities in the UK,
Canada and Brazil. Sales and service support is available
globally both direct and through trusted distributors.
The Raptor X-Ray utilises fresh air and an energy efficient fan generator to maintain a constant temperature making
the generator cool to the touch
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Lanemark brings heating benefits
to small brewery application

A

new gas process heating system from
Lanemark Combustion Engineering is
now fully operational at a leading microbrewery in London. Villages Brewery is
benefiting from Lanemark technology which plays a
key role in a new facility – with particular gains noted
in terms of operational efficiency.
“We have installed and commissioned a
liquid heating TX 25E burner package on a brewing
kettle supplied by Bespoke Brewing Solutions, with
whom we liaised closely throughout the project,”
says Lanemark’s Process Burner Sales Manager,
Adrian Cadman. “This provides a capacity of 30 hl
– or 18 UK barrels – and is now central to Villages
Brewery’s production.”
The Lanemark installation – which utilises
the existing natural gas supply and includes an
exhaust fan, damper, digital temperature controls
and gas valve train – is typical of the company’s
extensive involvement in the mini- and microbrewery sector. The burner is installed on the
external wall of the circular vessel, firing through the
structure into a submerged 2½” nb. stainless steel
tubular heat exchanger.
“This takes the form of a helical coil located
at the base of the tank in order to deliver the
optimum blend of maximum heat transfer and
minimum intrusion into the available space,” adds
Adrian Cadman. He explains that the exhaust fan
then pulls the products of combustion through the
system to optimise even distribution of heat.
With the benefit of Lanemark’s own TxCalc
specification software, which identifies the ideal
combination of system components, efficiencies in
excess of 80% can be readily achieved, as is the
case at Villages Brewery. This is further enhanced by
low exhaust temperatures of typically 180°C, which
is markedly lower than alternative systems where
up to 300°C, reducing efficiency to just 50%, can be
noted.

Archie Village, Director at Deptford-based
Villages Brewery – which distributes to a wide range
of pubs and bottle shops throughout the capital –
highlights the role played by the new installation.
“The facility is now central to all our
brewing operations, so it is vital that it performs

reliably every time,” he says. “The overall aim of
the project has been to facilitate an increase in
production output while building on the high
quality that is at the heart of our reputation – and
the Lanemark system is already delivering in both
respects.”
These are factors that are demonstrated by
the ability of the burner installation to raise the
temperature of the liquid from a starting point of
65°C to the optimum process value of 102°C in just
66 minutes. The modulating gas and air control of
the system then allows the target temperature to
be maintained – of particular note in brewing
applications where the need to maintain a ‘rolling
boil’ is often vital.
“There has been a steady increase in the
number of small brewing operations in the UK over
a number of years and we have been able to
develop and provide heating solutions that match,”
comments Lanemark Director, Jeff Foster. “The
benefits that are noted at Villages Brewery not only
reflect this trend, but are also set to provide the
brewer with a reliable platform upon which to build
further success.”

www.lanemark.com
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Printer label solutions for
compliance with Natasha’s Law
N

atasha’s Law came into effect from
October 1st in England, Wales and
Northern Ireland, requiring food
businesses to provide full ingredient lists
and allergen labelling on foods packaged for sale on
the premises. Here Jason Asser, Managing Director
of Thermal Printer Support Ltd (TPS), the UK’s
leading specialist supplier of thermal transfer and
direct thermal print systems, explains how best to
ensure compliance with the legislation.
Natasha’s Law has been introduced
following the death of Natasha Ednan-Laperouse,
who died after eating a pre-packaged baguette
which at the time did not require ingredients
labelling. The new law applies to food packaged on
the same site at which they are sold before being
ordered.
What are the new rules?
Pre-packed for direct sale (PPDS) items
have to clearly display a label where all ingredients
must be listed in descending order of weight, with
the 14 major allergens highlighted in bold, italics or
capitals. The label must include a descriptive name
of the food, for example, cheese and pickle
sandwich, while all label information should be
clearly legible, using regulation font size.
While many businesses were well
prepared for the legislation, introduced to offer
stronger protection for allergy sufferers and give
them confidence in the food they buy, others
contacted us who were daunted by the prospect of
having to manually make these complex adjustments to their labels. The risk in getting this wrong
was giving them sleepless nights!
We saw demand for automated labelling
solutions shoot up in the run up to implementation
of Natasha’s Law, as well as manufacturers turning
to automation to boost productivity. But how best to
ensure compliance for ingredients labelling? Focus
on what type of printer and labels you are working
with or require. Does your team need allergy
training to understand why they need to know the
risk-based approach to implementing the new
rules?
To ensure consumers’ trust in what they
are purchasing, detailed information on recipes and
ingredients must be clearly visible on labels for
pre-packed food. Food businesses also need to
think about their processes to identify when
changes to ingredients are made to a product.
When dealing with high volumes of labels per day
it only takes one oversight to slip through the net
and you have a potential risk for the consumer.
For example, if a supplier adds spices for a
ready meal, labels will need checking and amending accordingly, to remove risk. Using an automated
system helps with substitutions. Also, consideration
has to be given to how the labels are being used. Is
the product being packaged for the oven or is the
food frozen, with the risk of the adhesive failing?
One solution doesn’t fit all.
What’s the solution?
There is brand new labelling software
developed that is straightforward to use and cost
effective which will work with most industrial and
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desk top label printers. These latest printing
innovations make light work of creating complex
labels. They are suitable as a single standalone
application or as a network package. A range of
comprehensive features reduces the risk of input
errors and time-wasting duplication of data.
Designed so that it can be used with any
label printer, the software’s highlight text feature
(something you only need to do once after having
created the label file for the first time), will automatically highlight any allergens where ingredients
have been imported either in plain text as a csv data
file or from third party sources where bold tagging
has already been applied. This will replicate exactly
in the label.
Either way, there is no requirement to
manually interact with the data, taking away the risk
of missing key allergens when there is a whole list
of ingredients to display – saving time as well as
potentially saving lives.
What should I look for from a label
printer supplier?
Experienced thermal transfer printing
suppliers can help companies of all sizes – from
sole trader operations to large multi-site retailers
where printers are networked and controlled by
head office. Old artwork can be migrated and advice
given to identify the right printing equipment to deal
with production volumes and requirements. When
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commissioning the set-up for the first time, the
supplier should have service and installation teams
on site to provide training.
Label printers, both lined and linerless,
which are more environmentally friendly with no
backing paper and so less waste, are also proving
popular among TPS’s customers seeking thermal
printing solutions, software and consumables.
The print industry has been supporting
food businesses with the equipment, labelling
guidance and sector-specific advice they need to
implement the changes. There are around two
million people living with food allergies in the UK. If
improving the clarity of information on labelling can
prevent further tragic deaths, that can only be a
positive thing. I fully expect that the transparency of
Natasha’s Law will spread into other areas going
forward, such as pharmaceuticals.

www.thermalprintersupport.com
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The Xaar hydra ink Smooth and consistent linear motion supply system
for superior inkjet printing
delivers robust and
T
reliable benefits
for In2 printing
solutions

T

he reliability and robustness of the Xaar Hydra
Ink Supply System has made it a number one
choice for innovative digital printing company In2
Printing Solutions.
The business approached Xaar back in
2011, to develop a prototype for printing aluminium
foil in pharmaceutical applications. The solution,
using Xaar 1001 GS6U printheads alongside the
Xaar Hydra, was so good that it was soon incorporated into production and some 10 years later, In2
Printing has installed more than 100 systems.
The Hydra Ink Supply System is a recirculating ink supply system that drives Xaar’s unique TF
Technology within the Xaar Nitrox, Xaar 1003, Xaar
2002 and the Xaar 50x series, single-pass industrial
inkjet printheads. Single-pass applications have
become more complex, and users now demand
that printers handle a wider variety of jobs as well as
a faster turn-around. In addition, overall printer
performance and uptime have become critical. The
Xaar Hydra delivers the reliability, adaptability
and ease of installation needed to meet these
demands.
Simple installation, enhanced uptime and
exceptional greyscale quality, mean the Xaar Hydra
Ink Supply System continues to deliver for In2
Printing’s clients and works as well today as it did
on installation.
In2 Printing Solution’s Managing Director,
Carlos Corchon said; “From the very beginning, our
collaboration with Xaar was both close and rewarding. Our Xaar Hydra kit was up and printing within
days and it soon became clear that we had great
potential to open up new possibilities for our clients.
“Today we are running more than 100 of
the Xaar Hydras in real time production, some of
them working 24/7. Even the first one we installed
is still running with very little need for much more
than scheduled maintenance. And there is a very
good reason we are still using them – we still
cannot find anything better in the market!”
The Xaar Hydra offers precise nozzle
meniscus pressure and differential pressure (ink
flow rate) control, ensuring reliable operation, and
exact temperature control facilitates the use of a
wide range of fluid viscosities.
The intuitive user interface either via a PC
or when operating the Xaar Hydra in stand-alone
mode delivers easy, effective, real-time monitoring
of the nozzle pressure, ink flow rate and temperature control.
As with many firms in this specialist
industry, the monitoring of performance in production is crucial. For those running the Xaar Hydra, if an
error or anomaly is detected the printer can be
paused instantly and an early diagnostic check and
solution detected, delays can be minimised or
eliminated.
Carlos concluded; “Whilst there is no
doubt that the Xaar Hydra Ink Supply System has
been a real game-changer for us, a strong contribution to its continued success is the refreshingly
open and collaborative relationship that the team at
Xaar provide. Their commitment to a ‘listen and
develop’ approach to clients will ensure we regard
them as a trusted supplier for years to come.”
www.xaar.com
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he RARUK Automation linear axis system
chosen by Somerset-based dairy company, Yeo
Valley, to carry inkjet print heads across a conveyorwidth of yoghurt pots has brought notable
operational benefits. It has resulted in consistently
high-quality printing of date codes, a factor that is
all-important for any food processor dealing in the
mass market.
Linear motion is one of many IEF Werner
automation solutions available from RARUK
Automation and typically, this application also called
on the company’s design and integration skills.
Using elements from the IEF Werner Easyline range
of modules, RARUK Automation designed and
installed a complete package of equipment
complete with programmed controller.
The Easyline axis is integrated into a
yoghurt-packaging machine and used to transport
the inkjet print heads across a conveyor carrying
rows of pots. Each row holds up to sixteen pots and
the conveyor indexes to the next row every two
seconds to print the next line on the reverse stroke.
Smooth operation and consistent speed are vital
components in the efficiency of the inkjet printing

process and thanks to its controlled acceleration and
deceleration the servo motor controlled Easyline
system ensures no disturbance to ink flow.
The flexible application of the IEF Werner
linear motion product programme makes it a
popular choice among systems integrators. It has
been designed to provide elements that are freely
combined to create bespoke, multi-axes handling
systems. They offer high loading capacity, high
rigidity, quiet operation and are complemented by
a wide choice of motors and controllers.
IP65 rating qualifies the system for the
wash down environment required by this dairy
application and its controller enables a range of
different products and print positions to be accommodated. The freely programmable controller has
integrated I/O and fieldbus processing enabling it
to control all x-y movements; it has the ability to run
a maximum of 32 programmes in parallel.
Continuous, low-maintenance operation of
the original system that dates back 2006, has since
resulted in multiple further units being specified of
which this installation is the latest.
www.rarukautomation.com

The Paper Lid Company and Metsä Board
introduce a 100% recyclable paperboard
lid for takeaway beverage cups
A
long-term collaboration between Finnish startup company, The Paper Lid Company and
Metsä Board, part of Metsä Group, has led to the
development of a 100% recyclable paperboard lid
for use with takeaway cups.
The lid, which is made from fully recyclable
dispersion barrier board, is suitable for use with both
hot and cold beverages. It uses a novel technology
developed by The Paper Lid Company that makes
it possible to form the paperboard into the desired
shape. The result is a one-piece lid that clicks firmly
in place and offers performance that is comparable
to that of a traditional plastic lid.
“Reducing the volume of plastic waste is a
critically important issue, and together with our
partners we are continuously developing and testing
new innovative solutions that have circular-economy
thinking at their core,” says Ilkka Harju, Packaging
Services Director EMEA and APAC at Metsä Board.“
“Creating a 100% recyclable paperboard
lid is something that we have been working on for

many years, and now thanks to Metsä Board’s
invaluable support, we have been able to create a
functional solution,” says Matti Salonoja, founder of
the The Paper Lid Company.
The initial interest towards the new solution has been strong, and the company’s production
equipment in Masku, southwestern Finland, is
primed to begin full-scale production. “I am tremendously excited to be able to bring this concept to
the market,” says Salonoja. “Paperboard made from
renewable fresh fibre is, by its nature, a sustainable
raw material. By combining our expertise with Metsä
Board’s we have been able to create a new solution
that has tremendous potential to change the takeaway cup market.”
The carbon footprint of a paperboard lid is
more than 50% lower than that of a plastic lid and
it is fully recyclable.
www.metsaboard.com

Les Crudettes salads stay fresh in Mondi’s
recyclable functional barrier paper
M
ondi, a leader in packaging and paper, has
introduced its first recyclable functional barrier
paper bag for salads in the Group LSDH’s Les
Crudettes range. The sustainable packaging is a fully
integrated solution – Mondi operates across the
value chain from sustainably managed forests, to
producing pulp and kraft paper, applying the coating
and printing the final material.
The French salad brand has replaced its
transparent glossy polypropylene (PP) packaging
with Mondi’s recyclable functional barrier paper for
a selection of its pre-washed, ready-to-eat salads.
The new packaging is 95% paper with a functional
barrier layer, meaning the salad remains fresh for
up to 10 days - the same amount of time as with
the previous plastic packaging. It is verified as

recyclable in the waste paper stream in France by
the Recycling Authority (Cerec).
The bags are flexoprinted, with lifelike
depictions of the salad contents on the front, along
with a QR Code, which informs consumers about
the contents, quality, recycling and even refund
policy, if they happen to purchase a bag where the
contents are not as fresh as expected.
Using its unique EcoSolutions approach,
Mondi worked closely with LSDH, and its machine
supplier Ilapak, to ensure that the new packaging is
fit-for-purpose and can run on existing machines.
The new solution is sustainable by design, and will
support LSDH Group in meeting its sustainability
goal of reducing the amount of plastic in its
packaging.
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Celebrating 40 years of
Endoline Automation

I

n the same year that Prince Charles married
Lady Diana Spencer and the first London
Marathon was run, a man with a passion for
British manufacturing and engineering created
his first entry level semi-automatic case sealer from
a rented room within a former corset factory.
The year was 1981, and Ronald Yates,
who was both a Chartered Mechanical Engineer
and a Chartered Electrical Engineer, had just
founded Endoline Machinery.
Now in its 40th anniversary year the
company, which is today under the leadership of
the third generation of Yates’, is reflecting on its
history and looking to the future.
The early days
Back in the early 1980’s UK manufacturers, outside of the automotive industry, were
starting to wake up to the benefits of automation.
Within the food sector, the advent of the ready-meal
led to manufacturing at unprecedented rates.
Customers, becoming increasingly time poor were
demanding more and more variety, and the
pressure from retailers was on manufacturers to
deliver.
Consequently, many became reliant on a
range of processing and packaging technologies to
manage production.
Ron’s semi-automatic case sealer, which is
still widely sold by Endoline today, enabled manufacturers to seal cases at speed, and with precision.
As demand for automation increased, Ron and his
team (many of whom are still employed by the
company today) engineered new systems which
would support manufacturers.
From semi-automatic to fully-automatic
systems, Endoline became synonymous with
creating high-quality end-of-line machinery, with Ron
achieving wide respect across the packaging
industry.
In 1990, having moved the business to

Pictured centre, the late Ronald Yates with, from left to right, Alan, Andrew, Kit and Richard Yates
larger premises in Biggleswade, Bedfordshire, where
the company is still based today, Ron was joined by
his son, Alan.
During the 90’s the business went from
strength to strength. Its range of end-of-line
packaging machines grew to include both semi and
fully automatic case erectors, case loaders, case
sealers, and hand-packing stations. At a time when
the health conscious and governing bodies were
dictating that a greater degree of nutritional
information had to be printed on food packs,
Endoline, having forged alliances with other OEM’s,
integrated its systems into manufacturing plants to

Innovations in Food Processing & Packaging

Customisation and international growth
With engineering still firmly at its roots,
Endoline continually re-designed its systems to
incorporate unique technical features which would
aid both manufacturers and overcome any packaging automation issues.
For instance, the company’s unique dual
opposing vacuum technology was first launched in
1990 to ensure that each case was opened
positively from both sides, to eliminate damage to
packs, which was particularly important in the
forming of shelf-ready cases. The booming snacks
industry, and demand on manufacturers to produce
greater product varieties and sizes led to Endoline
creating the 744 Fully Automatic Random Case
Sealer in 2012. This system went on to set new
standards in high speed, random case sealing and
was sold to snacks manufacturers across the globe.
It also continues to be a flagship, award-winning
Endoline machine.
Endoline has always been, and will
continue to be, a staunch British manufacturer.
During the recession in 2008, while reaffirming its
vision that manufacturing and development should
remain focused on one key site of manufacturing
excellence in the UK, the company devised a clear
export strategy to sell its systems overseas to boost
sales during the crisis. The move paid dividends as
Endoline’s reputation for engineering high quality
systems with technical design components to meet
specific customer needs laid the foundation for the
company’s overseas success.
Today, Endoline, through direct customer
sales and distributor relationship, has a presence in
over 20 countries.
Looking to the future
Today, the vision which Ron Yates set out

Ron Yates working on one of the very first Endoline machines
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end-of-line systems, which increasingly require
robotic solutions.
“My grandfather, Ron, was an exceptionally gifted engineer, qualified as both a Chartered
Mechanical Engineer and Chartered Electrical
Engineer – he was to all intents and purposes the
Lionel Messi of engineering,” Andrew comments.
“To this day, this passion for engineering
and UK manufacturing is at the heart of Endoline
and will drive us into the future. As a family, we
firmly believe that a business is only as good as the
people employed and the product created. We are
very fortunate because we are excellent in both of
these areas.
Even after all these years our products
remain industry leading and, in terms of our
people, we have some fantastic, dedicated, loyal
and hardworking employees, many of whom have
spent their entire careers with us. Both Richard and
I are delighted to now be at the helm of the
company and, one day in the future, we look
forward to handing on the mantle to the fourth
generation of Yates.”
Both a Chartered Mechanical Engineer and a Chartered Electrical Engineer, Ron had a passion for British manufacturing
back in 1981 still holds strong: “We pride ourselves
on our engineering expertise, product quality, after
sales service and pursuit of the corporate objective
– a total dedication to customer needs”
Now under the steer of the third generation of Yates, with Andrew Yates as Managing
Director and Richard Yates as Operations Director,
Endoline is in a good position. The pandemic

expedited demand from manufacturers to
automate and Endoline today boasts a strong order
pipeline.
In 2019, Endoline entered into a strategic
partnership with FANUC UK and, for the first time in
its history, launched a sister company, Endoline
Robotics Limited (ERL). The move was made to
meet the ever-growing demand for fully automated

Avery Dennison introduces three
new papers made from 100%
recycled fibers to expand its range
of prenium sustainable papers
I

ndustry regulations, company environmental
policies, and consumer demands all contribute to
the rising need of sustainable label and packaging
solutions. Avery Dennison offers a portfolio of
papers, films, and liners made from recycled
content that can help businesses reach their
sustainability targets.
For an attainable approach to sustainable
packaging, brands and converters need access to a
diverse range of label solutions that align with the
application needs of different products, such as high
volume printing and premium textures. Avery
Dennison has invested in recycled materials with a
broad range of structure, thickness, and pattern
complexity to ensure companies can find a
sustainable label solution that fits their product
positioning.
Three new white papers made with
100% recycled fibers
Avery Dennison is expanding their sustainable label portfolio with the launch of three papers
made with 100% recycled fibers. These white,
uncoated wood-free papers offer a similar look, feel,
and performance as conventional alternatives and
all feature wet strength treatment.
These new papers are especially suited for
wine, spirits, craft beer, premium food and beverage, and cosmetics.
• rNaturel Touch Craft - Thick paper with a cottonlike texture for a craft, traditional look.
• rNoble Blanc - Matt paper with a felt marked
finish that’s excellent for high volume printing.

www.innovationsfood.com

• rSable Blanc - Smooth, matt paper that’s
excellent for high volume printing.

Improved sustainability across the
full label solution
Combining the new recycled fiber papers
with other sustainable solutions from Avery
Dennison can further improve a product’s ecocredentials. Semi-gloss rMC paper is an efficient
option for back labels and is made from 100%
recycled fibers. Labels that require a strong ice
bucket performance can use rPLUS underlaminate,
made with 70% post-consumer recyclate, to make
complex construction as sustainable as possible.
Liner waste can be reduced by using rPET
liners, made from 30% recycled materials, and by
taking part in Avery Dennison’s label-liner recycling
program, AD Circular.
For information about Avery Dennison’s
wide range of sustainable labeling innovations, visit
label.averydennison.com/sustainability.
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Berlin Packaging
rebranding across
EMEA region

B

erlin Packaging, a leading supplier of glass,
plastic and metal packaging and closures, has
announced that companies acquired in the EMEA
region, which until now have retained their own
brand accompanied by the wording “a Berlin
Packaging company”, will take the name of Berlin
Packaging along with that of their geographical
region.
Bruni Glass | Berlin Packaging will continue
to exist as a commercial brand to emphasise the
reputation and historical importance that lives on in
the new entity's most prestigious glass packaging
collections.
“The rebranding operation is part and
parcel of our “glocal” expansion plan, which strives
for new European acquisitions and investments,
while building the brand awareness of our company
as a Hybrid Packaging Supplier”, says Paolo
Recrosio, CEO of Berlin Packaging EMEA. In 2021,
Berlin Packaging concluded almost one acquisition
per month in EMEA, and we expect to continue with
the same intensity in the next 12-18 months,
adding operations that increase the company’s
EMEA revenue which is now approaching $1billion.
“Berlin Packaging views each acquisition
with an eye towards organic growth. Our approach
involves retaining the acquired company’s employees, leadership teams, and physical locations,
making them strategic partners of our team under
the same banner. Our size and global scale brings
unique capabilities and new value-added services
to our newly-acquired companies – including
innovation and design, financial backing and
resources, 1700 global suppliers, local warehousing/fulfillment, and consulting services in critical
areas such as sustainability and branding,” explains
Bill Hayes, CEO and President of Berlin Packaging.
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AA Labels adds a
touch of spice to
sauce retailer

W

ith the presentation of a food item as
important as the taste and quality of the
goods, having the right jar label is key. This was
certainly the case for retailer Hot Scotch when it
was seeking in the design of its new jar packaging.
After looking for the best supplier to help,
the winning solution came from AA Labels, one of
the UK’s leading labels manufacturers, thanks to its
bespoke label design service.
Following an initial call to discuss its
requirements, Hot Scotch sent graphics to the
design team, who were then able to offer suggestions around design improvements. Graphics were
printed on AA Label’s labels on rolls, using its semigloss white permanent adhesive labels measuring
190mm x 40mm. AA Labels also supported the
design of Hot Scotch’s tamper proof label featuring
a Scottish style design.
Hot Scotch is a homemade hot sauce
from Cople, Bedfordshire. Using five ingredients to
bring heat and flavour to food, its chilies (Capsicum)
are usually a mix of ‘mids’ (Scotch Bonnet) and
‘hots’ (Carolina Reapers, Ghost) and other chilies.
Comments Hot Scotch Managing Director
Navin Sankersingh: “We had been working on
design concepts for a while and after an initial
discussion, AA Labels brought a wonderful new look
to Hot Scotch. It was so easy to work with the team
that we will continue to use AA Labels as our
business grows”.
Ian Axelsen, Business Development
Manager at AA Labels, comments: “One of the core
parts of our business involves the supply of plain
and printed labels to a range of customers transitioning from hobby and home production to a small
business.
“To give these businesses as much
support as possible, our Customer Care team will
assist with thoughts and ideas around packaging
plus support with design services.
“Over the years, we have seen a lot of
initially small producers grow to become significant
suppliers within their market sectors. There is no
doubt that the level of interest and enquiry has
grown during the lockdown periods, caused by the
COVID-19 pandemic.”
www.aalabels.com/label-design-service

Print with confidence
with the new Xaar
Irix printhead

L

eading inkjet printing technology group Xaar has
launched its latest printhead – the Xaar Irix –
designed to ensure accurate, reliable and easy
printing for coding and marking, product printing,
functional fluids and 3D printing applications.
Building on the successful Xaar 128, the
Xaar Irix is the latest printhead to come from the
ImagineX platform, which sets the roadmap for
Xaar’s bulk inkjet innovations and printhead
developments.
The new Xaar Irix printhead provides highly
accurate delivery of ink drops, with the combination
of individually lasered nozzles and Xaar’s AcuDrp
technology helping to calibrate each nozzle and
provide excellent drop placement. Uniform drop
velocity and volume are also delivered, giving
improved image quality at longer print distances
and helping provide benefits such as high code
recognition for coding and marking applications.
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Markem-Imaje launches new remote
user interface for the SmartDate®
X30 thermal transfer overprinter
M

arkem-Imaje, the global provider of end-toend supply chain solutions and industrial
marking and coding systems, has today released
a new remote user interface (RUI) for the
SmartDate® X30 thermal transfer overprinter (TTO).
The optional RUI is ideal for production lines which
require a broader suite of functions including
password protection, front- end uniformity with their
full range of Markem-Imaje solutions and, web user
interface (web UI) or virtual network computing
(VNC) integration with OEM packaging machines.
Offering an advanced range of functions,
the new SmartDate® X30 RUI reduces downtime,
waste and product recalls by minimizing human
error. This is achieved through multiple functions
including a simple print preview and print adjust
functionality, enabling dead dot detection which is
viewable and adjustable with a single click. The
simple online password configuration facilitates the
creation of multiple, customizable profiles allowing
the operator to immediately access their required
functions and begin operating in just a few clicks.
The new RUI offers operators the ability to
monitor up to five production metrics, which can be
selected from a total of 9 options, directly on the
home screen e.g. total print count or print cycle time.
With an external device plug-in capability there is an
option to use a keyboard, barcode scanner and USB
memory stick (offering easy message upload and
download management).

The new RUI for the SmartDate® X30 is
provided with a bracket and can be easily mounted
anywhere on the machine. Plus, the simple
installation also includes web UI or vertical network
computing integration with OEM packaging
machines.
Gary Bolton, TTO Product Marketing
Manager, Markem-Imaje said: “Our new RUI is a
fantastic option for customers who require an
enhanced range of solutions from their user interface. This simple to install RUI provides immediate
benefits, helping to minimize human error and
maximize uptime. Plus, with front-end familiarity
with other Markem-Imaje products it contributes to
a seamless end-to-end solution.”
Markem-Imaje’s SmartDate® X30 thermal
transfer overprinter is a robust one-box solution for
installation on low-to-medium speed production
lines printing on flexible film. With Markem-Imaje’s
market first Advance Consumables Management
(ACM) innovation - automatic set-up, ribbons and
printheads are recognized and adjusted to code
minutes after start-up. This minimizes both downtime and human error. Plus, with its unique printhead monitoring the SmartDate® X30 provides
continuous quality.
The SmartDate® X30 handheld terminal
continues to be available for customers who require
a simpler user interface.
www.markem-imaje.com

SATO and Xerafy partnership brings
cost-effective RFID inventory
management to global markets
I

nternational market leader in next-generation
auto-ID and labelling solutions, SATO has
partnered with Xerafy to bring pioneering metal skin
radio frequency identification (‘RFID’) labels to the
automotive, manufacturing and healthcare global
markets through its range of RFID-enabled printers.
The Xerafy Metal Skin RFID labels, which
provide real-time traceability and asset management visibility, are easy to print from a SATO RFIDenabled printer – such as the CT4-LX and CLNX
Plus series – and flexible due to their ability to be
used both on- and off-metal. In addition, the RAIN
UHF RFID labels are ultra-thin due to their unique
design and can be read up to five metres on metal
and up to four metres off metal.
“Our Metal Skin series offers customers in
manufacturing, automotive and healthcare with a
cost-effective way to track stock in and out of
operations,” says Michel Gillmann, Director Product
& Marketing at Xerafy. “Since the labels operate with
global RAIN RFID frequencies, they provide the best
fit for international supply chains as they work with
a wide range of applications – from IT assets to
product authentication and medical supplies.”
The innovative product has already been
successfully used by Sichuan Airlines, the largest
airline in western China, to reduce inventory time of
its 60,000 maintenance, repair and operating parts
by 80%. Daily inventory counts, which used to take
two employees up to eight hours to complete, can
now be finished in just under three hours, while
fixed inventory counts take two weeks, instead of
80 days.
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“Our RFID system has made it possible for
Sichuan to not only identify the exact location of
missing parts and consumables, but it has
completely eliminated manual data entry associated
with the inventory process, reducing human error,”
added Michel Gillmann.
As a SATO Partner for over 5 years, Xerafy
has worked closely with the auto-ID and labelling
expert to enable large-scale industrial RFID projects
on customer sites. The Metal Skin series is now the
latest range of RFID labels that can be used with
SATO industrial printers. Available in four different
sizes to incorporate human-readable printing,
barcodes and graphics, the product’s flexibility
makes it ideal for tracking small parts and medical
devices.
Laurent Lassuss, Head of Europe
Managing Director at SATO Europe, said: “It’s been
a pleasure working with Xerafy to enable its new
series of RFID labels on our range of SATO intelligent
printers. The company’s forward-thinking nature and
incredible creativity is a perfect match for SATO. We
look forward to working with them on future largescale customer projects.”
With a decade of innovation in industrial
RFID tags, systems and solutions, Xerafy redefines
market expectations for durable and reliable
performance. Headquartered in Singapore, the
company runs its operations from offices in the US,
UK and China.
For information on SATO and its activities,
visit satoeurope.com. Or to discover more about
Xerafy and its Metal Skin RFID labels, visit xerafy.com
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The lightline Cartonpacker from
Schubert packs products in
the smallest space possible

l

ightline is the Schubert machine series for
exceptionally fast, cost-effective and futureproof automation. The preconfigured machine
layouts significantly reduce delivery times and
investment costs. The Cartonpacker consists of a
single module and handles carton packaging in the
smallest of spaces – with all the expected high
quality and efficiency of a TLM system.
Manufacturers of fast-moving consumer
goods such as food, confectionery, cosmetics,
detergents and personal care products are faced
with the challenge of addressing high competition
pressures, changing market trends and the move
away from plastic in the packaging of their products
– with economic constraints, in the short and
through to the longer term. One of the best
insurance policies is evolving towards automation
with flexible, future-proof packaging machines.
The lightline machine series from Schubert is
exceptionally fast and cost-effective. The machines
can be delivered and set up in a very short time
thanks to their preconfigured layouts and the use of
proven TLM system components. With their flexible
robot technology, they also process sustainable
packaging from cardboard trays to paper-based
flowpacks. Durable components and the option to
retrofit new products and formats into the system
make it a secure investment.
The lightline Cartonpacker is a Schubert
case packer in a single machine frame. This enables
it to save close to a third of the space required by
freely configured systems. The preconfigured
Cartonpacker is available in four versions for four
different carton types: Boxes and trays with and
without lids, wrap-around cartons and RSC cartons.
The Cartonpacker is designed for one type of
product at a time, e.g. for bags, cartons, bottles or
cans. Depending on the carton type, the lightline
Cartonpacker is equipped with a suitably designed
erecting, filling and sealing tool. Schubert also
ensures flexibility within the machine variant: Each

Bottles, cans, cartons or, as seen here, bags of fruit gums: A wide range of consumer goods can be packaged with the
four product types that the lightline Cartonpacker processes
product type can be packaged in different formats.
The products and packaging are put through a fully
controlled process. The erecting, filling and closing of
the cartons is performed by high-precision robots.
Their tools can be exchanged, which allows the
lightline Cartonpacker to be used for a wide range
of products and industries.
Schubert line for wide product range
Manufacturers of fruit gums, coffee
capsules or ice lollies are already using the lightline
Cartonpacker in their production to pack the bags
and mixed packs of sweets or the boxes of coffee

Long-established manufacturer Niederegger packs its marzipan chocolates into a variety of RSC cartons using the
lightline Cartonpacker

www.innovationsfood.com
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into outer cartons. Cosmetic products and pet food
are also now being processed with the compact
Schubert line. At contract manufacturer Hudsonville
Creamery & Ice Cream, the lightline Cartonpacker is
also part of a complete secondary and tertiary
packaging line. The Yasso brand of ice cream, which
is well-known and extremely popular in North
America, is produced there. For shipping, the ice
lollies packed in flowpacks are first packed into
boxes of 4 using the Schubert cartoners. Two
lightline Cartonpackers are then used to pack eight
4-count boxes each into a shipping carton. Each of
the two Cartonpackers has a capacity of 450
products or 14 cartons per minute.
Other very well-known products that run
through a lightline Cartonpacker are Niederegger’s
marzipan chocolates. The filled praline boxes are
packed into 5- and 10-count cardboard trays, either
American cases or display boxes, at a speed of 12
cardboard trays per minute. The format changeover
can be completed by a machine operator in just five
minutes by simply changing the robot tools and the
magazine. Kai Röblitz, Operations Manager at
Niederegger, was very satisfied with the successful
commissioning of the new line: “The compact
lightline Cartonpacker is an ideal addition to our
automated processes. We are now able to further
increase our production output.”

www.schubert.group
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World premiere at FACHPACK:

Schubert Motion optimises
robot movements live

EcoString breadbag:
Schur Flexibles
presents bread
package made of
recyclable
monomaterial with
innovative
drawstring solution

A

Michael Döring (right), Head of Schubert Motion in Dresden, and Florentin Rauscher (left), Optimisation and Control
Engineer, will be showing robots featuring Schubert Motion technology for the first time at the FACHPACK 2021 trade
fair

P

ackaging machine manufacturer Schubert
presented robots featuring Schubert
Motion technology for the first time at the
FACHPACK 2021 trade fair. This software is
based on the use of artificial intelligence (AI) and
optimises the movements of the robot arms in
terms of speed, while reducing vibrations. At the
customer’s machine, a combination of a flowwrapper and a cartoner, the F2 robots will demonstrate the increased performance potential in the
real packaging process live at the exhibition stand.
For the packaging machine manufacturer,
Schubert Motion represents a decisive step towards
a new type of robot programming. Until now,
movements had to be parameterised in a complex
manner and manually tuned on the machine. “With
the new software, a large part of this effort is
eliminated. The robots run almost automatically at
high performance levels, and products and
processes can be focused on immediately,” explains
department head Michael Döring.
Organic movements are faster
Robots have until now been programmed
to travel the shortest possible straight paths. This is
not the best solution from a physical point of view,
however, because the mechanical loads on arms
and joints are increased by abrupt acceleration and
braking manoeuvres. A slightly curved track, on the
other hand, allows for smoother changes in speed
and therefore, paradoxically, faster processes. A
further advantage is that the more organic movements reduce vibrations on the robot and in the
machine, as this is also part of the development
work. The entire system is therefore subjected to
less stress, which benefits process accuracy, product
protection and system longevity – promising
considerable advantages for Schubert customers.
Michael Döring explains: “In the future, with our
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software we will be able to specifically address
individual causes of vibration, such as soft floors, and
still produce quickly.” A single figure highlights the
advantage the new programming with Schubert
Motion delivers: With optimum control, the same
robot can work on average around 20% faster –
without manual readjustment. Thanks to the
Schubert Motion software, packaging machines can
be operated at significantly higher cycle rates,
enabling manufacturers to efficiently increase their
production.
Development fields: predictive maintenance
and simulation
In addition to robot optimisation, Michael
Döring’s team in Dresden now wants to drive
forward the topics of predictive maintenance and
simulation. The expansion of the Dresden site is
therefore making progress. The environment at
Schubert Motion is excellent for interested
developers and pioneering digital innovations in the
field of robotics: impressive technology, a new office
close to the Technical University of Dresden and, last
but certainly not least, a highly qualified and
committed team.
More information at:
https://www.schubert.group/de/karriere/
professionals/schubert-motion.html

n innovation does not always have to involve
a completely new concept. This has been
proven by a bread package concept developed by
the packaging experts at Schur Flexibles. The
EcoString breadbag, which takes the concept of the
EcoString bag for cosmetics a step further, is a
resource-saving alternative to the conventional
breadbag with a clip closure.
Instead of the standard clip closure, the
EcoString breadbag is closed by means of a drawstring – a proven concept that has long been used
in packaging for cotton wool pads. Schur Flexibles
uses an edge trim of the bag for the drawstring, so
that the entire package consists of the same, fully
recyclable mono PP or PE film. „For the drawstring
we use production waste as a functional part of the
package”, explains Michael Martin, Head of R&D
Food and Schur Flexibles PackScience Center.
“Elimination of the metal or plastic clip saves
resources and simplifies our customers’ logistics
processes.” This innovative bread package also has
benefits for the consumer – handling and disposal
are more user friendly than ever.
“Our goal was to develop a bread package
with an intelligent combination of sustainability and
convenience that also works on existing packaging
lines”, Michael Martin adds. Conversion to the
EcoString breadbag requires an adaptation to a
standard drawstring bag machine at the sealing
station. The positive effects on sustainability and
handling, however, make the investment absolutely
worthwhile.
“This innovative, fully recyclable bread
package is a further step toward a future-oriented
circular economy for packaging”, says Michael
Martin.
Full printability of the bag and drawstring
make the new EcoString breadbag an eye-catcher at
the POS as well.

tna solutions advances
VFFS packaging
performance with
launch of tna robag® 3e

G
www.schubert.group

November 2021

lobal food processing and packaging solutions
specialist, tna solutions, has unveiled the latest
iteration of its flagship vertical form fill and seal
(VFFS) packaging system, the tna robag® 3e.
Featuring a new CXE integrated display controller,
smart diagnostic tools and intuitive time-saving
components, the system is capable of delivering up
to 250 bags per minute (bpm) with wastage as low
as 0.1%, alongside enhanced serviceability.
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New research helps
industry tackle
strong biofilms
with most effective
methods

R

ecent research from Campden BRI has shed
light on the species composition of food
industry biofilms and the most effective methods
to remove them – helping food businesses
minimise shelf-life-related issues often associated
with biofilms.
The research found current methods used
to tackle biofilms may not be as effective as
previously thought, leading the researchers to
investigate a targeted approach to help manufacturers identify and overcome their specific biofilmrelated issues.
Rob Limburn, microbiology group
manager at Campden BRI who led the project, said:
“Biofilms can play havoc with food manufacturers’
operations. Not only are they resistant to usual
decontamination methods making them hard to
remove, but when they do detach, they can easily
spread around a factory leading to post-process
contamination and reduction of a product’s shelflife. They also often go undetected as the usual
means of monitoring microorganism levels
commonly do not detect the biofilm-forming
organisms that cause problems, which may be in a
viable but not culturable (VBNC) state. Defining the
resistance of key spoilage organisms in their biofilm
state has allowed us to establish and optimise
procedures for decontamination and removal of
biofilms in several food industry settings.”
Bacteria can stick to surfaces by producing
a slimy layer of polysaccharides known as a biofilm.
This layer is very difficult to remove and can protect
the bacteria from cleaning and disinfection, leading
to persistent spoilage or shelf-life issues. Biofilms
are often complex, composed of multiple different
microbial species, carbohydrates, proteins and DNA,
and may harbour pathogenic species such as
Listeria monocytogenes, Salmonella and others. For
these reasons, biofilms have long been an issue for
the food industry.
The three-year project investigated biofilms
in factories from a range of sectors – including dairy,
meat, fish, deli and ready meal plants.
Feedback during Campden BRI’s semiannual member meetings highlighted that many
food business operators were concerned that their
methods of detecting and controlling biofilms were
ineffective and potentially the reason behind
persistent sporadic shelf-life issues.
To tackle this issue, the researchers first
identified and isolated the key biofilm-producing
organisms and used these to establish the most
effective ways of removing them - trialling both the
traditional and alternative approaches. The findings
threw into question what we know about biofilms
and how to control them.
Zoe Lambert, microbiology research
manager at Campden BRI who conducted the
research, stated how initial results came as a
surprise: “We found that some of the common
methods to decontaminate a surface with a biofilm
weren’t as effective as the industry believes. In fact,
we learnt that combinations of chemical, enzymatic
and/or physical approaches were sometimes
needed to ensure biofilm removal.”
Working with the food industry, Campden
BRI’s research has helped develop a targeted
approach to help manufacturers identify and overcome their biofilm-related issues.

New servo technology from Festo is helping Grolsch to put the iconic swing tops on its bottles of lager

Grolsch bottling plant
upgrade goes with a swing,
thanks to Festo automation
N

ew servo technology from Festo is helping
Grolsch to put the iconic swing tops on its
bottles of lager. The ‘swing-top transfer unit’ was
custom-designed by Festo in conjunction with
system integrator MCA Linear Motion Robotics and
is installed at the Grolsch Enschede plant in The
Netherlands.
The 'swing-top transfer unit' provides
approximately 3,800 swing-top bottles per hour
with a porcelain cap and rubber ring. Bottles without
clips are fed in on one side, while the swing tops
are fed in from the other side. Before the tops can
be positioned, a sensor detects where the hole in
the bottle neck is as the bottle rotates. On the basis
of this measurement, the bottles are rotated into the
correct position via a servo motor located underneath. Afterwards, the swing-top transfer unit
positions the swing top while the bottle is rotated
again so the swing top can first be pressed into one
and then into the other hole. The finished bottles
are then transported to the filling line.
One of the most important changes in the
new design is the replacement of the two electric
and parallel positioned axes that carry out the
horizontal movement (X-movement) by a heavy
duty EGC axis. This has a double guide that is
actuated by new servo technology in the form of
Festo EMMT servo motors.The EMMT compact
servo motor has a single cable for both motor and
encoder signals. This means it can generate a very
low holding torque, enabling it to synchronise
several axes, even during lower speeds. In addition,
the EMMT has a digital, absolute displacement

encoder (single- or multi-turn) and is available in
protection classes IP40 and IP67.
The existing Siemens PLC with Profibus
was upgraded to Profinet using the Festo CPX-E
automation system. The CPX-E is used as a central
controller for both the servo and stepper motors and
is configured as an EtherCAT master and motion
controller. This solution delivers the required speed,
accuracy and dynamic response needed from the
swing-top transfer unit.
The new controllers and Profinet system
also make gathering data really easy. This is helpful
for process optimisation, fault finding and predictive
maintenance: all aspects that Grolsch will focus on
in the future in order to increase machine reliability
and availability and reduce costs.
Steven Groot Zevert, a maintenance
engineer in this part of the Grolsch factories says of
the end result: “Thanks to the great cooperation
between system integrator and automation manufacturer the project has been managed quickly and
efficiently. I only really needed to let them know my
requirements. These were then translated into a
new, future-proof design that fits into our own
automation system and was also configured and
commissioned professionally by Festo and MCA.
“Everything runs according to plan and
that’s just as well, as next year the swing-top bottle
celebrates its 125th anniversary and I think Grolsch
will be paying some attention to that!”
For more information about Festo products
and services, visit: www.festo.com/gb
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Sappi Rockwell
Solutions launches a
sustainable lidding
film for the soft
fruit industry

H
© SIG

SIG is launching its new family-size aseptic carton pack, combivita, providing the next level of convenience and differentiation.
Available in three volume sizes (500, 750 and 1,000 ml), combivita has a slanted top and wider opening to ensure smooth and
easy pouring with SIG’s new tethered, easy open and resealable closure, truTwist, which is 32.5mm in its external diameter.

SIG presents next
generation family-sized
packaging: combivita

S

IG is launching its new family-size aseptic
carton pack, combivita, providing the next
level of convenience and differentiation.
Optimally tailored to busy consumers
and the changing needs of the beverage industry,
combivita offers on-shelf differentiation and
flexibility in the filing process.
SIG’s combivita has been developed
based on extensive consumer-centric research and
provides a competitive edge to beverage manufacturers. Available in three volume sizes (500, 750
and 1,000 ml), combivita has a slanted top and
wider opening to ensure smooth and easy pouring
with SIG’s new tethered, easy open and resealable
closure, truTwist, which is 32.5mm in its external
diameter. combivita’s organic curve on the back not
only adds to its elegance, but also makes it easier for
consumers of all ages to handle.
For beverage manufacturers, the side
corner panels of combivita provide additional
on-pack branding opportunities, to help achieve an
outstanding shelf presence. The highly robust
combivita pack enables 100% pallet utilisation and
also reduces secondary packaging and logistics
costs, compared to existing carton formats.
Innovative combivita family-size carton
packs are the first to be filled on SIG’s next generation filling machine, SIG NEO – a technical masterpiece that’s packaged with technical innovations
for manufacturers to meet present and future

challenges.
Ali Kaylan, SVP Innovation at SIG: “The
pandemic has fuelled a paradigm shift in consumer
habits, including working from home and buying
products in advance. As a result, the demand for
convenient family-size products and packaging
formats has grown exponentially. Our new
combivita carton pack makes life more simple,
convenient, flexible and sustainable for both
consumers and our customers.”
As the focus on sustainability continues to
gain importance, combivita carton pack has an
excellent environmental footprint, with 100% of the
paperboard sourced from FSC™-certified forests and
using 100% renewable energy during the manufacturing process. In addition, there is also the
opportunity for combivita carton packs to be
combined with SIG’s SIGNATURE packaging
material, where the polymers are also linked to
forest-based materials. For products sensitive to light
and oxygen, an ultra-thin layer of ASI-certified
aluminium provides world-class barrier qualities.
Morshed Kamal, Senior Product Manager
at SIG: “With true innovations such as combivita and
our next generation SIG NEO filling machine, we
are optimally equipping the food and beverage
industry for today’s requirements while also preparing them for the changes, challenges and opportunities ahead.”
www.sig.biz

Safe in PET: COVAP’s first complete
aseptic PET line from Sidel

T

hanks to Sidel’s end-to-end complete aseptic
PET line, UHT liquid dairy products (LDPs) from
Spanish milk prducer COVAP are now aavailable in
PET bottles for the very first time. This new PET
bottle opens the door to meet changing market
demand and ensures product integrity and safety.
COVAP, a Spanish cooperative, is one of
the major milk producers in Spain. The company
has one of the most technically advanced dairy
plants in the whole of Europe and has been a
family of farmers for over 60 years. With a large
operating area of 22,650 m2, COVAP can produce
400 million liters of milk per year. Traceability is
their key to sustaining high-quality products. By
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implementing strict control from animal feed to the
production process, they are able to keep their
commitment of bringing a range of high-quality
LDPs to consumers.
COVAP also produces ready-to-drink dairy
products for other retailer brands in Spain. Although
LDPs are dominated by carton packaging, major
supermarket players have decided to sell them in
PET bottles as well based on market preference. To
meet demand, COVAP partnered with Sidel for the
first time on a complete aseptic PET line with the
Sidel Aseptic Combi Predis™ at its heart, after
visiting various dairy plants using Sidel’s equipment
in Spain and Italy.

November 2021

eat seal coating specialist Sappi Rockwell
Solutions has launched a recyclable, lightweight, heat seal, lidding film designed specifically
for the fresh produce market.
The highly versatile RockFruit lidding film
range provides a strong, peelable seal onto a wide
variety of substrates including rPET, aPET, PVC and
aPET lined paperboard.
The film can be produced with 30% and
60% post-consumer recycled content variants to
help customers in the soft fruit market reduce their
environmental impact and bring them in line with
the UK plastic packaging levy scheduled for April
2022.
“Reducing food waste and plastic usage is
being prioritised in the soft fruit market, but freshness is everything and nothing plays as big a role in
maintaining freshness as the packaging,” explained
Chris Button, Head of Sales at Sappi Rockwell
Solutions. “RockFruit has been developed as a
direct response to the needs of customers in this

sector looking for a sustainable packaging solution
that is robust enough to withstand the rigours of
the supply chain. This is another step forward to
reducing our own environmental impact and that of
our customers.”
RockFruit offers outstanding performance
on all lidding machine lines and up to 25%
increased impressions per reel. Options include 30
or 60% PCR content and if used without perforations, a high oxygen and moisture barrier to increase
product shelf-life even further.
Sappi Rockwell Solutions Ltd is one of
Europe’s major manufacturers of peelable, high
barrier and anti-fog lidding films. With over 35 years
of experience Sappi Rockwell Solutions is a wellestablished business based in Dundee, Scotland
and focused on developing unique and proprietary
coating formulations to manufacture highly
specialised packaging films.
Acquired by Sappi Global in 2017, Sappi
Rockwell Solutions is a subsidiary of Sappi Europe.
www.rockwellsolutions.com
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Advanced technology of new
capping machine delivers
flexibility and value
A

TS Packaging Machinery is launching a range of
capping machines incorporating high-precision
tightening technology, which the company says is
the most advanced available on the market.
The first model to be introduced is an
entry-level version that delivers a fast return on
investment, particularly for manufacturers requiring
frequent changeovers or handling a wide variety of
different container types.
The new Gemini linear capping machine
incorporates an ATS-designed tightening system,
with fully programmable torque, speed, applied
force and vertical positioning of the capping head,
that provides a more precise action than traditional
equipment. Whereas many existing capping
systems rely on mechanical cams and clutches,
which limits the types of closures they can handle,
the unique ATS solution is suitable for many
different types, including screw caps, push-on caps,
dispensing pumps and spray triggers, as well as a
wide range of container sizes, from 20ml to 20 litres.
The machine is available with Ex, FDA,
CGMP and UL certifications, making it suitable
across all packing applications including cosmetics,
pharmaceuticals, food & beverage, personal care
and industrial chemical sectors. For maximum
flexibility, it can be specified with between one to
eight capping heads, delivering speeds of up to 80
packs per minute depending on the type of
container handling system. Its compact dimensions
mean it can be easily mounted over existing
conveyor systems or moved between different pro-

duction lines.
Richard
Aitchison,
ATS
Packaging Machinery’s Technical Sales
and Product Manager, said the new
model offers a cost-effective alternative
to both traditional rotary and servocontrolled capping machines, in
terms of initial purchase price and
subsequent change-parts.
“In today’s competitive
markets, new product and pack developments are an ongoing process and
companies often have to move quickly
to meet market trends and changing
consumer demands,” he explained.
“The flexibility of our machine provides
customers with valuable futureproofing and the ability to respond quickly to new
requirements with minimal cost.”
As with all ATS packaging machinery, the
Gemini has been developed using the latest
Siemens machine control technology. Standard
features include remote diagnostic and service
support packages, which provide preventative maintenance to maximise uptime.
The machine also incorporates full track
and trace capabilities, with every closure tightening
operation recorded, giving companies access to
valuable data in the event of any problem or
complaint in the supply chain or from the endconsumer.
The capping machine range is the first new

model development from the recently established
ATS Packaging Machinery Division and resulted in
an enquiry from an existing customer in the
cosmetics industry for a more flexible capping
solution.
“The new Gemini is an excellent example
of our solutions-based approach in the design and
installation of bespoke, automated packing and
filling lines,” concluded Richard Aitchison. “Our
machinery development programme is focused on
devising equipment that helps companies to
streamline operations and maximise efficiencies.”
www.ats-packaging.com

New 4YOU Services from packaging machine manufacturer Schubert

More efficient processes with digital services

T

he more digitalised packaging machines
become, the more data is generated during operation. With targeted digital services,
this wealth of data turns into currency for
manufacturers and operators. Schubert, the
packaging machine manufacturer, continues to
expand its service portfolio with this in mind. With
the company’s new digital CARE services, packaging
processes both inside and outside the machine can
be optimised to save resources and costs.
Uwe Galm, Director Customer Services at
Gerhard Schubert GmbH since 2020, is introducing
the new portfolio: “Our 4YOU services are now
clearly divided into technical and digital services.
Within the digital area, with the CARE (Connection
for Analytics, Reporting and Efficiency) product
family, we offer various complementary and standalone service packages with which our customers
can record and specifically evaluate their machine
data in the customer portal.” This is because digital
data is the new currency in the packaging process,
also and especially in the key area of service:
Detailed and configurable analyses make processes
inside and outside the Schubert line easier to
understand, while revealing the potential for greater
efficiency. “If the results are used optimally,
production output can be increased significantly and
in the long term,” explains the Director of Customer
Services. “As required, we advise our customers
comprehensively and support them throughout line
and process optimisation.”

www.innovationsfood.com

objectives. Only then do we put together a
customised service package from our service portfolio, which then becomes part of our contract, the
4YOU Agreement.” This package is regularly
reviewed in terms of the current customer situation
and adjusted as required. With its comprehensive
4YOU Services, Schubert continues to support its
customers throughout the entire machine life cycle
– from project planning and the start-up phase
through to production, as well as during conversions, machine relocations and end-of-life management. Of course, the Service Center with a contact
for all enquiries, as well as custom-tailored training,
are still part of the range of services offered.
Uwe Galm, Director Customer Services, Gerhard
Schubert GmbH

Customised services
According to Uwe Galm, customeroriented, individually tailored services are key to all
services, whether technical or digital. The Schubert
service implements this by means of a unique
approach, which can be summarised as a threephased cycle “Understand – Personalise – Improve”. “It is important for us to really understand
t
h
e
customer," highlights Uwe Galm. “This is why we
always conduct an up-to-date assessment of the
customer’s situation and compare it with their

Digital data as the basis for new services
The new digital CARE services reflect the
technological evolution of the machines: With the
GS.Gate industrial gateway, the customer portal and
the PARTBOX 3D platform, which are already in use,
Schubert has developed its own digital technologies. The Titan digital twin will represent another big
step in this direction. Uwe Galm casts a glance into
the future: “We want to network the technologies in
a meaningful way in view of efficiently using the digital data as a basis for entirely new services. From
our perspective, this is the service of the future, from
which our customers greatly benefit.”
More information regarding Schubert
service is available on the new website:
https://go.schubert.group/en/service
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Triballat Noyal launches first
plant-based drinks mixed with
cow milk in SIG carton packs

FlatMap®, the
latest packaging
solution for sliced
products

F

I

rench family business Triballat Noyal is launching a new brand of drinks called Pâquerette &
Compagnie, which uniquely combines the creaminess of cow milk with the delicious flavours of plantbased ingredients, in combiblocMidi 750 ml carton
pack from SIG.
Bringing something refreshingly different
to the French market, Triballat Noyal will introduce
three new drinks under the Pâquerette brand, with
high quality ingredients and the greatest respect for
animal welfare and local farmers. The new drinks
are made from 50% cow’s milk, collected from
Brittany, and 50% plant-based ingredients: oat,
almond and hazelnut.
Triballat has always done things differently
and is committed to doing what is best for both
people and planet. Opening up this new product
category meets changing demands from its
consumers for healthy and innovative beverages.
Today’s consumer wants new variety, great taste and
healthy nutrition and this is why the team at
Triballat Noyal came up with the idea of mixing dairy
and plant-based ingredients for the first time.
The convenient, flexible and sustainable
packaging and filling technology is also essential for
such an innovative product launch. SIG’s filling
technology provides high flexibility without compromising on speed, with an output of 12,000 packs
per hour. CFA 812 filling machine from SIG provides
customers such as Triballat with up to 70 packaging
options - an unmatched variety of formats, volume
sizes, openings and packaging material options can
be filled on one filling machine for square based
aseptic cartons.
Triballat can also take advantage of using
industry-leading sustainable packaging materials, for
example SIGNATURE Full Barrier packaging material
from SIG, which further reduces the carbon footprint compared to a standard carton pack. More
than 90% of the packaging material components
are linked to forest-based renewable material and
100% are responsibly sourced. Next to the FSCTMcertified paperboard, the polymers are also
independently certified according to ISCC PLUS. The
polymers used are 100% linked to tall oil, a residue
extracted from wood in paper manufacturing, via a

mass balance system. SIGNATURE Full Barrier also
includes an ultra-thin layer of responsibly sourced,
ASI-certified aluminium, to protect the product
against light and oxygen.
Noëmie Buffet, Product & Category
Manager at Triballat Noyal: “Being experts in both
dairy and plant-based products, this new 50/50 mix
offers our consumers a great tasting yet healthy
drink. SIG’s combiblocMidi carton pack has already
been well received by our Sojasun and Sojade
consumers and is also the perfect packaging
solution for our new Pâquerette brand. This
responsible, convenient and visually appealing
packaging enables us to stand out in retail and offer
the very best in sustainability for our consumers.”
Efficiency, flexibility and differentiation are
key issues in the food and beverage industry. This
not only applies to product development but also,
just as importantly, to the type of packaging and
filling technology used.
François Dieulouard, Key Account Manager
at SIG: “Working in close partnership, we are able
to help the passionate family business Triballat to
rapidly adapt to changing demands for innovative
products from its consumers. Our flexible filling
technology enables new product categories like
Pâquerette to successfully launch to market quickly
and in the right packaging.”
The partnership between SIG and Triballat
Noyal offers true product innovation and differentiation, delivering innovative product and packaging
solutions that enable businesses to satisfy everchanging needs.

Graham’s, The Family Dairy reduces plastic
and makes Skyr more sustainable

D

ungannon, Northern Ireland-based Greiner
Packaging has been supplying Graham’s, The
Family Dairy with packaging for almost 10 years. In
2017, it helped the Scottish dairy launch its awardwinning and best-selling 190g Protein 22 cups,
packed at the dairy’s Fife site. In 2020, Greiner
Packaging supplied around 40% of Graham’s
required volume of cups.
At the end of 2020, another supplier said
that due to material shortages as a consequence of
Brexit, it could not fulfil an order for cups for
Graham’s popular Skyr line, launched at the start of
2018. The team at Greiner Packaging immediately
stepped in to help and the end result was Graham’s
adopting the new and more environmentally
friendly K3® cardboard-thermoformed plastic
solution for its 450g Skyr range to replace the
existing in-mold label (IML) product.
Due to the skill, experience and agility of
the Greiner Packaging team, within 48 hours of
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receiving the call from Graham’s, the artwork
department had amended files for what was
formerly an IML cup into a direct-print cup for a
stop-gap, until the new K3® cup could be produced.
“Working with Greiner Packaging was
exciting, as we turned a problem around in just one
week through an innovative, low carbon solution,”
says Graham’s, The Family Dairy Marketing Manager
Emma Roy. “Replacing our existing IML cups with
thermoformed for our Skyr product line brought
many immediate benefits, reduced waste through
recycling, and increased factory efficiency by
improving speed on the packaging line. Moving to
K3® will deliver a 58.4% reduction in plastic –
saving an estimated 39 tonnes of plastic a year. In
addition, we now have the continued opportunity
to respond to our customers interest in sustainability and run promotions with the additional space
that the inside of the K3® sleeve provides.”
www.greiner-gpi.com
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n terms of quality and innovation, the Swiss food
industry is one of the world’s most demanding
markets, making this achievement even more
significant!
Many innovations start in Switzerland
before becoming mainstream in the packaging
industry worldwide. The award-winning FlatMap®
packaging system was developed by tray-sealing
and thermoforming specialist SEALPAC, together
with its Swiss customer Bigler AG. Other close partners in the project were Van Genechten Packaging,
the cardboard expert located in Kempten
(Germany), and Buergofol GmbH, leading film
manufacturer located in Siegburg (Germany). The
resource-saving FlatMap® solution relies on a high
proportion of renewable raw materials, but also
offers plenty of space for communication. Its striking
and innovative look guarantees maximum attention
of food products at retail.
Securely and attractively packaged under MAP
The new FlatMap® packaging system puts
sliced meat, dairy and seafood products in the spotlights. These products are placed on a flat cardboard
carrier made from bleached or unbleached fibre.
The carrier is coated with a thin protective layer,
which provides stability, as well as a reliable barrier
against fat, moisture and oxygen. The products are
securely sealed under modified atmosphere by
means of a thin lidding film, hence prolonging their
shelf life. Both the protective layer and lidding film
are polyolefinbased, making them fully recyclable.
Consumer-friendly opening of the pack is made
possible by an easy-to-grip peel tab.
Due to the perfectly flat design of the pack,
an entirely new level of reclosability can be
achieved. As such, FlatMap® guarantees optimal
freshness until the very last slice and enables firstclass storage in the consumer’s refrigerator, without
the need for repacking.
The system is available on all of SEALPAC’s
Amax-series traysealers with servo drive and
FlatMap® preparation. This ensures a reliable
sealing process under modified atmosphere.
FlatMap® provides exceptional opportunities with regard to branding and product information. The cardboard carrier can be printed in high
quality on both sides, therefore offering plenty of
space for product explanations and consumer
communication. Owing to its striking look, the packaging will always be a true eye-catcher on the retail
shelves, regardless of whether its presentation is
vertical or horizontal. In addition, the system offers
even more convenience to the consumer:
supported by an attractive design, sliced meat,
cheese or seafood products are ready to serve from
their packaging.
Another major benefit of the FlatMap®
system is the resource-saving use of materials.
Compared to common modified atmosphere
packaging, up to 75% of plastic can be saved. At
the same time, recycling is improved. After finishing the product, the thin layer is easily removed
from the cardboard carrier by means of a peel tab,
to allow for disposal as plastic waste together with
the lidding film. Obviously, the cardboard carrier is
thrown away separately as paper waste.
www.sealpacinternational.com
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Solvay announces groundbreaking
solution for recycling PVDC
S

olvay, a science company delivering high
performance materials for safe and reliable
food packaging, has conducted a proof of concept
showing that polyvinylidene chloride (PVDC) has
the potential to be recycled. PVDC is used in
food, beverage and healthcare multilayer barrier
packaging across the world.
The proof of concept involves a process to
recycle Ixan® PVDC bioriented film from a postindustrial waste source from food packaging without
compromising the performance of the high barrier
polymer. It marks an important step towards more
sustainable and circular packaging applications, with
the potential to launch other initiatives like recycling
post-consumer packaging containing PVDC.
“The proof of concept developed by our
research team is a solution for PVDC packaging
circularity. It shows there is a possibility to reintegrate
the recycled polymer into future applications, meaning it can be re-used and re-blended with virgin
materials – without losing or degrading its high
barrier properties,” said Claire Guerrero, Global
Marketing Manager for Packaging Segment and

Sustainability at Solvay.
“The recycling technology developed by
our team enables us to achieve the right quality so
that the recycled PVDC meets the strict requirements for indirect food contact, creating the closed
loop,” adds Yves Vanderveken, Senior Project
Portfolio Leader R&I.
Maintaining the high quality of the polymer
was essential to Solvay in their quest to find a
sustainable solution. Solvay specialty polymer’s
function of providing a strong barrier against water,
oxygen and aromas is why it is used in essential
applications to preserve food and reduce waste. A
reduction of these properties would defeat its
purpose.
“It goes without saying that setting a global
PVDC recycling stream is a huge task, so we are
therefore inviting our fellow companies to work
alongside us to introduce a way to recycle PVDC
across the globe. We all have a role to play in
the plastic packaging recycling challenge, and Solvay
is committed to playing its part," adds Claire
Guerrero.

Beatson Clark invests £1 million
in on-site recycling facility

L

eading glass packaging manufacturer Beatson
Clark is staying ahead of the game by investing
a further £1 million in expanding its on-site recycling
plant in South Yorkshire and installing new, more
efficient equipment.
The company partnered with REDWAVE to
complete a turnkey plant expansion which began
operation last month.
Throughput at the recycling plant is
expected to increase by an average of 50% over
the year, and the project has created 12 full-time
jobs which were previously contracted.
As part of the investment Beatson Clark
has installed additional optical sorters, vibratory
feeder conveyors, new screening machines and a
new JCB telehandler. Additional processing stages
have been introduced using new vibrating screens
and dedicated optical sorters, improving quality and
reducing waste.
The new equipment and the additional
inspection stages have reduced the false rejects of
glass which were removed with the CSP (Ceramics,
Stones and Pottery) by over 50%, which in turn has
increased the plant efficiency. This makes the
process more sustainable and means less waste
glass going to aggregate for re-use rather than being
truly recycled within our furnaces.

“The addition of new optical sorters makes
the process more precise and reduces the amount
of good glass which gets rejected by the machines
and sent to waste, thereby increasing the amount of
quality cullet that can be used in the furnace,” said
Patrick Pagdin, Recycling Plant Manager at Beatson
Clark.
“We are now seeing an increased output
of both white flint glass cullet and gramber (green
and amber glass cullet) thanks to easier automated
sorting and improvements in the colour sorting
process.”
Beatson Clark has also installed a 300m2
canopy to cover infeed material and protect it from
inclement weather conditions; this will improve
processing during the winter months as the material will remain relatively dry.
Colin Saysell, Logistics and Production
Planning Manager at Beatson Clark, said: “Sustainability is an integral part of our philosophy as glass
manufacturers. We are constantly looking at new
ways in which we can reduce our carbon footprint
and cut waste.
“Our new, improved capability for resorting recycled glass at source will reduce the transport
miles generated through the supply chain and will
give us greater control of the quality of our cullet.”

OneCircle and Infinitum team up, introducing
effective recycling of KeyKegs in Norway

W

ith the KeyKeg®, OneCircle showcased
circularity as an achievable objective in this
part of the packaging market. In order to fulfil that
promise, OneCircle creates a network of partners
for the collection and recycling of recyclable Kegs. It
is gratifying to embrace an experienced and
specialized partner such as Infinitum as a recycling
partner for the Norwegian market. Infinitum has
already set up a deposit system and will collect used
KeyKegs as of September 2021, recycling them
for reuse as new KeyKegs — fully embracing the

www.innovationsfood.com

circular design in all OneCircle Products.
By introducing a plastic and can deposit
scheme for beverage, the Norwegian producers
and retailers have created an efficient solution for
recycle and reuse valuable material as HDPE, PET
and aluminium and this shared focus on sustainability aligns perfectly with OneCircle’s values and
ambitions. The Infinitum team will work hard to offer
our KeyKeg® customers a truly circular solution
while also simplifying the collection process for end
users.

November 2021

Carbios launches
industrial
demonstration plant
for its unique
enzymatic recycling
technology

C

arbios, a company pioneering new enzymatic
solutions to reinvent the lifecycle of plastic and
textile polymers, announced the official opening
and launch of an industrial demonstration plant
operating with its enzymatic recycling technology,
C-ZYME®, which was installed on the Cataroux site
in Clermont-Ferrand.
“For more than 10 years, we have been
creating innovative solutions to rethink the end of
life of plastics and textiles,” said Jean-Claude
Lumaret, Carbios' Chief Executive Officer. “This
industrial demonstration plant fulfils the promises of
our enzymatic recycling process, C-ZYME®. The
continuous cycle of recycling PET waste is one step
closer to becoming a reality!"
The demonstration plant marks the
culmination of the development of the C-ZYME®
technology. It will allow the validation of the
enzymatic PET recycling process' technical, environmental, and economic performance, as well as the
design of future industrial units. By the end of 2022,
its operation will enable the complete engineering
documents for the process (Process Design
Package) to be drawn up for the building and
operation of a 40,000-tonne/year capacity
reference unit as well as future factories to be run
under licensing agreements.
"The demonstration plant includes a
20m3 depolymerization reactor capable of
processing 2 tonnes of PET per cycle, which is the
equivalent of 100,000 bottles. This is a watershed
moment, highlighting how this revolutionary process
works on a large scale," added Mr. Lumaret.
A delegation from Japan’s Suntory Group
attended the opening in recognition of their support
for this ground-breaking technology. Suntory
Beverage Food Europe – a division within the
Suntory group and a progressive advocate of
enhanced recycling technologies, is a member of
the Carbios Consortium who earlier this year
launched the world’s first Orangina bottle made
from enzymatically recycled plastic.
The optimization of the operating parameters as well as the production of the monomer
batches are now carried out by a team of 10
people. An initial hydrolysis has been successfully
realized, confirming the upscaling of the process.
The C-ZYME® recycling process uses an
enzyme capable of depolymerizing PET (polyethylene terephthalate), which is found in a variety of
plastic and textile items. The depolymerized
monomers are purified before being repolymerized
into PET of comparable quality to virgin PET derived
from petrochemicals. Unlike traditional methods,
Carbios' breakthrough enables unlimited recycling
of all sorts of PET waste (clear, colored, opaque,
complex plastics, polyester textiles) as well as the
production of 100% recycled and 100% recyclable
PET goods that maintain their virgin quality throughout the process.

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

EXPLORE

EIGHT halls
OVER

FOUR days
HUNDREDS of LIVE

d e m o n st rat i o n s

Labelexpo Europe 2022 gathers together the very best label and package
printing minds, all joining forces to help you achieve print perfection. This
truly epic show is your opportunity to watch live demonstrations of the latest
technology, meet with your peers, form alliances and grow your business.
Precision, knowledge, technology and collaboration are at the core of label and
package printing success. This is exactly what you’ll find at Labelexpo Europe 2022 the world’s leading industry event.
So join us in April when the knights of the print world come together in their quest
for perfect print.

Register today at: www.labelexpo-europe.com

