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digital trends
to shape the beverage
industry
The beverage industry has been steadily implementing and capitalising on the benefits of digitalisation —
using tools such as digital twins, blockchain solutions, artificial intelligence and robotic technology.

Digital twin
The concept of digital twins is a tool particularly well suited
to the beverage industry. By digitally simulating a beverage
machine and integrating its data into software tools, functions
can be tested in real time before the machine is built. The
digital twin also helps ongoing machine operation by avoiding downtime. Moreover, the process data can be shared with
others — even beyond one’s company. Before maintenance,
the manufacturer can simulate real production conditions and
adjust the maintenance intervals to the actual machine load.
However, the company providing the data always remains in
control of the use of its data.
For example, Krones uses digital twin programs to simulate
and calculate the positioning performance of three-armed robots
in the packaging process. This allows for status diagnostics
improvements to be conducted during ongoing operation, even
without access to the physical device.

Blockchain technology
Connection forms the basic principle behind another digital
technology that could help evolve the beverage industry. Blockchain is a software system that combines data in unchangeable
lists via a forgery-proof method (distributed ledger) and can
comprehend the entire supply chain of products. Blockchain
solutions are already commonly used today, particularly for
verifying product authenticity. According to industry experts,
this technology is predicted to generate savings of $31 billion
by 2024 — all by improving supply chain traceability, reducing
the time required and simplifying the recall process.
For example, blockchain technology can be useful for tracking
raw malt in the beer industry. Belgian beer group AB InBev
recently reported that, from 2021, the company could use a
QR code to discover the origin of the malting barley and its
manufacturing process. It was initially intended to connect
grain farmers in the north of France with the malthouses in
Antwerp, Belgium, and the Stella Artois brewery in Leuven,
Belgium. AB InBev expects the technology will benefit not
only consumers but also the agricultural industry and its
environmental footprint.
In another example, blockchain solutions will also soon
provide comprehensive product information for sake, the
traditional Japanese rice wine. Distributed ledger technology
4
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for the sake blockchain will gather information regarding the
ingredients, brewing process and control measures into the
supply chain. The consultants for this project expect that this
will lead to a higher price for the product.

Artificial intelligence
Artificial intelligence (AI) could also play a role in the
continued development of digital solutions for the beverage
industry. A cross-industry study by the Fraunhofer Institute
for Industrial Engineering IAO of more than 309 companies
shows that 75% of the surveyed companies are currently
engaged with AI. A total of 16% already use the technology.
For example, Swedish whisky distillery Mackmyra uses AI
to automate the challenging aspect of recipe generation. The
distillery combines machine learning models and calculation
algorithms via a data cloud to calculate new recipe component combinations. The company hopes to offer consumers
innovative whisky flavours. The first whisky based on these
calculations has already been created. It was awarded ‘Gold’
by the American Distilling Institute.
In another example, AI is used to research methods for
reducing food waste by up to 90%. Two supply chain points
are crucial here: minimising overproduction and avoiding wastage. This allows for consumer demands to be more accurately
predicted and for production infrastructure to react quickly
to both fluctuating demand and differences in the quality of
raw materials.

Robots — cleaning the plant
Robotics, digital twins and artificial intelligence have been
combined in intelligent cleaning robotics for interiors and
exteriors. A research team from the Fraunhofer Institute for
Process Engineering and Packaging IVV in Dresden has developed two types of modular cleaning robots: one drives through
the production plant via conveyor belt and cleans it from the
inside, while the second cleans the floors, ceilings and walls of
rooms, as well as production machine exteriors. An extendable
robotic arm with a jet cleaner also reaches the higher-up areas.
Many of these trends will be further discussed at the industry event drinktec 2021, which will run from 4–8 October
in Munich.
Drinktec
www.drinktec.com/en
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Plant-based confectionery
predicted to grow this year
The plant-based food market is expected to grow
beyond the core dairy and meat categories and make
significant headway in the confectionery space.
Market research company Innova Market Insights said the trend, which they dubbed Plant-Forward, is one of the top food
industry trends for the year.
In 2020, 67% of all new products with ‘plant-based’ claims were launched outside of the meat and dairy categories. In the
confectionery market more milk-free and gelatin-free products are hitting the shelves, as highlighted in a new report.
While total confectionery launches rose at a CAGR of less than 2% over 2016–2020, introductions of those carrying vegan
claims increased at 17% CAGR. More dynamic still were confectionery launches under the simpler ‘plant-based’ banner, with
introductions more than doubling in 2020 alone.
A review of vegan and plant-based confectionery NPD also demonstrates the shift of animal-free products further into the
mainstream. While vegan claims were once predominantly used as secondary or tertiary claims in combination with other
‘free-from’, organic or health positionings, they are now coming to the fore as a primary focus.
“Mars’ introduction of vegan Topic and Bounty bars in the UK this month demonstrates the growing importance of the vegan
message,” said Lu Ann Williams, Director of Innovation at Innova Market Insights.
“Although the bars are also positioned as gluten-free, ‘vegan’ is the most important claim on the packaging, while the Vegan
Society logo is also prominent.”
Innova Market Insights also found it interesting that some confectionery producers are taking formulation and marketing
cues from the established dairy and meat alternatives categories.
In plant-based chocolate some of the newer products use terms such as ‘mylk’ or ‘m!lk’ to reflect their dairy-free recipes,
while others incorporate nut or oat milks as ingredients. Meanwhile, in gelatin-free sugar confectionery, ‘veggie’ terminology
is being used on occasion.

Wine industry leader
recognised in Australia
Day awards
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The chairman of the national association for winegrape and wine
producers has received the Officer of the Order in the General
Division (AO) on Australia Day.
Australian Grape and Wine Chairperson Sandy Clark received
the coveted award for his distinguished service to the wine industry
through leadership roles, finance and business, to the arts, and
charitable initiatives.
Former Chairperson of Brown Brothers Group and Mitchelton
Wines, Clark was appointed as the Winemakers’ Federation of
Australia (WFA) President on 15 November 2016.
Clark was a driving force behind the amalgamation of WFA and Australian Vignerons, giving the industry one united voice at the
federal level. On 1 February 2019, Clark was elected to be the inaugural Chairperson of Australian Grape and Wine Incorporated.
Australian Grape and Wine Chief Executive Tony Battaglene said the recognition reminds us all of how much Sandy has done.
“He continues to do so much to further the cause of Australian wine, and we all welcome this formal acknowledgement of
Sandy’s efforts,” Battaglene said.
The Order of Australia recognises Australians who have demonstrated outstanding service or exceptional achievement, according
to the award’s website.

www.foodprocessing.com.au
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Sweet smart:
recyclable
paper
packaging for
Smarties

The Nestlé Smarties brand is now
using recyclable paper packaging for its
confectionery products worldwide. This
represents a transition of 90% of the
Smarties range, as 10% was previously
already packed in recyclable paper
packaging.
Alexander von Maillot, Global Head of
Confectionery at Nestlé, said: “Shifting
Smarties packaging to recyclable paper
is one of our key sustainable packaging
initiatives in the confectionery category.
It is a further step in realising Nestlé’s
ambition to make all of its packaging
recyclable or reusable by 2025 and to
reduce its use of virgin plastics by onethird in the same period.”
The new Smarties paper packaging
is sourced sustainably and is made
of a coated paper, paper labels or
carton board. Information about how
to properly dispose of Smarties paper
packaging is also included on its labels
to raise consumer awareness.
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Food regulators have voted to classify fruit juice as less healthy than diet soft drinks
under new changes to the Health Star Rating (HSR) system.
Government Ministers met on Friday (12 February 2020) at the Australia and
New Zealand Ministerial Forum on Food Regulation to agree to “maintain the status
quo” with the HSR calculator upon further advice from the Department of Health.
The Forum found the system “adequately reflects the variation in sugar content
for juices”, which assists consumers in their choice of beverages.
Nutritional information is mandatory on the back of packaged Australian and
New Zealand foods, but HSR labels, which have appeared on the front since 2014
and rate a food from 0.5 (least healthy) to five (most healthy) stars, are voluntary.
The decision means fresh 100% Australian apple juice would be labelled only
2 stars and 100% Australian orange juice would receive 2 ½ stars because of its
high sugar content, while diet cola would be given 3 ½ stars.
Agriculture Minister David Littleproud said the decision was “madness” after
the Forum rejected a proposal to lock in a minimum 4-star health rating for pure
fruit and veggie juices in November.
“Fresh, pure, vitamin-rich Aussie OJ is better than soft drink every day of the week
and our Health Star Rating system should reflect this,” Minister Littleproud said.
AUSVEG, Australia’s peak industry body for the vegetable and potato industries,
had called for common sense to prevail before the Ministers voted.
Whiteside said that since 3%, or 93,000 tonnes, of total annual vegetable
production in Australia is consumed in juice form each year, it is important the
messaging around the Health Star Rating system doesn’t confuse consumers.
“People reading labels that tell them a soft drink, which has added sugars and
artificial sweeteners, has a higher HSR than a natural juice would be confused and
could be led to believe that fruits and vegetables are not healthy, which is simply
not the case.”
But it appears the industry body’s concerns were not heeded and the decision to
evaluate fruit juices as unhealthy based on their high natural sugar content will stick.

New recycling plant will recycle 1 billion PET
bottles a year
Construction has begun on the new recycling facility that will see the equivalent
of around 1 billion PET plastic bottles recycled each year.
The $45 million plant, located in Albury–Wodonga region near the border of
Victoria and New South Wales, is set to be fully operational by October — two
months earlier than expected.
The facility, developed by a joint venture between Asahi Beverages, Pact Group
Holdings and Cleanaway Waste Management, will trade as Circular Plastics
Australia PET.

State Member for Albury Justin Clancy, Asahi Beverage CEO Robert Iervasi,
Cleanaway CEO Vik Bansal, Federal Environment Minister and Federal
Member for Farrer Sussan Ley, Pact CEO Sanjay Dayal and Albury Mayor
Kevin Mack.
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Health Star Rating: diet cola healthier than
fruit juice
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Value adding
for food
manufacturing
in WA
The Western Australian Government has
allocated $10.2 million through it Value
Add Investment Grants program.
Funding has been awarded to 18
agrifood businesses in metropolitan
and regional areas to support capital
expansion, relocation or new projects to
grow local processing.
Bunbury-based sheepmeat and beef
processor V&V Walsh plans to build a
state-of-the-art cold store facility to boost
production capacity and fulfil demand in
Australian and international markets with
its $700,000 grant. While Vesco Foods is
planning a factory expansion to diversify
product offering with its grant funding.
The program is part of the $16.7 million
Food and Beverage Fund, a fouryear initiative supported through the
McGowan government’s WA Recovery
Plan to stimulate jobs in food and beverage
businesses.
Some of the other successful applicants
of the grant funding include:
• D Trandos & Sons for value-added
processing of fresh WA corn for local,
national and international markets
• Cheeky Monkey Brewing in Margaret
River for increasing manufacturing
capacity
•C a n o n F o o d s S e r v i c e s f o r a
manufacturing facility expansion
• D’Orsogna for a state-of-the-art slicing
and packing process
• Atari Enterprises Trading Company for
a brewery and distillery upgrade
• Huon Aquaculture for an expansion
and diversification of a value-added
seafood processing facility.
The funding is expected to generate
more than $132 million in private sector
investment through applicants’ matched
co-contributions.

Sugar-reducing tech for

orange juice
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F

oodtech start-up Better
Juice is collaborating with
a German process engineering firm for the food and
beverage sectors, GEA Group, to scale
up its sugar reduction technology.
The partnership sees both companies collaboratively construct and
install the sugar reduction innovative solution to reduce all types of Eran Blachinsky and Gali Yarom, the Cosugars in orange juice and market founders of Better Juice.
the system globally.
GEA will engineer, design, manufacture and install the bioreactor that reduces
sugars via Better Juice’s proprietary enzymatic process. Better Juice will produce
the immobilised microorganisms for the enzymatic process.
The process is claimed to reduce sugar without negatively impacting the
natural nutritional values and prebiotic benefits of fresh orange juice, which
has been a key challenge in the past.
The enzymatic technology uses natural ingredients to convert fructose,
glucose and sucrose into prebiotic dietary fibres and other non-digestible molecules. Claimed to reduce up to 80% of sugars in orange juice, the technology
is designed to target the specific sugar composition in orange juice to naturally
create a sweet tasting, low-calorie, reduced-sugar product without sweeteners
or other additives used to replace the sugars.
Eran Blachinsky, PhD, founder and CEO of Better Juice, is pleased with the
collaboration, which aims to help commercialise the technology.
“This exciting collaboration marks a major milestone in Better Juice’s scale-up
plans and advances the commercialisation of our technology,” she said.
Colm O’Gorman, Head of Sales Management for GEA’s Global Technology
Center for Non-Alcoholic Beverages, said the company looks forward to helping
Better Juice develop the market for sugar-reduced juice.

GEA Australia
www.gea.com
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Kangaroo meat made available for Victorians
The Victorian Government has made kangaroo meat available
for human consumption following a steep increase in the native
population in the last three years.
Minister for Agriculture Mary-Anne Thomas said this year’s quota
for the state’s Kangaroo Harvesting Program will be 95,680 kangaroos
— an increase of 37,780 from last year. The program previously only
allowed kangaroo meat to be used in pet products.
The government estimates the current kangaroo population at
almost 2 million across Victoria — up almost 40% compared to 2018.
While natural in the Victorian environment, over-abundant
kangaroo populations compete with livestock for stock and feed,
and damage crops and fences.
The government said in a statement that kangaroo meat is an
environmentally friendly protein — the animals have less impact
on land and they are a low-emissions meat source.
The statement also said boosting the supply of locally sourced
kangaroo meat will reduce the environmental impacts of importing
kangaroo meat from other states.
“It’s important that kangaroo numbers are sustainably managed
in Victoria to reduce impacts on landholders and the community.
This program provides a service to farmers and an income to trained
professional shooters,” Thomas said.

The changes to the program will still maintain that only trained
professional shooters can provide animals to abattoirs to be processed
for the table. To be part of the program, harvesters must be authorised,
hold a firearms licence and be accredited in firearm proficiency and
game harvesting.
Harvesters must abide by the National Code of Practice for the
Humane Shooting of Kangaroos and Wallabies for Commercial
Purposes. Their vehicles and cool rooms must also be accredited
through PrimeSafe.
Castle Estate abattoir in Victoria is now cultivating kangaroo meat
for human consumption under the new licence allocated.
“We see kangaroo harvest as an opportunity to utilise the protein
source like other parts of the country have done for many years,”
company spokesperson Steven Castle said.
“Reducing waste and maximising the accessibility and premium
quality of meat for consumption per animal is one of our key values,
and our approach to kangaroo farming is no exception to this legacy.
Rearing animals takes years and is a process that we believe deserves
respect as do the animals themselves.”
Other states of Australia have already made kangaroo meat
available for human consumption. However, each state treats the
processing and selling of it differently.

Deadly nitrogen leak at poultry plant

©stock.adobe.com/au/agnormark

Investigations are continuing into the reason for a deadly nitrogen leak at a US poultry processing plant that occurred on 28 January 2021.
The incident, which occurred at the Foundation Food Group facility in Gainesville, Georgia, tragically resulted in six fatalities,
12 hospitalised and 130 evacuees.
The liquid nitrogen release occurred on a production line where chicken is seasoned, cooked and then flash-frozen, according to
the Chemical Safety and Hazard Investigation Board (CSB).
The system in question is called a liquid nitrogen immersion-spiral freezer, which freezes the chicken in two stages.
In the first stage, the chicken travels on a conveyer belt and is submerged in liquid nitrogen at a temperature of -195°C. In the second
stage, the conveyer belt travels through the spiral freezer portion, and the chicken is exposed to recovered gaseous nitrogen to complete
the freezing process.
The liquid nitrogen is quickly converted to gas outside the controlled
environment. As the gas is heavier than air, it forces oxygen out of the
room. CSB said in its report that this is the most likely reason for the
tragic asphyxiation of the production line workers.
CSB said that the major portions of the liquid nitrogen system, interior
and exterior, were installed and commissioned four to six weeks before
the event.
Prior to the recent installation of this system, a different type of freezing
equipment was used, which was ammonia based. The investigators also
allegedly learned that unplanned maintenance was being conducted on
the production line, and tools were found in the vicinity.
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NEED TO
REDUCE YOUR

BOD BILL?
A wastewater treatment solution from Aerofloat can help.

Aerofloat can help you lower your trade waste bill by reducing BOD,
COD, SS and FOG from your wastewater. Aerofloat's custom solutions
have enabled a wide range of food and beverage manufacturers to save
money and increase productivity.

• Low maintenance

• Odour-free

• Compact

• Support and monitoring

• Cost-effective

• Chemical supply

Read testimonials from our happy customers and contact us at :
www.aerofloat.com.au
ISO 14001 : 2015

ISO 9001 : 2015

ISO 45001 : 2018

Filling dairy and juice
beverages

on the same bottling line

O

ne of PepsiCo’s largest franchises — Varun Beverages, part of RJ Corp group — has installed Sidel’s
Aseptic Combi Predis technology in its newly
established plant in India. The project aims to
expand PET bottling capacity and provide production flexibility for the private label milk brand Cream Bell and Pepsi’s
Tropicana juice range.
RJS Bagga, RJ Corp Director of Technical & Operations, said
managing both juices and dairy products on the same PET
packaging line flexibly was essential.
“High-level food safety and hygiene standards were musthave features to answer Pepsi’s demanding quality protocol as
well as to pass internal and external validations,” Bagga said.
To face these challenges, RJ Corp decided to install Sidel’s
Aseptic Combi Predis, with dry preform sterilisation.
The technology allows the beverage producer to switch
easily and safely between four UHT milk flavours and various
kinds of juice recipes on the same line.
Sidel said the company was previously producing juices
in PET bottles with the hot-fill process and milk in cartons.
The investment in Sidel’s Aseptic Combi Predis marks
RJ Corp’s first step into aseptic PET bottling and its first
experience with dry preform sterilisation.
Dry preform technology requires no water consumption
and is claimed to reduce the use of chemicals significantly.
This is achieved by employing the injection of hydrogen
peroxide before the oven.
The project is also new for PepsiCo worldwide regarding
the processing and bottling of its high-acid products — the
Tropicana juices.
Rohit Sawhney, Sales Director for Sidel India, said RJ Corp
chose Sidel because of its long-standing expertise in PET and
aseptic technologies.
“Their new line allows for up to 200 hours of continuous production without any stoppages for cleaning, keeping
the production running steadily without any compromise on
product quality.”
10
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In addition to the Aseptic Combi Predis, the company invested in end-of-line equipment which includes the seamless
shrink-wrapper VersaFilm Access and the automatic PalKombi
layer-by-layer palletiser. The palletiser has a low-level pallet
infeed allowing for easy access and control.
To understand its line operations and maximise overall
equipment effectiveness, RJ Corp is also using Sidel’s Efficiency
Improvement Tool (EIT).
Since its implementation and validation, the line has been
working successfully with an output up to 36,000 bottles per
hour. Overall, it expands production capabilities in terms of
volume as well as a higher number of SKUs.

Packaging design
Traditionally, in India, milk is packaged in pouches, glass
bottles or cartons. By choosing Sidel’s aseptic PET packaging
technology, RJ Corp has widened packaging options for its
liquid dairy products (LDP).
During the implementation of the packaging line, Sidel helped
the company design the new PET bottle using the same shapes
and caps for both the milk and the juices. The cap size for all
bottle formats is 33 mm, which is a common width for LDP, but
uncommon for juices. As a result, Sidel developed and designed
a bottle shape in three formats — 200 mL, 500 mL and 1 L.
All of the bottle shapes and formats have been qualified
internally. They were submitted to Finite Element Analysis
(FEA) and on-site validations prior to industrial production in
order to ensure the bottles’ strength and performance across
the supply chain. Sidel also designed specific preforms to
reach optimised bottle weight in order to withstand the dry
preform sterilisation technology and avoid any thermal stresses
on the bottle.
Produced in white monolayer barrier PET, the new packaging ensures a shelf life up to nine months for UHT milk.
Furthermore, all the transparent Tropicana juice bottles passed
the demanding PepsiCo validation protocols.
Sidel Oceania Pty Ltd
www.sidel.com
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Probiotic
coffee and tea
developed

Researchers have created probiotic coffee and tea drinks that have gut-friendly live probiotics.

N

ational University of Singapore (NUS) Associate
Professor Liu Shao Quan and his two doctoral students said their drinks have a great taste and can
be stored chilled or at room temperature for more
than 14 weeks without compromising their probiotic viability.
Traditional probiotic carriers like yoghurts and cultured milk
are dairy-based products. The rise in veganism and common
health issues like lactose intolerance, high cholesterol and allergies to dairy proteins have stimulated the trend in non-dairy
probiotic food and beverages.
Liu said coffee and tea act as a perfect vehicle for carrying
and delivering probiotics to consumers as they are both plantbased infusions.
“Most commercially available probiotic coffee and tea drinks
are unfermented. Our team has created a new range of these
beverages using the fermentation process as it produces healthy
compounds that improve nutrient digestibility while retaining
the health benefits associated with coffee and tea,” he said.

Probiotic tea
To create the probiotic tea, NUS doctoral student Wang Rui added
nutrients into a tea infusion, followed by a careful selection of
specific probiotics. The tea mixture is left to ferment for two
days, after which it is ready to drink. Any kind of brewed tea
can be used in this process, and throughout the fermentation
process, the original flavour of the tea is largely retained, with
fruity and floral notes introduced.
“The probiotic tea tastes like fruit tea with a little bit [of]
acidity and a similar mouthfeel to the original tea. Drinkers
can add sweeteners and milk, or cream, based on their preferences,” Wang said.
Many health benefits of tea, such as its antioxidant or
anti-inflammatory properties, have been linked to it containing polyphenol molecules. By using the patented fermentation
process, the polyphenol contents from the tea are retained, and
an additional antibacterial agent — phenyllactate — is produced
12
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after fermentation. The drink also contains live probiotics which
can promote gut health.

Probiotic coffee
Doctoral student Alcine Chan created a probiotic coffee by adding selected nutrients to brewed coffee, followed by carefully
chosen probiotics. The coffee mixture is left to ferment for a day
and placed in the refrigerator following probiotic fermentation.
After this process, the chilled probiotic coffee is ready to drink.
Sugar and milk can be added before consumption if desired.
“The formulation is tricky, especially relating to the type and
amount of nutrients added, and the probiotic combination. Not
every type of probiotic can grow in coffee brews. Adding too
few nutrients will not enable probiotic growth while adding
too many nutrients will give an unpleasant taste,” Chan said.
Chan concocted several prototypes of the probiotic coffee,
and the flavour varies between each one, but all retan the distinctive coffee taste.
“Some of the probiotic coffees give better-balanced acidity,
some give better mouthfeels, some have deeper smoky flavours
and some can retain the coffee flavour better after long-term
storage,” she said.
The caffeine content is retained, so people who consume
coffee for caffeine can still get their fix. The probiotic coffee
also kept the chlorogenic acid content, which has been linked
to many health benefits of coffee.

Refining recipe and commercialisation plans
Each serving of probiotic tea and probiotic coffee contains at
least 1 billion units of live probiotics. This the daily amount
recommended by the International Scientific Association for
Probiotics and Prebiotics.
Both doctoral students are refining their recipes to enhance
the taste and flavour of the two beverages. The NUS team has
also filed a patent for the probiotic coffee recipe and hopes to
collaborate with industry partners to commercialise the drink.

www.foodprocessing.com.au
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Not your
typical brewer
Upgrading filler and CIP
system

F

rom traditional Bavarian wheat beer brewed as per
the same recipe since 1872 to the Nelson Sauvin
beer that has been brewed with the eponymous
hop variety from New Zealand — Schneider Weisse
is not your typical Bavarian brewery.
However, no matter how distinctively original the beers
are, they’ve got one thing in common: they do not undergo
fermentation in tanks but in open vats. This ensures that the
yeast gets enough oxygen, thus enabling the wide variety
of aromas to be created.
In addition, after primary fermentation, most of the beers
are filled into bottles or casks together with some fresh
wort, where they are then left to mature into the products
that delight beer aficionados across the globe.
There is probably nobody who knows better than HansPeter Drexler just what influence the combination of openvat fermentation and bottle conditioning has on a beer’s
14
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taste. The brewmaster has been working for the company
for 38 years and today heads the Technology and Logistics
Divisions as managing director.
“I personally think our main beer type, the Original
Schneider Weisse, is an ingenious beer — precisely because
we owe the open fermentation process to this beer,” he
explained. “Ensuring that this great process is retained has
always been a matter of crucial importance to me.”
This is also why he doesn’t mind the more elaborate
procedures that the traditional method inevitably entails,
demanding as it does perfect hygiene conditions and not
forgiving even the tiniest of mistakes. This standard likewise applies to the new filler (including CIP system) that
Schneider Weisse commissioned in 2019.
The brewer opted for a Krones Modulfill HES, featuring
120 valves and filling up to 40,000 half-litre bottles an
hour. The brewery uses sterile air as pressurising gas for

www.foodprocessing.com.au

Flow meter for
breweries
The ST75 Air/Gas Flow Meter from Fluid
Components International (FCI) measures
natural gas, carbon dioxide (CO2) and mixed
waste gases in small line sizes to optimise

Share2Act
Assistance for
maintenance
management.

brewing fermentation processes, product
quality and overall plant efficiency.

beverages

Today’s modern breweries not only
produce a good product, but they also
focus on reducing their carbon footprint
by tightly controlling natural gas usage,
residual CO2 levels and mixed waste gases.
From fermentation vessel steam heating to product kegging or
bottling to CO2 recovery for co-gen power or combined heat
and power (CHP) systems to flaring, the emphasis is on product quality and protecting the environment.
FCI’s ST75 Series Flow Meter helps breweries optimise
complex fermentation tank steam heating processes by measuring the ratio of boiler burner fuel gas to air for efficient combustion. The CO2 gas that is naturally produced during the
brewing process and any additional CO2 gas necessary for
finishing the beer require accurate measurement within tight
tolerances. Thermal flow meters such as the ST75 Flow Meter
with its thermal dispersion technology are suitable for small line
sizes from 6 to 51 mm.
The flow meter is equally well suited for low flow and higher
flow operations in industrial applications and operates over a
wide flow range, from 0.01 to 950 NCMH depending on line
size. For variable process conditions, the ST75 is factory preset

those beer types that undergo in-bottle fermentation after
filling — in contrast to most other breweries that use CO 2.
Drexler said: “That’s why we wanted to have an option for
switching off pre-evacuation when we’re filling our main
products. It saves on compressed air, which makes quite a
difference in terms of numbers.”
The Modulfill HES handles the brewery’s complete beer
portfolio. So as to remove any living yeasts that may be
left in the machine after a bottle has broken, an automatic
hot-water cleaning routine is run every two hours. This
requires perfect interaction between the filler and the CIP
system, in order to meet the brewery’s meticulous specifications. “We don’t want to put disinfectant in the filler
for an interim cleaning routine,” Drexler explained. “So it
was important to us that the water invariably has the same
temperature, of 80°C, right from the first litre.”
There were also some customer-specific requirements to
meet the CIP system design requirements. As the brewer
doesn’t pasteurise its products, it had specific valve technology requirements which were integrated by Krones into
the valve rack.
Schneider Weisse also took a step forward in regard to
digitalisation with the implementation of Krones Share2Act
Assistance. The system is used to cover its entire maintenance operation, of both the brewery and the bottling hall.

to a wide turndown range at 10:1 to 100:1.

Krones (Thailand) Co Ltd
www.krones.co.th

AMS Instrumentation & Calibration Pty Ltd

With built-in temperature compensation, the flow meter features
accuracy to ±2% of reading with ±0.5% repeatability over
varying process temperatures in line sizes from 6 to 51 mm.
With a Vortab Flow Conditioner added as a spool piece, the
Models ST75V or ST75AV are suitable for installations with
limited straight-run and/or for operating in transitional flow
ranges with accuracy of ±1% reading, ±0.5% full scale.
The ST75’s fully scalable dual 4–20 mA standard outputs are
user assignable to flow rate and/or temperature and a 0–1 kHz
pulse output of total flow. The instrument can be ordered for
input power with either 18 to 36 VDC or 85 to 265
VAC, with or without a built-in LCD digital display.
The FM and CSA approved ST75 Flow Meter
is enclosed in a rugged, all-metal, dust- and
water-resistant NEMA Type 4X (IP66) rated package
designed for Class 1, Div 1 hazardous
area installations and includes a rugged
sensing element constructed with all
welded 316 stainless steel and Hastelloy-C tips. ATEX/IEC approvals include:
Zone 1, II 2 G Ex d IIC T6 . . . T3; II 2
D Ex tD A21, IP67 T90º . . . T300º.
www.ams-ic.com.au
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Micro micro-brewing
for better beer

Image supplied by the University of Queensland.

A

n Aussie researcher has discovered a new way to
conduct extremely small-scale brewing experiments,
potentially leading to better beer.
The new method cuts down the ingredients and
scale needed to perform experiments on the beer brewing process.
University of Queensland PhD candidate Edward Kerr
discovered the method when he completed a beer brewing
experiment for a paper.
“I was looking at barley protein changes during the mashing stage of
beer brewing, when one
of the paper’s reviewers
asked if the changes were
caused by temperature or
time spent mashing the
barley,” Kerr said.
“It was a good question, but to find out I’d need to brew
all over again, with an instrument that would hold at least
23 litres of brew, including five kilograms of malt for each
brew — it would have taken another three months,” he said.
“To be honest, I was feeling a little lazy, so decided to see
if I could do the same experiment on a much smaller scale.
“The result was surprising — I found that I could replicate
the beer brewing process using only a single barley seed in
a 1.5 millilitre tube.”
Kerr said these kinds of experiments would previously
have occurred at much larger, ingredient-intensive scales of
about 50 to 100 L.
“This is because it has always been thought that testing
how barley varieties perform in brewing had to be done at
a similar scale to actual beer production,” he said.
16
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“When breweries are trying out a new beer recipe they
also want to make enough of it to be able to easily test it
by drinking. But this discovery brings together large-scale
industrial beer producers and research scientists, who are
used to high precision and sensitivity.”
Kerr’s supervisor, Associate Professor Benjamin Schulz,
said the method could speed up the quality testing of newlybred barley varieties.
“Barley breeding focuses on increasing productivity and
resistance to stresses such as heat and disease, but doesn’t
take into account the quality of the barley until late in the
process,” Dr Schulz said.
“And that’s a pretty challenging thing to test for, simply
because of the scale previously required. Now that we only
need a tiny amount of malted barley, we can quickly and
easily ensure new varieties are of high quality.”
The researchers said this could encourage breweries to be
adventurous with their brewing conditions and may very
well lead to new styles of beer.
“Hopefully it’ll also help ensure we have a supply of
high-quality Australian barley into the future, given ongoing
stresses of drought and climate change,” Dr Schulz said.
“We’re also hoping to use this approach in undergraduate
practical courses in chemical engineering associated with
the upcoming UQ Nanobrewery — it’s a great opportunity
to bring process experimentation and optimisation into the
student experience,” he said.
“But while 1.5 millilitres is definitely more convenient,
quicker and cheaper, it’s a little small for a refreshing afterwork beer.”

www.foodprocessing.com.au

SPONSORED CONTENT

Milk factory pumps
up its capacity
Gorman-Rupp’s model T6A60S-B was
selected for the job. It is a 6″ [150 mm]
wastewater pump capable of handling a 76
mm spherical solid. It is also equipped with a
self-cleaning wear plate system to minimise
blockages from stringy materials such as rags,
bags and gloves. Even if something quite
large gets into the pump, it has a removable
cover-plate to allow operators access to pump
internals without the need to enter wet wells.
The selected pump has many features
that protect the pump and its operators, and
maintenance is made easy for operators.
Adjusting clearances is done in minutes by
one operator without the need to disconnect
the pump or even open it, enabling the pump
to be kept in peak operational efﬁciency.
A double lip seal and atmospheric vent
arrangement protect the bearings and shaft if
a seal fails.
Pusher-bolt capability on the cover-plate
and rotating assembly make removing those
components a breeze for one operator,
without the need for jemmy bars and the
use of excessive force. A pressure relief
valve protects the pump and operators from
excessive pressure if a discharge valve blocks.
Asset owners and operators alike love
their Gorman-Rupp pumps because they are
rugged, reliable and so very easy to maintain.
We have records of Australian sites that have
been using Gorman-Rupp wastewater pumps
for more than 30 years. During this time, the
owners have recorded minimal issues and
reliable 24/7 performance. Long-term peace
of mind and cost-effectiveness is another
huge beneﬁt for them.

This Aussie Milk Factory gets enormous
beneﬁt from the simplicity and ease of
maintenance of their Gorman-Rupp pumps.
Being a high demand production line, there is
very limited downtime for maintenance. The
factory has only one 24 hour day per year for
full shutdown when the rotating assembly of
the pumps are easily pulled out and replaced.
Genuine spare parts are easy to access if they
are required as they are stock lines at Hydro
Innovations. In the case of this milk factory,
the old rotating assembly is taken back to their
workshop for refurbishment at a later date. This
refurbished part is then kept on hand for any
emergency replacement that may be required
to ensure the system is kept running with
minimal downtime if a problem does occur.
The investment in a pump that gives no
trouble is looked on favourably by all companies
who need maximum performance from
their facility. Gorman-Rupp has been building
reliable pumps since 1933 and back it up with
parts availability and support for the life of the
installation.
Hydro Innovations are the proud Australian
Distributors for rugged and dependable
Gorman-Rupp pumps and genuine spare parts.
More information on these pumps may be
obtained from info@hydroinnovations.com.au
or by calling (02) 9898 1800.
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A large Australian milk factory has had
existing Gorman-Rupp above ground selfpriming pumps on their stormwater for
over ﬁve years. The above-ground pumps
work really well and have required almost
no intervention or maintenance since their
installation. The factory’s maintenance team
love them because of their rugged reliability.
When it came time to upgrade their
wastewater system, it made sense that this
facility should look at another Gorman-Rupp
pump solution. The plant operators were
used to working with submersible pumps
in their wastewater system, but after many
years of coordinating the complicated needs
for lifting apparatus, conﬁned spaces issues
and regular interventions, they were ready
for a positive change. Having Gorman-Rupp
self-priming wastewater pumps mounted
on the surface makes lots of sense from a
maintenance and safety perspective.
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Australian red meat now
fully traceable across
supply chain

bulk handling, storage & logistics

Independent regulator Meat & Livestock Australia (MLA) has
partnered with Oritain to develop ‘origin fingerprints’ for
Australian beef and lamb.
Upon completion, the Australian red meat industry and
its stakeholders will be able to scientifically verify and
authenticate Australian beef and lamb products from anywhere
in global supply chains.
In today’s fragmented, global supply chains, consumer
demand for authenticity and transparency is rising — as is
food fraud.
Australian red meat is a $28.5 billion industry with
$17.2 billion in export receipts.
Such scale exposes Australian exports to the international
food fraud trade, currently estimated to cost the global food
industry $64 billion per year.
The Australian red meat industry and its reputation for
quality and safety is not immune to this exposure and risk
— substitution and product misrepresentation impacts all
stakeholders in one way or another.
Australia’s beef and lamb exports represent a significant
percentage of the Australian food and agricultural sector
exporting to more than 100 countries. MLA said much of that
success is owed to the reputation afforded by our food safety,
quality and brand ‘Australia’.
“Protecting consumer trust is, therefore, paramount for the
continued success of the Australian red meat industry,” the
company said.
Ian Jenson, MLA Program Manager Market Access Science
& Technology, said Oritain is a global leader in scientifically
verifying the origin of foods to both protect and enhance
reputations.
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“Oritain initiated this project through the MLA Donor
Company so they could rigorously demonstrate the power
of their technology. In the final stage, blind samples from
around Australia, and from numerous other countries, were
successfully tested,” Jenson said.
“The system is suitable to assure exporters that their
product has arrived on the supermarket shelf, or whether
substitution is likely. This is a significant tool for detecting
and preventing substitution.”
Oritain’s technology analyses the actual product itself,
tracing it back to its true origin using forensic science and data
analysis. It then creates ‘origin fingerprints’ to verify products
back to their claimed origin from any point in the supply chain.
Sandon Adams, Managing Director of Oritain Australia,
said the company measures a product’s innate ‘origin
fingerprint’ by unlocking the natural code it absorbs from the
environment in which it’s been produced.
“By testing the actual product, itself, and not relying on the
packaging, barcodes and paper trails, supply chain participants
can be sure that what they are purchasing is what they believe
it to be,” he said.
“Through our work with MLA, we will verify the origin
of all beef and lamb produce claiming to be of Australian
origin and, therefore, protect the quality consumers look for
in Australian produce.”

Sanitary batch mixer
A Munson Machinery Sanitary Rotary Batch Mini Mixer on a mobile frame can de-agglomerate and blend up to 142 L of dry bulk ingredients with
or without liquid additions at multiple plant locations.
The mixer, model MX-5-S316L, achieves total uniformity in 2 to 3 min, regardless of disparities in the bulk density, particle size, flow characteristics or ratio of batch ingredients down to one part per million.
For dry materials it is equally efficient down to 15% (21 L) of rated capacity, satisfying varied production requirements, while allowing small-scale
testing prior to blending at full capacity or scaling up to high-capacity rotary batch mixers.
Proprietary mixing flights within the rotating vessel turn, cut, fold and tumble material onto a rotating intensifier that reduces soft agglomerates into discrete particles. The 0.75 kW gear-reduced drive of the vessel and 1.5 kW drive of the intensifier are washdown rated and
adjusted by variable-frequency controls housed in an IP 66-equivalent (NEMA 4X) stainless steel
washdown enclosure.
The mixer is equipped with a product inlet slide for ease of feeding from bags or boxes, and an
inlet-mounted spray line that allows liquid additions to be spread over a wide bed of moving material in large or trace amounts for rapid, uniform distribution. Blended batches are discharged completely through a breech-lock plug gate with no segregation or residual waste.
The unit can be rolled to a cleaning station and accessed through a hinged door on the vessel
side wall for unobstructed washdown and visual inspection of all interior surfaces.
iBulk Solutions Pty Ltd
www.ibulk.com.au
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Achieving warehouse
efficiencies and hygiene with

plastic pallets
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Alan Morgan*

Whether you are in the food or pharmaceutical

the pallets made from that material when it comes
to hygiene and pest control. Surprisingly, some
companies are still prepared to take the risks
associated with contamination despite the
conventional wisdom which highlights the
potential dangers,” he said.

industries or the exportation of goods
overseas, food safety, hygiene and
pest control will be uppermost in your
mind. This means that making the right
decisions, when it comes to the purchase
or rental of pallets, is vitally important.
Potential contamination of manufactured goods
is a reality which, if ignored, can result in some
unfortunate, costly outcomes.

T

hese days, the expectations of hygiene and pest
control standards are much higher than those of the
past, prompting many companies to seek HACCP
certification in order to have the necessary process
disciplines in place to combat potential issues of concern.
This means ideas about what equipment is appropriate to
use, in environments which demand a disciplined approach
when combating contamination, have changed accordingly.
Plastic pallets have proven to be an important contributor in
maintaining these standards by mitigating against anticipated
contamination issues.
According to Alan Morgan, National Marketing Manager
for Ozkor Pty Ltd, plastic pallets are considered a more
trustworthy and reliable alternative to those traditionally
manufactured in wood.
“While wood is cheaper and more common, it pays to
carefully consider the risks of contamination associated with
20
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Automated warehouses
Automated warehouse systems (ASRS) are
playing a bigger part in today’s modern industrial climate, making the warehousing and
dispatch of goods more streamlined and efficient.
These sophisticated systems, however, operate within a
demanding functional framework that assumes pallets can
seamlessly interact with the system without too much effort.
Wooden pallets, however, are seemingly unable to be relied
on to perform to the standards expected due to poor pallet
maintenance and irregular dimensional standards, all of which
contribute to potential uneconomic downtime for the systems.
A well-designed plastic pallet, using the correct materials,
can be manufactured to withstand demanding operational
environments and provide high impact resistance, which ensures the durability required when impacted by forklift tines
in day-to-day handling. Wooden pallets are notoriously more
fragile and can splinter and break quite easily.
When new investment in plastic pallets is required, a longterm service life is essential to ensure value for money, which
means choosing the right pallet designed by a supplier that
can prove to you it has expertise to justify your investment.
Alan Morgan is the National Marketing Manager at Ozkor Pty
Ltd. Ozkor is an Australian ISO-9001 2015 certified company
and a specialist in the design, manufacture, rental and sales of
reusable plastic pallets for many of Australia’s major companies.
Ozkor Pty Ltd
www.plasticpallet.com.au
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Robotic floor cleaning
solution
The Nilfisk Liberty SC50 utilises robotic technology to multiply cleaning workforces. While the
SC50 labours on the floors, staff can focus on
sanitising high-contact areas. This effectively
optimises labour costs by reorganising staff to
maximum efficiency and ensuring surfaces and
equipment are always ready for use.
Studies have found medical staff spread

bulk handling, storage & logistics

contaminants around healthcare facilities on
their shoes. The SC50 provides a consistent
cleaning result, so floors are always kept clean, safe and dry, while integrated TrackClean software enables datadriven cleaning decisions.
The Liberty SC50 has unique features that make it the right robotic floor cleaning solution for health care.
The machine is easy to use with three-button operation — play, record and stop — and the ability to make tight
turning circles in small spaces.
The SC50 also utilises Dynamic Object Avoidance and is the only autonomous scrubber third-party certified to
American Autonomous Safety standard CSA/ANSI 336 — recognised in Australia.
Unlike other machines using copycat functionality, the operator only drives the area perimeter once, and the SC50
maps a path with coverage up to 99.8% while also having the option to achieve deeper protection with optional UVGI.
In addition, the SC50 includes software, maintenance, parts and consumables, with time to ROI typically 18 to
24 months.
Nilfisk Pty Ltd
www.nilfisk.com/en-au
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Breaded appetiser maker
implements ‘shaped’ wire belt technology
Glenn Farrell*

F

ood processors of poultry, pork, seafood, vegetables
and cheese products that are breaded or battered using
conveyors need wire belting that can withstand the rigours of the process. However, traditional round balance
weave belting has changed little in 100 years and is notorious
for requiring replacement in as little as a week, which can cause
costly production downtime and excess wasted product.
Food-grade balance weave belts — made of steel or stainless
steel, suitable to be run in a conveyor with a sprocket drive,
friction drive or chain driven belt — can cost thousands of
dollars, depending on the dimensions and quality. So, even
though wear and premature replacement is a serious issue,
such wire belting should not be considered as simply a lowcost consumable item.
“If the conveyor’s wire belt gets plugged up with batter or
breading or if it gets stretched out, you usually have to replace
the whole belt,” said a maintenance supervisor who has worked
in various food processing facilities serving wholesale and retail
markets for over 30 years. As such, he has overseen conveyor
belt installation and replacement and maintained equipment for
a wide range of food products including breaded or battered
chicken, fish, cheese and vegetables.
The maintenance supervisor describes the traditional wire
belt longevity challenge as he observed it while working at a
food manufacturer of breaded appetisers.
22
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“The sprockets where the belt goes around the drive would
build up with breading. The breading would stretch the belt
until it broke, usually in about a week. So, production was
often stopped for at least 45 minutes to change out the belt,”
he explained.
Additionally, in the food processing industry, after coating
a product, too often excess breading, batter or seasoning gets
‘carried over’ to the next processing station (often a fryer) and
wasted — instead of falling through openings in the wire belt
and then re-used.
Fortunately, industry innovation in the form of an engineered,
‘shaped’ wire belt has been designed to minimise these challenges. The design can prolong usable life with increased strength
and decreased stretch, which curtails production downtime and
replacement costs.
In addition, this approach enables a greater amount of surplus coating, such as batter, breading or spice, to fall through
the wire belt openings to be re-used. As a result, this can lower
production cost even further.

Resolving the core issues
Although the conventional round wire belt has been the industry standard for generations, the geometry of the wire itself
contributes to the problem.
The traditional round and even top-flattened wire belt
presents a rather narrow opening for any given wire gauge,
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which makes it more difficult for excess breading or batter to fall through the opening to be re-used. Such belting
is usually predisposed to ‘blinding’ of its openings. This
can hasten breading or batter build-up and the clogging of
conveyor sprockets, leading to belt stretch and the need for
premature replacement.
In testing, the typical round and top flattened conveyor
wire belt have been observed to stretch approximately 7%.
Such belt stretch is typically the biggest cause for failure on
sprocket-driven conveyor belts. When the belt stretches, the
sprocket teeth do not engage evenly and will begin to jump
the teeth, damaging the belt and sprockets in short order.
Even though many producers of conveyor wire belt simply import semi-finished product and finish it domestically,
at least one US-based manufacturer has gone to the root of
the problem.
The solution, it turns out, is to engineer shaped wire that is
designed to provide more strength and open area in the wire
belt of a given diameter. This not only prolongs its usable
life up to eight times or more, but also facilitates the costeffective re-use of the excess breading, batter and seasoning
that falls through the wire openings.
To begin with, when engineering the wire belt for food
processing, compression and expansion can shape wire so
it is taller than it is wide with flat sides. The side flattened

wire’s ‘I-beam’ design provides three times greater structural
support for food industry product compared to standard round
wire. The added height of the wire also provides a longer
wear life without needing heavier wire. Together, the design
limits belt stretch to only 1–2%.
When the food manufacturer of breaded appetisers turned
to the shaped wire belt, the results improved longevity.
“Where the traditional belt would last about one week,
the shaped wire belt would last about two months,” said the
maintenance supervisor.
Later, at processing plants at different companies processing
breaded chicken and fish, he says the shaped wire similarly
enhanced usable belt life.
“The results were excellent, and the heavier the breading
or batter the more the design extended belt life,” he said.
In terms of design, shaping the wire into taller thinner spirals
than standard enhances the open area. So, food processors can
use the same wire gauge of their current belt and gain more
open area while lasting longer. Or they can increase the wire
diameter to make an even stronger belt without sacrificing
the critical open area.
The flattened sides of the wire also reduce the ‘carryover’
issue, which otherwise invariably leads to coating product
waste. With a minimum curvature at the top and bottom of
each wire loop there is less surface area for expensive coating to contact. So, the flat sides of the shaped spiral allow
any spare coating to fall through without clogging openings.
“With the side flattened wire belt, there is greater open
area with narrower wire for the same wire diameter. So, any
extra coating can drop through and be re-used,” explained
the maintenance supervisor.
While the cost of a shaped wire belt is slightly more than
traditional round wire, the gains in production and lifespan
make ROI very quick, according to the maintenance supervisor.
*Glenn Farrell is the CEO and Owner of Lumsden Corporation,
a Lancaster, Pennsylvania-based company with over 45 years
of experience in manufacturing conveyor belts used in the
food processing and electronics industries. The company
has heavy-duty wire cloth, spiral woven conveyor belting
and metal belts.
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Lumsden Belting Sidewinder.
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Industrial connection tech company Harting
Technology Group predicts automation will be a global
megatrend in industrial and processing industries in
the near future. The topic will feature in the company’s
upcoming web seminar series on Industrial Ethernet
trends.
According to the company, Ethernet has become the
most important communication standard in industrial
automation. With faster transmission rates, spacesaving infrastructure and new physical layers such as
Single Pair Ethernet, IP-based networks are now also
conquering the last remaining field-level areas.
Details on the latest developments in IIoT
applications will be included at the web seminar
series. For more information about the Industrial
Ethernet trends webinar, visit https://www.harting.
com/DE/en-gb/Industrial-Ethernet-Trends.
Oher topics in the webinar series from the company
include: modular PCB connectivity solutions and
improving energy efficiency for all industry sectors.
Further details on these topics will be announced by
the Harting Experts Camp.

Image supplied by Harting.
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Harting hosts industrial
automation webinar series

Combination bulk bag/drum filler
The low-profile Flexicon combination bulk bag/drum filler allows filling of bulk bags and drums in low headroom areas.
When filling bulk bags, full-length forklifting tubes integral to the rear-post fill head allow incremental height adjustments secured with hitch
pins to accommodate bags of all popular sizes, from 1000 to 1500 mm tall, and widths to 1150 mm.
The filler is equipped with an inflatable bag spout seal, a feed chute dust vent and a low-profile densification deck that de-aerates material in
bags weighing up to two tonnes as they are being filled.
A remote console or wall-mounted panel houses controls to automatically inflate the bag to remove creases, open a flow control valve or start
a feed device, and stop the flow of material once a preset fill weight has been gained.
The vibratory deck de-aerates and densifies material in the bag at preset setpoints to create a solid, stable bag, ready for shipment.
Once bags are filled, the controller deflates the spout connection collar and releases the loop latches, enabling the operator to remove the
palletised bag using a pallet jack or fork truck.
The unit can be switched to drum-filling mode in several seconds by
positioning the swing-arm-mounted drum-filling chute under the fill head
discharge port. The attachment has an adaptable seal to handle drums
measuring up to 570 mm in diameter and 900 mm in height. When filling
one drum, initiating a filling cycle delivers a programmed weight of material
to the drum. When filling multiple drums, the feed chute automatically indexes after each drum is filled, reducing operator involvement to initiating
the cycle and removing the palletised drums using a pallet jack or fork truck.
The filler is constructed of carbon steel with stainless steel material contact
surfaces and is available in all-stainless steel finished to industrial, food, dairy
or pharmaceutical standards, and with material delivery systems integrated
with upstream process equipment or storage vessels.
Flexicon Corporation (Aust) Pty Ltd
www.flexicon.com.au
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RENT
REUSE
RECYCLE…

NOW YOU HAVE BETTER CHOICE

PPX-1165 – PLASTIC RENTAL PALLET

Ext. Dims: 1165 x 1165 x 150mm
Type: 2 way entry-ventilated top deck
Materials: Virgin Polypropylene Co-polymer
SWL: 2,000 kg dynamic load – 10,000kg static
Rackability: 2,000kg Selective beam: 1,350 kg drive in

3/44 Bessemer Street, Blacktown, NSW 2148 NSW Australia
Phone (02) 9672 8588 Fax (02) 9672 4100
Toll Free 1800 001 433
Email info@plasticpallet.com.au
www.plasticpallet.com.au

NEWS
Cold chain packaging market continues rise
after pandemic
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New research has found the cold chain packaging market has grown significantly and will continue its incline of growth over
the next decade.
The report by Future Market Insights (FMI) showed the demand for cold chain packaging solutions has steadily increased
with the growing requirement from the food, beverages and pharmaceutical industries.
FMI predicts the market to grow at more than 14.5% CAGR during the forecast period between 2020 and 2030.
“The growth of the cold storage packaging industry is gaining momentum with the surge in demand from the food and
beverages industry,” an analyst from the report said.
Cold chain packaging solutions are widely used in the food and beverages industry as they provide product with the proper
refrigeration during the transport and distribution of the food and beverages while preserving the quality.
During the height of the COVID-19 pandemic, as other industries witnessed waning demand, the food and beverage industry
continued to post gains in many countries. Further, as supply chains relied on e-commerce, demand for efficient storage and
packaging quickly grew.
The rise in environmental concern across the global supply chain has also brought about changes in the cold chain packaging
industry.
Considering the changes brought about by the COVID-19 pandemic, it is likely that demand for cold chain packaging will
continue to grow over the decade, the report said.

Materials handling equipment
range
For over 65 years, Big Joe has helped companies meet their
materials handling needs with simple, quality equipment tailored
to user requirements. Big Joe equipment includes a range of
vehicles that can help users move, stack and access materials.
The equipment range is now back in Australia and available with more technology, features and options. Powered
with the latest lithium-ion battery technology, the Big Joe
forklifts are designed to run longer, charge quicker and require
less maintenance than alternatives run on lead acid batteries.
The clean and green technology used in the equipment is
claimed to better for the environment.
Koala Forklifts (NSW) and ISS ProRack (VIC) are the exclusive distributors in Australia.
Koala Forklifts
www.koalaforklifts.com.au
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Kaeser Compressors Australia has launched a series of webinars
about air supply systems scheduled between May and October
this year.
Developed with Engineers Australia, the series will feature
Kaeser’s remastered online version of its one-day Compressed
Air Seminar.
The company said the program has been designed to provide a
solid compressed air knowledge base for all those involved in the
planning, installation, operation and maintenance of compressed
air supply systems.
“Like water, gas and electricity — compressed air is an
essential utility that many areas of industry rely upon every day,”
Kaeser said in a statement.
“Providing compressed air reliably and efficiently in the
required quality is a complex process and requires careful
consideration of a compressed air supply system.”
The Compressed Air Webinar is broken down into three
90-minute modules, which will be held online over three
consecutive weeks.
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Kaeser launches compressed air
webinar series

Some of the topics discussed in the talks include the
fundamental principles of compressed air, compressed air
treatment, and regulations and control systems.
Visit Kaeser’s website for more details and registration options.

Bag emptying system
The HYGiTip bag emptying system from GEA opens and discharges 25 kg bags of powdered ingredients into food production
lines automatically, without operator involvement, minimising contamination risks and virtually eliminating powder waste.
The system, which maintains control of the bag at all times, is designed to ensure accurate repeatability and safely extracts the
waste packaging for recycling. The system can be used in a range of processing applications, including milk powders, nutritional
formula, dairy and food ingredients, coffee, tea, bakery and confectionery ingredients and pet food.
It is a fully enclosed automatic bag emptying system that is hygienic, safe and ensures product integrity while being designed
to reduce operating costs.
The system receives depalletised bags which are introduced manually using a vacuum lifter or by a robotic depalletiser.
Some key features of the product are the Positive Grip mechanism (patent pending) and the Clean Cut rotary blades.
The Positive Grip mechanism controls the bag during the entire process. Once gripped, the clamping device inverts the bag to
a vertical position where static bag spikes penetrate the body of the bag prior to cutting. This provides further support and equalises the pressure within the bag to aid powder discharge. Handling the bag in this way helps ensure reliable repeatability and
mitigates any distortion of the bag which would otherwise leave powder residue behind. The bag is always held away from the
powder stream to minimise the risk of contamination.
The Clean Cut system has twin, non-serrated, curved
slicing knives that use a rotary action to slice open the
bags. The absence of any sawing action means plastic
contamination cannot be introduced to the downstream
process. The knives cut through the bags on three sides,
from the inside out, allowing the bottom corners of the
suspended bag to be unfolded and cut simultaneously,
preventing pockets that could trap powder and therefore
maximising discharge efficiency.
GEA Group
www.geagroup.com.au
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FUTURE PROOF YOUR
BUSINESS WITH ENMIN
ELECTROMAGNETIC
VIBRATORY EQUIPMENT.

Whether you need replacement drives and
controllers, or want to upgrade your existing units
to improve production line efficiency and minimise
the chance of production disruption, Enmin has
the solution.
Designed specifically for the food industry, Enmin’s

HE (high efficiency) drives are designed to provide
years of trouble-free operation with minimal
moving parts, next to no on-going maintenance
and low energy consumption. Likewise our stateof-the-art controllers enable high speed filling
coupled with pinpoint accuracy.

T: +61 3 9800 6777

| W: enmin.com.au

Left: ASRS crane in the automated storage system at
Asahi Beverages in Queensland. Supplied by Dematic.

bulk handling, storage & logistics

Innovating the food
and beverage supply
chain for the

‘new
normal’

T

he volatility of the COVID-19 crisis, along with its
influence on consumer buying behaviour, has directly
impacted the entire F&B supply chain.
The pandemic has highlighted many organisations’
susceptibility to a range of supply chain issues, including sources
of material supply, inventory shortages, labour retention and
movement limitations.
At the same time, Australia stands on the verge of a significant
and rapid escalation of F&B distribution channels.
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Australian retailers are improving their existing infrastructure
to support new online grocery models. A number of different
network models are also being deployed around the globe to
support improved distribution to the consumer, including the
biggest challenge of last-mile delivery.
As we continue to learn more about how these changes translate into daily challenges for the F&B supply chain, businesses
need to turn their attention towards seizing the opportunities
for business growth and improved productivity with the help
of new automated solutions. The move towards high-speed,
high-volume and complex operations has now reached its limits
within the traditional supply chain environment, leaving more
businesses left with no other choice but to consider a better
means for fulfilling demands with automation.
The good news is, there are various automation technologies that can support F&B operations and reduce labour costs.
Automated pallet storage and retrieval systems (ASRSs) provide
high-density storage for pallets in a fully automated way and
at high speed. With an ASRS, stock cannot be lost or forgotten, as the system provides complete and real-time visibility of
overall inventory.
Another solution that helps to provide complete automation of
transport and storage and retrieval processes and remove human
error is automated guided vehicles (AGVs). AGVs are purpose
built for any environment and ensure maximum workplace
safety and accuracy, all while maintaining the flexibility levels
of manual systems. Redeploying AGVs to different locations is
also possible, and by using laser navigation, moving pathways
can be easily modified.
These advanced automation technologies work to break the
paradigm that a truly flexible solution is only possible when
operating in a manual environment. While traditional automations provide for processes that exceed manual operations, they
come at a cost of being somewhat inflexible to adjust to future
changes. The latest generation of automation counters the limitations of previous technologies by being more flexible, and at the
same time more powerful and modular, so it can better address
the requirements of today and tomorrow’s F&B supply chain.
Dematic Pty Ltd
www.dematic.com.au
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CASE STUDY
Process solution to double milk lactoferrin output

bulk handling, storage & logistics

Lactoferrin is an essential functional ingredient used by global
food manufacturers for infant formula and other nutritional
products.
Commercial production of lactoferrin involves the precisely
controlled extraction and purification of the protein from raw
materials such as skim milk, cheese whey and ‘native’ whey —
whey produced directly from skim milk via membrane filtration.
The lactoferrin molecule is heat sensitive and its functionality
is significantly reduced if the protein is denatured. Therefore,
careful pasteurisation of the raw material is essential and is carried
out in combination with milk processing using bacteria removal
separators (BRS) or microfiltration.
Morinaga Milk Group is claimed to be the largest producer
of lactoferrin globally and one of the first to produce lactoferrin
commercially. The company aims to increase the sale of its own
lactoferrin-related products by more than doubling production
capacity to approximately 170 tons of lactoferrin per year at its
MILEI factory in Leutkirch, Germany.
MILEI, the German daughter company of Japan’s Morinaga
Milk Group, has selected GEA spray dryer solutions for the newly
extended Leutkirch production plant.
The GEA technology can extract and turn several milk fractions
into high-value products that boost the nutritional value of
many different foods and supplements. GEA designs plants and

process steps that help to maximise powder yield, hygiene and
plant operability. GEA expertise covers multiple steps in the
process, including the use of CEE high-efficiency cyclones for
dust separation.
Specialists at the GEA Test Centre in Denmark worked with
MILEI to configure the key drying steps and provided samples
for activity studies, which helped determine the optimum spray
drying conditions for producing a lactoferrin powder with the
desired characteristics.
From here, MILEI will produce lactoferrin, whey protein
concentrate, lactose and other dairy ingredients, primarily for
European and Asian markets with the help of GEA technology.
The new lactoferrin production line is planned to be
operational in 2021.
GEA Australia
www.gea.com

Holdings
Pty Ltd

MITSUBISHI

FORKLIFTS

• Australian exclusive
supplier

• Comprehensive

national coverage

• Rental, sales,
service, parts

• An extensive range

of material handling
solutions

WHEN RELIABILITY IS EVERYTHING…

1300 000

www.mlaholdings.com.au
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Magnetic encoder
system
The BML absolute magnetic encoder
in the SGA series is suitable for applications where high absolute accuracy
of position and end-of-travel is required.
Diagnostics functions are designed to
ensure reliable operation and efficient mainte-

bulk handling, storage & logistics

nance. With its Drive-Cliq interface, the Balluff
measuring system can also be integrated into Siemens
controller environments.
Siemens has certified the system allowing for plug and
play installation.
The controller automatically detects the sensor and its
basic settings. The sensor also offers flexibility, since
leaving and reengaging with the tape is permissible.
This opens up solutions for applications in the field of
automation as well as machine tool building, especially
specialty machines.
Since the system works magnetically, it is also insensitive to temperature change, dirt (such as from dust
and oil) or wear.
The read distance of 1.3 mm makes installation
easier. In practical operation continuous plausibility
checking ensures high reliability since the system consistently checks the measurement quality.
Automatic condition monitoring checks the signal
quality and, using the controller, the user can evaluate
the function reserve.
The linear measuring system is suitable for both long
measuring lengths up to 48 m as well as for applications
which require high precision.
With an accuracy of up to ±12 µm and a resolution
of 1 µm the measuring system meets these requirements.
The system is also simple to retrofit.

Batch food processing
The Fullstream Project is an engineered-to-application batch processing system. It integrates National Bulk Equipment (NBE) dry bulk
material handling and bulk liquid handling systems to ensure a slurry
is accurately produced, and reliably supplied to downstream food
processing operations.
This NBE fullstream project is engineered to comply with the hygienic requirements of the process environment and is built to sanitary
design and materials-of-construction specifications.
Beginning upstream, major dry ingredients are introduced into the
batch processing operation through controlled supply from the NBE
bulk bag discharging system. The NBE bulk bag discharging system
provides a dust-tight bag spout connection that encloses the bag
spout and the material discharge path, protecting the operator and
the surrounding work area from dust escape during material discharge.

Balluff Pty Ltd

Material from the bulk bag is discharged directly into the NBE meter-

www.balluff.com.au

ing hopper.
Based on the recipe of each slurry batch, and controlled by NBE
process automation, the major dry ingredient is metered from the
hopper into the NBE wetting bowl where the major ingredient enters
the project’s secondary liquid flow. Also, upstream, an NBE bag break
station enables the operator to introduce minor dry ingredients directly into the wetting bowl and into the secondary liquid flow.
At the midstream stage, the motive action of the secondary liquid
flow into the NBE wetting bowl is sufficient to wet the major and
minor dry ingredients and facilitate supply of these wetted ingredients
into the venturi eductor at the base of the wetting bowl. A separate,
primary flow of the liquid ingredient, also received from upstream, is
pumped through the venturi eductor. The venturi eductor mixes the
wetted dry ingredients with the primary liquid ingredient to produce
the slurry to its correct concentration and suspension of solids. The
finished slurry is pumped downstream at a rate of 567 L/min to a
high-capacity mixing tank.
Tapec
tapec.com.au
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STERIFLOOR: ANTIMICROBIAL PROTECTION
FOR THE ENTIRE FLOOR LIFETIME
Controlling or eliminating bacteria growth
is a continual battle in the food and
beverage manufacturing industry. As a
result, the SteriFloor suite was born out of
a passion to eliminate bacteria growth on
food manufacturing floors. The SteriFloor
range has been designed to tackle multiple
challenges within this industry, with each
product containing our world-leading
antimicrobial technology. This technology
has been created to last the lifetime of
the floor. We understand that multiple
cleaners are often used in food factories,
so our antimicrobial technology has been
developed to withstand this.
Each of our SteriFloor products answers
a particular need in the industry, whether
it be a tight timeframe, heavy foot and
forklift traffic, an oily floor, a maximum
hygiene area, or extreme temperature
variances. The primary features of each
product cross over, but each specialise in
answering a particular need. Each solution
is fire resistant, odourless, and easy to
clean. Multiple non-slip grades are available
for each solution, with our team being able
to provide recommendations based on your
needs and requirements. We work in with
Quality Assurance teams to ensure that the
non-slip film does not compromise food
safety and quality.
SteriFloor Schnell is one product that is
ideal for manufacturing facilities that have
tight downtime windows. From start to
completion, using Schnell, clients are able

SteriFloor Sauber at a large commercial bakery

to use the floor within eight hours. This is a
completely cured, food safe floor, available
for foot and forklift traffic within a matter
of hours.
Similarly to Schnell, Beschützen is a fastcuring solution, however more durable,
and suitable for production areas and other
areas with heavy foot and forklift traffic.
With excellent chemical and abrasion
resistance, Beschützen is known for its
long-term durability.
Allied Finishes has worked with the
food and beverage manufacturing industry
for over eight years, so we understand
the conditions that these floors will be
subject to and see the need to exceed
these requirements. We aim at reducing
production downtime and delivering uptime

to our customers. The SteriFloor range
has been designed and developed with
durability and longevity forefront of mind.
Each solution is HACCP certified, Green
Star Compliant, and ISO 9001 Certified.
Product development and innovation is
a core part of Allied Finishes’ business.
To forge ahead in this industry, Allied
Finishes has recently acquired an Intern
from the Queensland University of
Technology, Jayanti Mendhi, to assist in
the development of antimicrobial flooring
solutions. Jayanti has significant experience
in working with antimicrobial coatings, and
has said that she is “really excited about
applying her knowledge about antimicrobial
coatings and materials science research
in the industry”. Working with Tim
Dargaville (PhD in Philosophy), Jayanti will
be researching and performing multiple
tests to provide her recommendations for
significant improvements to our products
to ensure they are the best available for the
Food & Beverage Industry of Australia.
Allied Finishes is the leading commercial
flooring solution provider in the Food
& Beverage manufacturing industry of
Australia. More information about SteriFloor
can be found here: https://alliedfinishes.
com/sterifloor/.

SteriFloor Schnell at White Prince Mushrooms (NSW).
Allied Finishes | www.alliedﬁnishes.com | 1800 033 444
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Foodtech
Packtech
in Auckland

At a glance:
Date: 13–15 April 2021
Online: www.foodtechpacktech.co.nz

N

ew Zealand’s largest food manufacturing, packaging
and processing technology trade show will be back
at the ASB Showgrounds in Auckland this year.
Event organisers XPO Exhibitions will host
Foodtech Packtech, which normally takes place every two
years, from 13–15 April 2021.
Running for more than 20 years, this free-to-attend event
brings industry professionals and decision-makers together
providing a forum for education, discussion and the sharing
of knowledge and expertise, critical in the sustainability and
growth of the industry.
Visitors have the opportunity to come face to face with
industry experts and key stakeholders to discover the freshest
developments in the food and beverage manufacturing and
packaging industries.
Running alongside the trade show will be the Materials
Handling & Logistics (MHL) Expo — designed for the materials

stand
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Organiser: XPO Exhibitions
Event Location: ASB Showgrounds

handling, warehousing and logistics industry. XPO Exhibitions
said this year’s MHL Expo will be the biggest ever.
Foodtech Packtech will also feature an SMC Izakaya Networking Bar to facilitate connections among attendees.
Overall, the event is expected to attract more than 250
local and international exhibiting companies and some 4500
qualified visitors.
Special precautions will be in place at the event to ensure
the health and safety of the visitors. This will include contact
tracing via ticket registration or the government app, COVID-19
safety signage throughout the venue and an increased number
of paramedic responders onsite. Face masks will also be made
available on request.

High-speed doors for the food industry
What matters to you? Is it protecting your food processing facility from contamination by harmful bacteria, and a costly
product recall? Do you struggle with temperature control at your facility?
For those in the dairy or food processing industry, these are key concerns at every level of the supply chain, posing a

major threat to product integrity and safety if not properly addressed. If not mitigated, these could cause a costly product recall and
irreparable reputational damage.
With a large collection of high-performance, high-speed door solutions designed with the food industry in mind, Ulti Group’s highspeed doors can provide a good solution.
Capable of operating at up to 2.5 m/s, allowing short cycle times, Ulti Group
rapid doors are effective in keeping vermin and other contaminants out, while
allowing users to achieve maximum environmental control and temperature
separation, at the door opening.
Energy savings can also be maximised by minimising the amount of air that
escapes each time the doors open.
But it’s not just about the speed, the company said safety and reliability are
built into all Ulti Group’s rapid doors.
Ulti Group
www.ultigroup.co.nz
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High-pressure
processing
High-pressure processing
(HPP) is a food and beverage non-thermal preserva-
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Carton sealing tape
machines
The Everoll Uniform Manual Adjustment Carton Sealers
are designed to improve efficiency and are able to be

positioned to suit a wide range of carton sizes.
The 701WS has a heavy-gauge steel plate construction for maximum
stability, extendable legs and a right and left clamping belt to ensure
a smooth box feed. It has top and bottom sealing of low-profile,
lightweight and varied sized cartons, with clip on in-feed and out-feed
conveyor. Available in standard paint finish and stainless steel, it
works well with Pomona’s Heavy Duty OPP Acrylic and Premium OPP
Hot Melt Machine Carton Sealing Tapes.
The tapes are available in various sizes and suitable for the packaging industry, with service packages available.

tion technology that applies
high-hydrostatic pressure for some seconds or minutes to packaged
products (In-Pack) or beverages before bottling (In-Bulk).
Synonymous with minimally processed products, the nutritional and
organoleptic characteristics of food products are kept intact, maintaining the freshness of the original product.
Other benefits include: longer shelf life from a few days up to weeks
or even months, under refrigeration conditions; reducing the use of
preservatives such as salt; food safety ensured as the inactivation of
spoilage pathogens and microorganisms (lactic acid bacteria, yeasts
and moulds) ensures high sensorial quality.
The process can be applied to a wide variety of products, in traditional sectors such as juices and beverages, avocado products (guacamole), meat (sliced deli meats, dry-cured products) or seafood to
more trendy categories like ready-to-eat meals, plant-based dips

Pomona Group Limited

(hummus), baby food or wet pet food.

www.pomona.co.nz

According to the company spokesperson, it is an instantaneous and
uniform process that doesn’t affect food covalent bonds but modifies
the three-dimensional structure of proteins and polysaccharides. This
breaks microorganism’s membrane, inactivating pathogens (ie, Listeria,
Salmonella, Vibrio or Norovirus), while preserving nutritional and organoleptic properties like a fresh product.
Hiperbaric industrial HPP units have a wide throughput range, designed to meet the requirements of start-ups, small-medium enterprises and large corporations. The unit has a horizontal layout and
ergonomic design to simplify installation and operations.
Hiperbaric S.A.U.
www.hiperbaric.com

Solutions for
stainless steel
food equipment and
surface ﬁnishing.
Ask the ﬁnishing specialists! Suhner provides a full
range of ﬁnishing solutions for food manufacturing
and preparation. Our expertise, quality tools and
abrasives let you achieve, maintain and recover the
desired ﬁnish on food machinery and preparation
surfaces quickly and efﬁciently.
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HRS highlights steam
injection for food
sterilisation
HRS Process Solutions will be showcasing its DSI

Series of direct steam injection pasteurisers and sterilisers, which
are suitable for food products such as plant-based milk drinks.
The benefit of sterilising using direct steam injection is the speed
of the process, with sterilisation temperatures of 100 to 145°C being
reached in around a second; claimed to be much quicker than the
fastest heat exchanger systems. For products such as plant milks,
this rapid heating prevents cooking of the product and formation
of caramel-type compounds which can darken the product or produce unwanted flavours.

Phone: (02) 9648 5888
Email: sales.au@suhner.com
www.suhner.com.au

Some products, such as oat milk, also benefit from the additional dilution with water provided by the steam injection.
HRS Heat Exchangers Australia New Zealand
www.hrs-heatexchangers.com/au
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SMC
to showcase at

Foodtech Packtech 2021
SMC Corporation Australia | New Zealand (ANZ) is included

SMC will launch its latest campaign entitled ‘Smart Steps to
Flexible Manufacturing’ at the trade show in Auckland.
“Contrary to popular belief, taking incremental steps toward
your digitisation journey can make the biggest difference and
will greatly assist in ‘futureproofing’ business operations,” said
Shyam Suresh, Acting Branch Manager for SMC Auckland.
Rather than upgrading entire systems, the team at SMC will
be able to show visitors some smart and affordable solutions.
“Upgrading your production to become smarter can include steps
towards energy savings, newer technologies and/or improving
remote access capabilities for improved efficiencies and reduced
downtime.”
Wireless technology, smarter vacuum systems, improved air
filtration, Industry 4.0 solutions, robotic end effectors as well
as safety communication technology and components are just
some of the ideas that can be considered.

SMC Australia | New Zealand
www.smcanz.com

www.foodprocessing.com.au
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in this year’s exhibitor line-up at Foodtech Packtech.

Shyam notes that a big drive to launch this campaign is the
need for reshoring. “Customers want to produce locally made
products to compete on a global stage and to ensure shorter
supply chains. SMC is assisting customers around the country
with their requirements and offers special engineering and design,
virtual (and hands-on) support, high stock levels, shorter delivery
times and latest technology to support local manufacturers.”
The company is also showcasing its comprehensive vacuum
range.
“In terms of lightweight engineering, SMC will also use this
opportunity to demonstrate how design and materials can be
used to help to minimise the weight of the end solution — without affecting its performance. These innovations are especially
powerful for robotic applications.”
SMC is also the sponsor of the Izakaya Bar, which offers
visitors the opportunity to connect more socially with SMC
and other exhibitors.
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Analytical instrument range for the food industry
Anton Paar develops and manufactures analytical instruments generating reliable data that enables food companies to proceed
with confidence in product development, production and quality control. The company can provide instruments for the measurement of density, concentration, material characterisation, CO2/O2, viscometry/rheometry and custom-tailored automation and robotic

fOODTECH PACKTECH

solutions are also available.
Laboratory and process measuring instruments from Anton Paar are used in the control of incoming goods, quality control and research throughout the food industry. The product portfolio ranges from portable measuring instruments over high-precision automated laboratory or process
measurement technology to individual industry-specific solutions.
The products suitable for the food industry include: Powder Characterisation: techniques to characterise water sorption rates, shelf life, bulk
density and tapped density for storage and transportation of granular foodstuff; Density Meter: density and concentration measurement for liquids
and solids; Microwave Digestion: digestion of samples, evaporation, acid leaching, and extractions; Oxidation Stability: determination of oxidation
stability by using increased temperature and an excess of pure oxygen; Particle size Analyzer: measures a wide range of particle sizes in liquid
dispersions or dry powders; Raman Spectrometers: identification and verification of samples; Rheometer: checks over flow curve and yield point
determinations to complex rheological investigations; Refractometer: Brix and concentration measurement of liquids and solids; and Viscometer:
for liquids, pastes and gels.
Anton Paar New Zealand
www.anton-paar.com/nz-en
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Industrial washing
machines for fresh produce
With farm-to-table operations leading the locally
grown movement, farms are selling directly to consum-
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ers in increasing numbers.
This creates the demand
for the industrial washing
industry to provide services
that deliver safe and secure

Metal detector

produce.

Eriez Xtreme Metal Detectors have high sensitivity to detect small

Solutions to effectively

ferrous and non-ferrous metal contaminants such as needles, scale,

eradicate biological and

rust, nails, clips, bolts, nuts, staples, stainless steel, aluminium and

chemical hazards in the

copper alloys in loose or free-fall food processing systems and final

agriculture industry can be

packaged food lines. The unit is designed to prevent metal contami-

found in the production and

nation from the moment ingredients enter the processing plant until

design of industrial washers

the product is shipped.

that comply with the guidelines of the HACCP system. Such is the

In its base package, the metal detector has a 178 mm easy-to-

case with bin-and-vat washers that service the apple industry. In-

use touch screen interface, multiple pre-programmed languages,

dustrial washing machines can be modified and customised to meet

easy set-up and reporting, multiple USB and interface ports and

the handling and washing needs of the organic farmer.

remote access, all contained in the standard high-pressure wash-

Rhima’s bin washers can wash 200 and 600 L euro bins, big and

down design. In addition to its rugged construction, the detector

mega boxes, custom bins, IBCs and wheelie bins (120, 240, 480,

offers easy-to-use set-up, operation and reporting from a large,

660+ L bins) and other types of production vessels.

well-designed graphical interface.

The machines can be custom built to specifications or purchased

The detector complies with HACCP International Food Safety

off the shelf. They are available as manual, semiautomatic or fully

Standards and is suitable for the food, textile, pharmaceutical, plas-

automatic machines with optional destacking and stacking systems.

tics, rubber, chemical and many other industries.

The Rhima wheelie bin washers are constructed entirely in stain-

The company currently has units of various heights and widths

less steel and are built to food-grade standards.

available for shipment.

Rhima Australia Pty Ltd

Eriez Magnetics Pty Ltd

www.rhima.com.au

www.eriez.com.au
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CASE STUDY
Pump for chicken processing plant

Image supplied by Landia.

PROCESSING

Pump specialist Ferrier Pumps has applied a
solution to a tricky wastewater application at
a new chicken processing plant in Scotland.
Ferrier Pumps said achieving the required
flow rate was critical as the washdown water
contained feathers, faeces and sawdust.

“We had to ensure the pump selection could cope with the
difficult solids,” the company said in a statement.
As part of its design, which included two screens, pipework,
control panels and flowmeter, Ferrier Pumps brought in a
submersible chopper pump from Landia.
The chopper pump is designed with an external knife system
that chops solids before they get inside the pump’s casing.
The pump, which operates at 1500 RPM, continuously
reduces particle sizes for the benefit of the process.
Sales Engineer Peter Ramsay said that if the
minimum self-cleansing velocity could be
maintained for this packaged pumping station,
then the solids in the pumped product
would settle out causing blockages.
“We’d also seen from previous
experience that the Landia chopper pump
is extremely effective and reliable — even
when having to deal with very hard-tohandle solids such as feathers,” Ramsey said.
Landia
www.landia.co.uk
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Craft brewer relocates its bottling plant

From historic town centre to fields of green: Bavarian brewery
Eder & Heylands recently moved its bottling shop from the
centre of Großostheim, near Aschaffenburg, to the outskirts
of the little market town.
Eder & Heylands’ Filling Centre Project Manager,
Maximilian Weber, said the brewery had bottled its products
on a KHS system at its old brewery in the town centre for over
25 years. As the possibilities for expansion at the site in the
town centre were limited, the craft brewer decided to relocate
and modernise its bottling shop.
When choosing the new equipment for the new site, a high
degree of automation was a priority for such tasks as program
or recipe selection, automatic overnight heat-up of the bottle
washers and adequate head section disinfection.
The brewer opted for two Innoclean SE bottle washing
machines and two modern glass fillers at the new plant. With
the Innofill Glass DRS-ZMS the Bavarian brewery can wash
and fill up to 36,000 standardised pool bottles per hour, known
as longneck (0.33 L) and NRW bottles (0.5 L), and on the
Innofill Glass DPG up to 15,000 swing-top bottles every hour.
Washing swing-top bottles often poses something of a
challenge to breweries.
“After washing bottles with caustic, the swing top mustn’t
fall onto the bottleneck as otherwise any caustic that might
still be in the bottle can’t be emptied and rinsed out. If this
were the case, the downstream inspection unit would then
channel out any bottles containing residual caustic,” explained
Stefan Knappmann, the KHS Area Sales Manager responsible
for the project.
“If this happens too frequently, these bottles are no longer
available for further production. If the detection unit doesn’t
work properly, in the worst case, bottles containing caustic
residue may be filled. This must be avoided at all costs so as
to avoid any possible health risks to the consumer.”
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The machinery manufacturer thus installed a bottle base
spray to circumvent this problem. Here, a jet of water pushes
the bottle deeper into the individual bottle washer pocket so
that the swing top cannot slip in front of the neck. Furthermore,
the bottle washer on the swing-top line can also process bottles
without a swing top.
One of the features that enables the brewer to save on
media, as requested, involves warm water being taken from
the bottle washers for use in other areas such as crate washers.
In addition, KHS installed a fresh water control unit and
electricity-saving function for the sprays.
KHS also satisfied the brewery’s requirements regarding
the infeed of empties. “The challenge here was to match the
number of empties fed into the system to the amount of beer
still to be filled, so that at the end of production there were
neither too many nor too few bottles and crates on the line,”
said Knappmann.
The brewhouse now remains at the old production site in
the middle of town; following brewing and storage, the beer is
transported in tank trucks by a logistics company specialised
in food to the new bottling shop, where it is either filled
into bright beer tanks or filled directly. The new building is
designed to make the filling logistics more sophisticated.
The system is also designed to minimise the use of water
for bottle washing and CO2 during filling. Depending on the
processing program, the filling equipment only uses 240 g of
carbon dioxide per hectolitre of beer.
“KHS’s machinery is perfectly adapted to our requirements
as a medium-sized brewery. We benefit from this proven
technology,” said Weber. “Our production processes have also
been greatly simplified and are now much more efficient.”
KHS Pacific Pty Ltd
www.khs.com
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Welcome to the family!
Our 6 new Oil-free air compressor models
Two years ago, we released the water-cooled ZR VSD+Premium
compressor range, the most energy efficient compressor in the world.
Step in to 2021 and we are glad to announce that we will be adding
6 new models to our family this year!

Something else to consider for your plant:
If you use steam in your production process and perhaps use
boilers to generate this steam, Atlas Copco can offer you our
Energy Recovery unit or external pumps to save you even
more money on your bottom line!
1800 023 469
www.atlascopco.com
compressorsau@au.atlascopco.com

Headline
headline headline Headline
headline headline headline headline
Sed ut perspiciatis unde omnis iste natus error sit headline headline
voluptatem accusantium doloremque laudantium,
totam rem aperiam, eaque ipsa quae ab illo
Sed ut perspiciatis unde omnis iste
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Efﬁcient and reliable disinfection
process solutions for food &
beverage manufacturing
When manufacturing food and beverage
products, it is crucial to exclude
contamination.
We
are,
therefore,
aware that disinfection processes play
an important role here. But how do you
dose the disinfectant correctly, ensuring
the disinfection process runs efﬁciently
and reliably? And how do you monitor
and document the process in view of
increasingly strict hygiene regulations?

Safety is the top priority
Sterile conditions are paramount to
comply with strict hygiene standards,
ensuring safety and quality of products.
Even secondary media must be available
in the purest form possible under strictly
controlled conditions. Nonetheless, it is also
important in the food & beverage industry
to manufacture products quickly and
efﬁciently. To provide reliable disinfection, a
speciﬁc, individual level of disinfection must
be achieved constantly.

Conventional vs System
Solutions
In conventional disinfection units, a simple
peristaltic pump doses hydrogen peroxide
(H2O2). Speeds and dosing quantities are
ﬁxed and cannot be readjusted. Further,
there is no way to effectively monitor the
disinfection process and to quickly identify
errors.

Errors caused by incorrect dosing, a
defective pump or a faulty concentration
sensor can lead to the required degree
of inactivation not being achieved.
Troubleshooting is time intensive and
complex. Moreover, the disinfection
process has to be repeated. And this
obviously costs time and money.
The Bürkert system solution for reliable
and efﬁcient disinfection processes is
based on the generation of a cold aerosol.
It essentially consists of a liquid ﬂow
controller (LFC), a mass ﬂow controller
(MFC) and a high-precision stainless steel
mixing nozzle for hygienic applications.
The disinfection process can be controlled
and monitored via the LFC and the MFC.
Hydrogen peroxide and air are optimally
mixed to form a ﬁne aerosol, thereby
ensuring reliable and uniform inactivation
in the disinfection chamber. This means
you can be sure that the desired degree of
inactivation is achieved.
In contrast to the inﬂexible peristaltic
pump, the compact Bürkert solution allows
more aerosol to be dosed into the chamber
in the same period of time. As a result,
the time it takes to reach the degree of
inactivation is reduced. This speeds up
the disinfection process. A conventional
solution would require a larger plant that is
much more expensive to operate.
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The advantages of the Bürkert
system solution
The Bürkert system solution speeds up the
ﬁrst phase of the disinfection process and
can reduce the time required for the whole
process by up to 20%. The compact Bürkert
solution allows more aerosol to be dosed
into the chamber in the same period of
time. As a result, the time it takes to reach
the degree of inactivation is reduced. A
conventional solution would require a much
larger heating unit to achieve comparable
time savings, but this would increase the
costs of ownership and make the overall
system more expensive and bigger.
We are conﬁdent that our Bürkert system
solution can also meet your individual
requirements in terms of reliability,
efﬁciency, ﬂexibility and engineering. By the
way, Bürkert offers comprehensive support
— from development to series production.
Tried and tested with the food & beverage
industry across the globe, our hygienic
solutions are a proven success amongst our
customers.

Burkert Fluid Control Systems
www.burkert.com.au
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Infrastructure
monitoring

Why is real-time pervasive infrastructure
monitoring a must for the F&B industry?
PROCESSING

Daniel Sultana, Regional Director, Asia Pacific at Paessler

Food and beverage manufacturers are investing a lot of time, resources and new
design approaches to implement digital technologies across their plant operations.
Their goal is to transform the efficiency, productivity and flexibility of their technical
infrastructure to help them be more competitive and able to respond to fast-changing
market needs.

M

any of the food and beverage industry’s manufacturing challenges are due to increased food
safety regulation, therefore product quality, food
safety and traceability are all top priorities for
these companies. With a rapidly growing population that
is more affluent than ever before, rising customer expectations and a variety of taste preferences are shifting market
needs regularly.
There is no doubt that digital technologies are needed to
enable the food and beverage industry to meet the changing requirements of its customers. Its plants must deploy
smart manufacturing solutions that can provide real-time
visibility of their performance to ensure optimal efficiency
and quality. The ability to identify potential equipment
failures before they occur and to take decisive action that
does not significantly impact operations is essential for
the food and beverage industry. How is this best achieved?

IIoT is a no brainer
Industrial Internet of Things (IIoT) technologies can build
upon basic automation for those in food production, leveraging plant floor data from disparate sources to deliver
real-time insights and guidance.
Many food and beverage manufacturers are already working with technology suppliers to implement IIoT monitoring
solutions. New equipment often comes with IIoT sensors,
but many are retrofitting old machines with new intelligence to collect a variety of system performance data
providing them with smart, efficient ways to turn that data
into actionable insights. Global management consulting firm
A.T. Kearney estimates that IoT will lead to a $1.9 trillion
productivity increase and $177 billion in reduced costs by
the end of 2020.
44
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A broad range of plant automation technologies now incorporate IIoT, with analytics taking on increasing importance.
Constant monitoring and analysis of performance can help
machine operators spot issues faster and earlier to prevent
quality issues and that means they can adjust as needed to
ensure more efficient operations.
The ability to predict problems before they occur results
in less unplanned downtime, while real-time infrastructure
monitoring provides decision support for the appropriate
corrective actions. This helps to reduce maintenance time,
increase equipment availability and also improve productivity.
However, merely applying more IIoT sensors and gathering
more data will not solve persistent manufacturing problems.

Digitisation and IT/OT convergence
Digitalisation and IT/OT convergence is a big issue in the
food and beverage sector as it brings IT and production together to make the operation a lot more efficient. A converged
infrastructure requires one monitoring solution to give the
technical team a single dashboard for everything they need
to know from both integrated worlds.

Case study — chocolate and confectionery
manufacturer
Carambar & Co, a French food and beverage group formed in
2017, needed to stabilise, improve reliability and optimise
the performance of its technical infrastructure. It has a portfolio of local and global chocolate and confectionery brands
within its large portfolio including Carambar, Poulain, Terry’s,
Krema, Suchard, Vichy, Malabar Kaba, Dulciora and Benco.
Carambar & Co wanted to be able to monitor the health
of its most critical servers containing data and applications,
but also the flows and bandwidth between headquarters, its
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industry 4.0 implementation and to remotely monitor the
IoT equipment that is being rolled out across its production plants in France.

Remote plant monitoring
Remote food and beverage plant monitoring provides crucial
information in a more efficient manner to help plants stay
up and running. These can link to troubleshooting tools to
identify and resolve issues without someone having to be
physically in the plant. However, remote monitoring means
that plants need to deploy additional sensors on measurements not previously monitored.
This real-time pervasive infrastructure monitoring in the
food and beverage sector is enabled by wireless IIoT sensors and networks that help to overcome the issues of high
installation cost and disruptions, enabling new, insightful
data to be gained quickly and cost-effectively.
IIoT technologies, such as intelligent devices, motion
control, machine control, edge computing systems and analytics packages, provide the right foundation and tools to
help solve unique production challenges or issues rapidly,
effectively and with quicker return on investment.

Paessler AG
www.paessler.com

SWR Engineering
M-SENS 3.0
On-Line Microwave Moisture and Process
Temperature Measurement with Flow
Detection for Solids.
●
●
●
●
●

Moisture Range 0-65% (Material Dependant)
Measurement Accuracy 0.1%
Integral Flow Detection Alarm
Maximum Process Temperature, 120°C
Configuration Software Included
Additional SWR Engineering Microwave & Electromagnetic
Technology Products include:
• MaxxFlow HTC In-line High Throughput Solids Mass Flow Measurement
• SolidFlow 2 Measuring System to Determine Mass Flow of Solids
• FlowJam Material Flow Monitor, with Blockage Detection

LEADING TECHNOLOGY FOR EMISSION MONITORING AND PROCESS CONTROL
Tel: 07 3255 5158 | Fax: 07 3255 5159 | info@groupinstrumentation.com.au | www.groupinstrumentation.com.au
www.foodprocessing.com.au
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50 servers in the cloud and
the 15 servers at its production sites. It is essential to
have a proactive approach
to understand where the
weaknesses of the technology infrastructure were to
be able to improve them. It
also helps them to prevent
malfunctions and informs
the 10-person IT team immediately of an incident, so
they can resolve it before
users become aware of it.
The company now has a
complete view of all IT activity in a single dashboard,
which greatly simplifies
having to search for faults,
optimising its use of IT resources. They are alerted in real
time before a server is overloaded and it uncovers faults
that are otherwise difficult to detect, such as problems
with badge readers at the factory entrance. They can now
communicate the health of the IT infrastructure to every
department in the company. The next step is to support its
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Detecting pallet pockets
using a 3D snapshot camera
Hitting the heights with 3D plug and play
machine vision solutions: The AGVs of
the manufacturer Transolt move about its
customer’s warehouses as if by magic. There’s
not really anything supernatural at play here, of
course, but automated guided vehicle systems
do possess a certain kind of technological
magic. A magic to which solutions from SICK
contribute. Automated guided vehicles need
to be able to see to perform their work reliably.
Safety issues also need to be taken into
account, especially when large loads are being
moved about.
SICK has numerous tried-and-proven laser
scanners for mobile platforms in its product
portfolio. For autonomous forklift trucks, there’s
more to it than merely moving things. In this
case the eyes need to detect the location of
pallet pockets even at signiﬁcant heights,
and precisely control the storage and retrieval
operations. An ideal task for the Visionary-T AP
3D snapshot camera and the Key App that SICK
has developed especially for this application.
Transolt had been waiting a long time for
this: A solution that allows automated guided
vehicles to not only drive around but also pick
up and put down loads with great ﬂexibility.
Transolt Managing Director Mahmut Özkan
said at present, autonomous forklift trucks can
only perform their tasks in warehouses under
the condition that the pallets to be transported
are always located at the same angle and within
a maximum of 20 mm of their predeﬁned
position.
“Real-life conditions in dynamic warehouses
are not like this, however. Pallets get
inadvertently pushed out of their original
positions, stacked on top of one another or
damaged, which can prevent smooth transport
processes using automated forklift trucks.”

Now thanks to the Pallet Pocket Detection
SensorApp running on the Visionary-T AP, he can
ﬁnally offer his customers in the warehousing
and
intralogistics
industry
autonomous
forklift trucks as well. The trick: This Key App
functions directly on the 3D snapshot camera
with no further hardware required. That saves
not only costs but also the effort of additional
programming and integration.

Pallet Pocket Detection
SensorApp sharpens the view
This Key App enhances the ability to see
gaps. The autonomous forklift truck needs
to precisely detect pallet pockets, displaced
pallets, and damage. Being able to precisely
scan storage spaces and a variety of pallet types
is essential for perfectly storing and retrieving
loads — even way up in the storage racks. The
Pallet Pocket Detection SensorApp provides
the data required to do this. It runs directly on
the Visionary-T AP 3D snapshot camera. The
measured values required to pick up the pallet
are pre-processed and evaluated on the sensor,
then transmitted to the control system of the
automated forklift truck. The 3D camera and
vehicle thereby become an inseparable unit
thanks to the SensorApp.
That’s something Mahmut Özkan really
appreciates.
“The Visionary-T AP and its key App scan
the pallet and determine the precise position to
enable our autonomous forklift truck to always
insert the forks into the pallet holes at the right
angle and to lift them from the same correct
depth,” he said.
Özkan also said he was delighted with the
precise geometric data of the Visionary-T, as
it provides the basis for the company’s newly
developed maneuvering algorithm.
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“With the help of this algorithm, the
autonomous forklift truck can pick up pallets that
are not located at their predeﬁned position by
recalculating the pick-up angle and maneuvering
the forks again into the correct orientation.”

SICK AppSpace — the place for
the future
The term Industry 4.0 is often used to describe
future technologies. But there are also more
concrete examples: machine vision solutions
based on the SICK AppSpace eco system are
taking a real step towards the future and Industry
4.0. Pallet Pocket Detection is successful proof
of a completely new and adaptive solution to an
automation application.
It also works equally well for positioning
dollies. The Dolly Positioning SensorApp
provides the data needed for this purpose.
It runs directly on the Visionary-T AP 3D
vision sensor. The measured values required
to automatically pick up the dolly are preprocessed and evaluated on the sensor,
then transmitted to the control system of the
automated guided vehicle. Thanks to an active
developer community, there are numerous
further custom SensorApps based on intelligent
software tools and algorithms being created.
No other app, however, is hitting the heights at
the moment with its concrete application like
Pallet Pocket Detection.

SICK Pty Ltd
www.sick.com.au
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Road to organic
PROCESSING

Australian berry producer Driscoll’s has announced its
move towards organic farming. The company now offers
Australians ‘organic in conversion’ blueberries through
to mid-February. But what is the difference between
organic and organic in conversion and how long does
it take to become certified?
Nico Mulder, Image credit Chloe Smith Photography

N

ico Mulder is the farmer behind the first organic
berry range from Driscoll’s. He grew up on a farm
in South Africa and has been a professional farmer
for 20 years. Nico has proudly farmed Driscoll’s’
blueberries for seven years in the little Snowy Mountains
town of Tumbarumba, NSW.
Driscoll’s General Manager Jon Gleeson said the company
is extremely proud of Nico for making the move to organic.
“Nico has employed more staff to account for increased
weed spraying, invested in expensive certified organic soil
inputs, implemented and invested new composting processes,
and that’s not the half of it,” Gleeson said.
While the farm will not be fully certified for a couple
of years, he has already implemented these measures and
yielded his first organic-in-conversion crop.
“We think it’s important people are aware of the term
‘organic in conversion’ so they can make healthier, more
sustainable choices and support farmers like Nico who have
dedicated to this transition for the betterment of the planet,”
Gleeson said.

The process
It takes three years for primary producers to be able to advertise their product as fully organic certified.
The business must be managed in accordance with one of
the six Australian organic certification bodies, which are underpinned by the principles by Australia’s organic guidelines.
After submitting an application, the certification body
will arrange an initial audit. When the audit report has been

reviewed and the farm has been ‘pre-certified’, a date for a
second audit will be set. During this time, produce can only
be sold as conventional.
After the success of the second audit, the producer will
be offered a contract with conditions that allow the product
to be sold as ‘in conversion’.
According to Southern Cross Certified, Driscoll’s’ organic
certification body, in-conversion producers have stopped
using pesticides or prohibited substances but don’t have a
full A grade status because the farmland needs time to leech
itself of previously used substances.
If the operator is inexperienced in organic management
systems, they must undergo a 12-month supervision period
by an accredited certifying agency to ensure a workable
conversion plan is in place.
After two more successful audits by the certification body,
the produce can be sold as ‘certified organic’.

Plan for the future
Driscoll’s said it desires to further decrease its impact on
the natural and social resources its communities depend on,
and rapidly increasing consumer demand for organic produce
has driven this move.
The company aims to have an organic berry offer across
all four Driscoll’s berry types — blueberries, blackberries,
raspberries and strawberries — in the coming years.
Driscoll’s’ Organic In-Conversion Blueberries are currently
available at selected Woolworths stores across Australia and
selected independent grocers.
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Moon Dog Brewing installs solar system
Operating since 2010,
Moon Dog Brewing is an
independent, Australianowned craft brewery based out
of Melbourne. Environmental
sustainability is one its a core
business values, so when the
Moon Dog team was opening
its new brewery/pub — Moon
Dog World — in October 2019,
they looked at ways to reduce
its carbon footprint.
Energis was selected to
design a solar system that
would reduce reliance on using energy from the grid and lower
energy costs. In early 2020, Energis designed, installed and
commissioned a 99.85 kW rooftop-mounted solar system using
317 solar panels with just one of FIMER’s PVS-100 inverters.
Raman Chhabra, Director of Energis, said: “We chose FIMER
for this installation because their inverters have a good track
record in terms of reliability, technical support and energy
production, in both commercial and residential projects for us.
The specific inverter, the PVS-100, was also especially suited
for the string sizing and other site-specific requirements for
this project.”
The FIMER PVS-100 high-powered string inverter has
dual-stage topology enabling greater energy production, which
can help users save money over the lifetime of the system,
thus enabling a faster ROI. The solution is easy to install and
commission with plug-and-play componentry, enabling faster

installation times to meet
project deadlines.
The entire solar plant
can be remotely monitored
using FIMER’s Aurora Vision
monitoring solution.
Karl Van Buuren, Moon
Dog co-founder, said: “Our
site, like many other food
and beverage sites, is powerhungry; we have boilers, chill
units and big packaging lines.
Using FIMER’s monitoring
solution allows us to see how
much our solar is producing, which helps offset the large
energy-using equipment onsite. We can see what time of day
we are generating the most solar energy, plus see reporting
on how much we are producing and consuming on a monthto-month basis.”
Since its installation and commissioning, Moon Dog
Brewing has generated over 110 MWh, saving approximately
20 tonnes of CO2 emissions each month.
Moon Dog’s solar system inspired the company to release
a limited-edition solar beer in 2020, named ‘the future is
bright’ — a solar-powered IPA (India pale ale), which was
reported to be a favourite of the Australian FIMER team while
it was in stock.
FIMER Australia
www.fimer.com

Tank cleaner
Tecpro’s OC200 Orbital Cleaner can be used in a wide variety of sectors, from food, beverage and wine, as
well as health care to fish farming and marine, and chemical industries.
The orbital cleaner is specifically engineered for use in large process tanks and storage vessels where
clean-in-place (CIP) processes are required.
The modular system uses a main cleaner assembly with interchangeable rotors, nozzle carriers and nozzles. It is suitable for use in tanks up to 35 m diameter requiring a 360-degree spray pattern.
The cleaner has a choice of three nozzle carrier options — 2, 3 or 4 nozzles — which fit onto the standard central core of the cleaner assembly. There is also the option of seven different nozzle diameters ranging from 9–15 mm and three nozzle lengths — long, short and extended.
The whole system is designed to be easy to interchange and adapt to the cleaning task at hand ensuring
impact values, cleaning diameter and dwell time are optimised and efficient.
The cleaner has a flow rate of 317–1093 L/min with a pressure range of 4–10 bar.
It is suitable for use with water temperatures up to 95°C and has a full spray pattern
time of 8–21 min.
The main cleaner assembly uses a locking mechanism to provide fast and easy disassembly for maintenance. Each nozzle includes self-cleaning jets to prevent product buildup to extend service intervals. The modular nozzle design also means it’s easy to replace
worn nozzles when eventually required.
Tecpro Australia
www.tecpro.com.au
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Wastewater
solution
in a shipping container

Macadamias Australia wanted a wastewater solution to meet production growth at its northern Queensland farm.
However, the company required minimal site installation time and a structure to withstand harsh Queensland
weather. Through innovative design and forward thinking, Aerofloat ensured a quick installation and a low-cost
solution for Macadamias Australia using a shipping container.

T

he construction of a new processing facility for Macadamias Australia meant increased wastewater flows.
The existing system managed wastewater flows from
the cleaning of nuts and vegetables at the plant but
was insufficient to meet the changes in production growth.The
changes also included a diversification in the food types being
produced at the site.
The existing wastewater treatment system was designed
to pump effluent into an evaporation lagoon, where bacteria
would complete the treatment process. The increased flows at
the site meant that the lagoon would not be sufficient to treat
the increased wastewater.
The company therefore required a new wastewater treatment
system to meet the business growth. Aerofloat was brought on
to upgrade the site to ensure it met council standards.
Aerofloat’s team designed and built a dissolved air flotation
(AeroDAF) system for the macadamia processing facility, incorporating its innovative, patented technology.
The system was designed to remove suspended solids, reduce
the BOD and correct the wastewater pH to ensure the outgoing
wastewater reached the evaporation lagoon standards set by
the council.
Aerofloat’s General Manager, Michael Anderson, said the
unique design process was rewarding for both the Aerofloat
team and Macadamias Australia.

Aerofloat was able to design a
wastewater treatment solution in a
shipping container to meet increased
production at Macadamias Australia.
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“Our Aerofloat team custom-built the system inside a 20-foot
HQ shipping container at our Sydney warehouse, which minimised site installation time and costs for Macadamias Australia.
It also provided a neat solution that our team could easily ship
to Bundaberg as soon as they were ready for installation,” said
Anderson.
Aerofloat installed its AeroDAF 100 unit inside the shipping
container and added a 25,000 L balance tank outside to meet
the increased flow at the site. The system included pH correction and air mixing, a rotary drum screen (to remove any solids
such as macadamia nut husks from the wastewater), a sludge
tank with air mixing and an automated poly skid. The system
also included a chemical dosing board, effluent pH testing and a
correction unit, helping to ensure Macadamias Australia would
be compliant with the local council’s regulations.
The shipping container was carefully fitted out to meet the
harsh Queensland climate. The screen was added on a mezzanine
on the roof of the container, and air conditioning was installed
to ensure all system components were kept at the recommended
temperature for optimal operation. The container was also insulated using BONDOR panelling and the floor was rendered
chemical-resistant using Phenoline (a paint-like material often
used to line the inside of large tanks).
Remote monitoring was installed on the system to enable
data flow between Macadamias Australia’s operators and Aerofloat’s engineers. This
also allowed Aerofloat’s
engineering team to do
initial system commissioning remotely.
Aerofloat was able
to install its wastewater
system at the Bundaberg
site, thanks to clever
pre-planning and innovative use of a shipping
container to house the
main system.
Aerofloat (Australia) Pty Ltd
www.aerofloat.com.au
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JBT
SCHRÖDER
N EW IMAX Ecoline: The efficient
all-round injectors.

The new ECOline series of injectors
offers outstanding Schröder quality for
small and medium-sized businesses at a
favorable entry price and low operating
costs. These all-round injectors are
suitable for a wide range of bone-in or
boneless products. The proven and
robust drive concept, together with the
thoughtful hygienic design, immediately
reveal the typical Schröder injector.
IMAX ECOline 350 / 420 / 620

John Bean Technologies (JBT) is a leading global technology solutions
provider to high-value segments of the food processing industries.

AVURE: HPP - High Pressure Processing

STEIN: Pre-dusting, batter mixing and
application, crumbing, frying and oil filtration

Protein Blog

LEARN MORE & GET IN TOUCH

PRIME: Primary poultry
processing

Double D: Batch cooking ovens,
char grill/ bar marking,
inline cooking solutions

FRIGOSCANDIA : Chilling, Freezing,
Proofing, IQF and Crusting

X-Vision: X-Ray
inspection solutions

SCHRÖDER: Brine mixing, cooling and storage,
injection, massaging, meat-in-meat (HVB)
injection, maceration

John Bean Technologies Australia Ltd
Unit 1, 40 Rivergate Place, Murarrie
QLD 4172, Australia
Phone: +61 (0) 7 3896 6100
Fax: +61 (0) 7 3393 9299
Emai: info.au@jbtc.com | info.nz@jbtc.com

DSI: Water jet portioning and
blade portioning

STEIN: TwinDrum™ spiral oven

Food-grade antimicrobial floor
The SteriFloor Schnell food-grade antimicrobial floor is quick cure,
making it suitable for sites with tight downtime windows.
The floor can be used in warehouses, packing halls and processing areas with heavy foot traffic and light to medium forklift traffic.
Allied Finishes
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www.alliedfinishes.com

Compostable gloves
The Biogone home-compostable gloves are designed for handling food safely and in an
environmentally friendly way.
Made from a plant-based material, the gloves are designed to quickly biodegrade away
when discarded to a compost bin or landfill. Whether disposed of in a green bin/compost
bin, or a standard rubbish bin makes no difference, these gloves will typically be gone in
between six to 24 months.
Unlike conventional gloves that do not break down, Biogone’s environmentally responsible
alternative will be digested by the natural microbes in a landfill.
Available in a box of 100 units, the gloves are uni-size, ambidextrous and suit almost all
hand sizes.
Biogone
www.biogone.com.au

Easily insert fillings inside food casings

With Rheon machinery you can create your designer
fillings – sauces, vegetables, condiments, pizza, cheese
and insert them into meat, chicken, seafood, bread
products, cookies, arancini and lots more.

MODELS TO
SUIT ALL
MANUFACTURERS,
BOTH LARGE
& SMALL
Phone: (61 2) 9939 4900 Email: ssyme@symetec.com
C22/148 Old Pittwater Road, Brookvale NSW, Australia
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Slicing blade
The GEA saw-tooth edge for involute blades is designed to
improve slicing quality without the need for crust freezing.
Slicing with a saw-tooth edge reduces the cutting force
exerted on the product, which results in a ‘clean cut’ as less
pressure is applied to the product in the slicing process.
Therefore, little or no crust freezing is required to form a

PROCESSING

crust on the product, which prevents it from deforming during slicing. This results in savings in time and energy, as
well as reduced wastage and improved on-weight portions.
Available in various sizes, the slicing technology requires
no retrofitting, just an exchange of the blade.
The involute blades facilitate high slicing speeds of up to
1500 revolutions/min and support GEA’s idle-cut technology,
which eliminates sliver slices.
The Teflon coating on GEA SlicingBlades helps prevent proteins from adhering to the blade.
Suitable for larger products because it slices through a larger log cross-section, the GEA
saw-tooth blade is particularly suited for use with cooked sausage and hams, which are
optimally sliced at temperatures ranging from -1 to +2°C without crust freezing.
GEA Australia
www.gea.com
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Norco ice cream plant doubles
production capacity
Norco ice cream plant doubles production and increases
reliability using Bürkert valve control technology.

An innovation upgrade

E

stablished in Byron Bay in 1895, Norco Co-operative
Ltd has more than 200 dairy farm members that supply
over 200 million litres of milk to its two milk bottling
factories and its ice cream facility in Lismore, NSW. It
also has a fledgling fresh milk export business in China.
In 2018, the co-operative announced a doubling of its ice
cream manufacturing capacity with a $10 million investment
by its farmer owners.
As part of the investment a production line was built using
all-new technology, and includes two new clean-in-place (CIP)
systems, an upgrade of 14 tanks, a flavour addition system and
pasteuriser integration. Future work planned includes two spiral
freezer tunnels and the installation of a fully automated robotic
palletising system.
The doubling of production will substantially improve the ice
cream business unit’s profitability, which could lead to increased
farm gate prices to farmers after the completion of the project.
“These investments will take us to the next level of creating
better technical efficiencies and growing business volume,” said
former Norco chief executive officer Brett Kelly when announcing the investment.
54

“The co-op is trading very well and ice cream in Lismore
is a big part of the business, so this will increase our business
capabilities.”
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The main steps in the production of ice cream — milk pasteurisation, homogenisation, blending of ingredients and packaging,
as well as clean-in-place (CIP) processes — all require extensive
liquid flow control and therefore a broad range of value equipment. However, in implementing its hygienic valves of choice,
Norco was experiencing some technical difficulties with the valve
control heads. It was therefore decided to look for a different
type of control head to work with the existing valves.
Norco already had an existing engineering and support relationship with Bürkert Fluid Control Systems (Bürkert) and
approached the company about providing suitable control heads.
Ryan Orbell, National Segment Manager – Hygienic Processing at Bürkert, had visited Norco prior to the project to present
the Type 8681. Subsequently a control head was installed and
trialled locally, proving it to be technically suitable to meet the
needs of the plant.
“The Type 8681 control heads offer a number of advantages
for Norco,” Orbell said. “They offer greater visibility with ultrabright LED indication, are more durable and have high IP ratings
and also offer a patented manual override functionality without
the need to remove the top cover, which offers increased security

www.foodprocessing.com.au
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Sweet success:

around wet environments as it reduces the risk of operator
error causing failure.”
Because the valves themselves were from a different manufacturer, Bürkert also supplied a universal adaptor that allowed
the new control heads to be combined with all commercially
available hygienic valve types, such as butterfly valves, ball
vales and single- and double-seat valves. This meant it was
possible to achieve a standard solution for the automation of
all the hygienic process installations — eliminating the need
for multiple brands and types of control heads.

PROCESSING

Ryan Orbell from Bürkert and
Michael Mountain from Norco.

PVC WALL AND CEILING
CLADDING SYSTEM FOR
HYGIENIC AREAS
APPLICATIONS

The results — reliability and security improved
“Previously we had reliability issues with the control heads
we were using,” said Michael Mountain, System Improvement
Manager at Norco. “We had issues with water ingress, control
tops coming loose and losing feedback, and difficulties with
cable termination — terminals came screwed closed with a
gap under the terminal, and new contractors would often
strip the threads.”
“For us, the main benefits of the Bürkert control heads
are moisture control due to the control tops being internally
pressurised — positive pressure to prevent any moisture
ingress. Plus their excellent IP rating and lid removal for
easy access,” he said.
“The slimmer design also allows more compact valve
clusters with fewer dead legs, and they provide improved
360-degree visibility for plant operators.
“Other advantages have been the ability to achieve external
stroking of the valve without affecting the control top seal,
as well as the simple set-up.”
Not only have the new Bürkert valve control heads contributed to the security of ice cream production through improved
reliability and functionality, but the entire expansion project
has contributed to the security of the existing 240 jobs at
Norco’s Lismore ice cream factory and ensured more workers are needed when the factory moves to 24/7 operation.

Bakeries
Cheese factories
Commercial kitchens
Meat processing plants
Patisseries and confectioneries
Dairies
Cold stores
Fish/seafood processing plants

CLEANBOARD PANEL SYSTEM
rigid u-PVC ■ foamed or hollow sections ■ tongue
and groove or click-in system ■ white, light grey or
ultramarine blue ■ 200mm wide, 9mm thick

FEATURES
hygienic ■ washable ■ able to be disinfected ■ no
rot or rust ■ no exposed screws/fasteners ■
resistant to chemical cleaning agents ■ suitable for
wet rooms ■ easy to install ■ high quality and
robust design ■ compliant with food industry
standards - (EU) No. 10/2011

Futureproofed communications
The Type 8681 control head offers a variety of digital communication options, through AS-interface, DeviceNet, IO-Link
or büS/CANopen.
The Bürkert büS/CANopen interface provides the ability
to unify the communication across a number of valves and
— with the addition of Bürkert’s Type ME43 gateway — to
integrate the valves into an industrial Ethernet network,
making future Industry 4.0 integration possible should Norco
decide to go that way.

For further information or a
sample pack, please contact us on:
admin@swpaustralia.com.au
SWP Australia Pty Ltd
16 Colin Jamieson Drive
Welshpool, WA 6106

Burkert Fluid Control Systems
www.burkert.com.au
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Industrial food-quality hose
The Slideflex hose is designed for suction and delivery of
premium-quality alcoholic beverages (wine, cider and beer),
soft drinks and fat-free liquid foodstuffs. The hose features
a wide corrugated cover with a glossy thermoplastic finish.
With a low coefficient of friction, the cover also allows for

PROCESSING

easy sliding over the working surfaces. This makes it easy
to clean and handle, reducing the spread of bacterial and
viral loads in the work environment.

Food
processing filters

The hose is designed in accordance with EC 1935/2004
and 2023/2006/EC (GMP) and features a non-plasticised

Camfil’s ProSafe range of filters are de-

inner tube. It is also produced without the use of animal

signed to comply with the strict demands

derivatives, phthalates, adipates and materials subject to

on safety, traceability and control within the

restrictions according to EC 1907/2006.

food processing and life science Industries.

Abrasion, ozone and weather resistant, the hose can

Explicitly designed for process safety,

handle temperatures from -40 to +120°C depending on

and manufactured with materials that comply with European Food

fluids conveyed and sterilisation up to +130°C for a

Contact Regulation (EC) No 1935:2004, Camfil’s ProSafe filter range

maximum of 30 min.

is designed to be free of toxic chemicals Bisphenol A, phthalates
and formaldehyde.

Construction features include: BIIR rubber (code 90 FDA),
light colour, food quality, odourless, tasteless and mirror-

The range is also resistant to cleanroom decontamination and

smooth. It complies with 3-A Sanitary Standards n.18-03-

cleaning procedures (including hydrogen peroxide and other com-

Class II, FDA Standards, D.M. 21/03/73 and following

monly used agents).

amendments. It also features plies of synthetic cord and

Conforming to BRCGS global standards for food safety, the filters
are also fully compliant with the ISO 846:2019 antimicrobial growth
standard and the VDI 6022 hygiene in HVAC systems standard.
All filters within the range are manufactured from high-quality ma-

built-in steel helix wires.
It is designed to withstand contact with a wide range of
detergents that can be used for the cleaning and sanitisation of the outer surface of the hose.

terials under strict quality control conditions and individually packaged

PharmEquip Pty Ltd

in a hygienic bag. Models include high-efficiency pleated panel filters,

pharmequip.com.au

multi-pocket bag filters and V-bank style mini pleat filters; HEPA
panel and box style filters and mobile air cleaners.
All HEPA classified ProSafe Filters are thoroughly tested and individually certified to ensure high performance under the most critical
of conditions for leak-free operation.
Energy-efficient filter models, certified with an A+ EuroVent Energy
Rating, are also available within this range.
Camfil Airepure
www.camfil.com.au
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Researchers have developed a way of measuring the
compounds in beer that give it distinct hoppy and fruity
aromas. The innovation will provide brewers with greater
control in the production process, allowing them to
differentiate among subtle flavours.

H

oppy beers such as pale ales are becoming increasingly popular. One reason for this is their pleasant,
fruity aroma that partially stems from compounds
called thiols.
Brewers have been looking for an accurate way to track
thiols in beer, but current methods are typically not sensitive
enough or require the use of potentially harmful substances.
Now researchers present an automated, solventless process
to assess thiols at very low concentrations, publishing their
findings in the American Chemical Society’s Journal of Agricultural and Food Chemistry.
Thiols, along with other compounds such as terpenes and
esters, contribute to the enjoyable odours in ‘hop-forward’
beer styles. Although minimal amounts of thiols are present in
beer, a little bit of these compounds goes a long way toward
achieving a hoppy flavour and fruity aroma.
Brewers would like more information about these volatile
substances, but it’s challenging to detect such small quantities
accurately. Previous studies have reported complex, multistep

methods for thiol analysis in beer. However, the approaches
could not measure all of the thiols brewers want to know
about, and some processes used harmful, mercury-containing
compounds.
Thiols also contribute to wine aromas, and researchers have
used coated polymers that they can put into the air above
the beverage to convert aerosolised wine thiols to more easily
measurable compounds. The downside is that this method is
not sensitive enough to measure the trace concentrations in
beer. Nils Rettberg and colleagues wanted to modify previous
methods and come up with a safer, faster and more sensitive
approach to develop a more robust analysis.
In initial experiments to develop the new process, the
team modified the sample preparation method used in wine
analyses to convert aerosolised thiols to compounds with
higher analytical sensitivity. Then, they tweaked and applied
a tandem mass spectrometry approach to detect and measure
the resulting compounds maximally. Finally, the team tested
their new method on 13 commercially available beers from
multiple countries made with hop varieties expected to have
high thiol content. The distribution of thiols within the selected beers was consistent with prior studies.
Surprisingly, the team could only detect one of the three
expected thiols in a beer with real grapefruit added, suggesting that the fruit itself likely contributed scent compounds
other than thiols.
The researchers said the method meets the requirements
to detect thiols in beer, while also processing samples in a
safer, simpler and quicker manner.
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Hoppy beer making

Portable
hydrocarbon and
water dewpoint
analyser
Michell Instruments’ CDP301 hydrocarbon and water dewpoint
tester is a portable, manual-visual
dewpoint instrument.
The product uses the chilled mirror

PROCESSING

technique for accurate measurements of
both hydrocarbon and water dewpoint.
It is ATEX, IECEx and cQPSus compliant for
use in a Zone 1 or 2 Hazardous Area and Class I, Div 1 Hazardous
Locations, allowing it to be positioned close to the process sample
test point.
Unlike older visual-manual dewpoint testers, which rely on the
operator making observations through a microscope, the CDP301
includes a full-colour interface which shows a magnified view of the
mirror surface.
It is this optimised display — together with specific illumination
techniques — that makes it possible to measure either water or
hydrocarbon dewpoint and log the results. Visible red-spectrum

24 V DIN rail power
supplies
The extended family of PIANO power
supplies from PULS now features 24 V
DIN rail power supplies, including PIM36
(36 W), PIM60 (60 W) and PIM90 (90 W).
The PIANO Mini (PIM) power supplies create space in
systems or machines and allow for flexibility when planning.
A 90 W DIN rail power supply comes in a 36 x 90 x 91 mm
housing and the width of the 36 W version is only 22.5 mm.
There is a high efficiency of 91.8% (PIM60) and 93.8%
(PIM90) at full load and at 40°C ambient temperature, allowing for lower heat losses. This makes the series more
durable and lowers the cooling cost of the system.
The growing PIANO product family includes more than
14 different DIN rail power supplies and is available in 12
to 48 VDC versions, from 36 to 480 W.
Control Logic Pty Ltd
www.controllogic.com.au

laser light clearly illuminates fine water droplets and ice crystals
when targeting water dewpoint. Broader spectrum white light enables
the iridescent film synonymous with HC condensate to be detected
with a high sensitivity of up to 5 mg/Nm3.
Once the user has observed a layer of condensation form on the
corded at the push of a button. The video footage and/or still im-

Antimicrobial concrete
flooring system

ages, along with corresponding data, for multiple measurement

The SteriFloor Keimfrei antimicro-

cycles is logged for later review either on the instrument’s display

bial concrete flooring system is

or on a PC.

suitable for laboratories and

mirror surface, the temperature, pressure and dewpoint are re-

The dewpoint tester meets the requirements of ASTM D1142

clean rooms.

(standard test method for water vapour content of gaseous fuels by

It provides a hard-wearing

measurement of dewpoint temperature) and ISO6327 (determination

surface, with good cleaning

of natural gas dewpoint using the cooled surface condensations

properties and appearance.
With excellent chemical and

method).
The CDP301 weighs 8 kg and its rechargeable battery allows up

abrasion resistance, it is available in

to 8 h of use.

selected colours.

AMS Instrumentation & Calibration Pty Ltd

Allied Finishes

www.ams-ic.com.au

www.alliedfinishes.com
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DRIVE
IS FROM NORD!
THE NEW
IE5+ MOTOR
MY
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The next level of
energy efficiency: IE5+
Compact automatic slicer

Compact and hygienic design

With the release of the StartUp line, CBS Foodtech has
taken up the latest slicing technology from TREIF.

Variant reduction

The Divider StartUp compact slicer can provide fully
featured slicing options like shingle, stacking and staggered stacks all on the one unit.
With an intuitive touch screen the operators can easily
navigate to all the stored programs and make adjustments
during production without any issues.
The unit can be fully washed down and sanitised, offering high hygiene standards and disassembly all without
the use of specialised tools.
It can slice a wide range of products from cooked
products like hams and bacons, to cured meats — salami and prosciutto, as
well as tempered fresh
meats like shabu shabu. All this is made
possible due to its patented cutting system
and orbital blade. A
large cutting window of
280 x 160 mm and an
infeed

length

of

600 mm makes the unit
suitable for a wide
range of applications.
With its compact design and integral
wheels, the unit can easily be pushed in and out of
production areas as required, making it a flexible allrounder for many slicing tasks.

GEAR UNIT + MOTOR +
FREQUENCY INVERTER =
DER ANTRIEB.

CBS Foodtech
www.cbsfoodtech.com.au

NORD Drivesystems (AU) Pty Ltd | Fon +61 3 9394 0500
info@nord.com.au | www.nord.com

www.foodprocessing.com.au
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Inline ultrasonic flow meters
Flow Technology has introduced the QCT Series of inline ultrasonic flow meters
for use in low-viscosity liquid applications. The series is a compact and versatile
solution for measuring low-viscosity liquids in a range of industries, including
food and beverage.
Available in a range of sizes and features to meet a variety of application requirements, the meter can measure the flow of any clean, low-viscosity liquid.

PROCESSING

High accuracy and repeatability are achieved through the unique measurement
section within the meter where flow is conditioned and Delta T measured along the meter’s axis. The meter
bases its operation on measuring the time difference of an ultrasonic wave travelling with and against the flowing
medium. The time difference is directionally proportional to the fluid’s flow rate.
With no moving parts, non-wetted sensors, there is nothing in the flow stream that will cause an obstruction to
the flow path. The meter is available in sizes of 1/8 to 1″, accurate to ±0.5% of reading plus zero stability and
repeatability is ±0.2% over 10:1 calibration range. It has a 0.035 to 70 GPM flow range, -10 to 80°C temperature
range, and analog, scaled frequency and Modbus RTU outputs.
Typical applications include water treatment for boilers and cooling towers, clean-in-place (CIP) systems, mechanical seal flushing/cooling, high purity water systems, process water, cooling loops, reverse osmosis (RO)
systems and small line injection systems.
FTI Flow Technology, Inc.
www.ftimeters.com
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The
cleanest
pump you will ever need

Portable steriliser
Tecpro’s Dry-Fog Steriliser is a self-contained, backpack-mounted
EXTENDED
RANGE
OF SIZES

disinfection and sterilising spraying system.
It uses a fine fog with a uniform droplet size of less than
10 microns. That means the droplets don’t burst on contact
with surfaces or people. The steriliser is designed to be used

A range of seven pumps for flow rates to
99,000 litre/hour and pressures to 15 bar

in locations housing electrical equipment such as operating
theatres, offices and food processing facilities.

High suction capability to handle viscous fluids
EHEDG Type Class I and Type EL Aspetic Class I
Up to 50% less power than other pump
types, especially with viscous applications
Low shear and zero pulsation
Self-draining and easy to clean

The unit is portable and has no power cables. Instead, it
uses lithium-ion batteries, giving it a continuous operation time
of 40 min. The shoulder harness has been carefully designed
to be ergonomic and comfortable, evenly distributing the weight
across the shoulders and back.
The unit includes a long-reaching gun lance for accessing
high ceilings to ensure thorough disinfection of the entire space.
The chemical tank is made from AISI 304 stainless steel to

wmftg.com/masosine-au
(02) 8787 1400
enquiries@wmftg.com.au

accommodate various kinds of chemicals and the Japanese
high-performance air compressor is built for durability.
Tecpro Australia
www.tecpro.com.au
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Foam cleaning system
After successfully completing the HACCP evaluation program, the i-spraywash gun and cleaning tablets
are now certified by HACCP Australia as compliant and suitable for use within the food industry.
HACCP Australia is a leading food science organisation, specialising in the HACCP food safety
methodology and its applications within the food and related non-food industries.
This certification is highly recognised in the food industry and allows the i-spraywash to be used
for cleaning food production plants, kitchens and cooking facilities.
The i-spraywash is a foaming cleaning system that is designed to significantly reduce washroom and kitchen
cleaning time. The lightweight device is claimed to have a lower environmental impact than many of its competitors. It dispenses a consistent Active Foam, which is lightweight
and can therefore clean longer on vertical services, providing a good
result compared to heavy conventional foam bubbles which can run
quickly to the ground.
i-team ANZ
i-teamanz.com

Compressed
air outsourcing
service
Sullair, a Hitachi Group company,
has launched the ‘Managed Air
Power’ service, which outsources
compressed air.
The Managed Air Power (MAP)
solution is designed to assist
companies to run their operations efficiently and reliably.
By outsourcing their compressed air needs, Sullair installs
the appropriate solution and
takes care of all maintenance
and service over five years.
After this period, companies
have the flexibility to extend their
contract, purchase the compressor outright or end the contract.
Sullair’s equipment will be
remotely monitored 24 hours a
day, 365 days a year. This means
that Sullair will be able to know
if there’s a problem with the
machinery before the client and
will act to minimise any downtime.
The service is invoiced on a
monthly basis that covers all
equipment parts, maintenance,
monitoring and management.
MAP also allows clients to treat
their compressed air as an
operating expense rather than
a capex budget item.
Sullair
www.sullair.com.au
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De-packing, crushing, and
holding

©stock.adobe.com/au/Wonderful pictures

New juice
processing
solutions: from
concentrate to
bottle
Matt Hale, International Sales & Marketing Director at
HRS Heat Exchangers

P

rocessing fruit and juice concentrates
into ﬁnished bottled drinks is
relatively straightforward, but in
order to maximise the quality of the

ﬁnished product, attention to detail is needed at
every stage: from de-packing the raw material
through to pasteurisation, and on to the ﬁnal
aseptic packing process.
With 40 years’ experience in providing
packing and processing solutions for fruit juice
manufacturers, HRS Heat Exchangers can
offer a complete processing solution from
raw material to ﬁnished product. This not only
includes thermal treatment for pasteurisation/
sterilisation,

but

also

all

the

necessary

equipment to handle the product from raw
The HRS IC Series.

material to ﬁnished pack.

While fruit juice concentrate is often delivered
in bulk containers, juice to produce highquality not-from-concentrate (NFC) is usually
supplied in frozen form to maintain quality and
freshness. This frozen unconcentrated juice is
often supplied in lined 200 litre drums. While
the drums themselves are convenient and
easy to handle, the frozen concentrate requires
breaking up and warming before it can be
processed further and packaged.
The HRS I Series offers options to de-pack
and crush (the IC Series) and melt (IM Series)
this frozen juice (a process also sometimes
known as re-melting) ready for storage or
further processing. The IC Series features a
roller conveyor which feeds individual drums
into a tipper that empties them into the
crusher. Here, a specially designed spiked
roller crushes the solid ice into an icy slush,
which is then transferred to the IM Series remelting device.
Based on the tubular heat exchanger
technology for which HRS is renowned, the IM
Series raises the temperature of the juice from
frozen to around 4°C in 90 seconds. From here,
the cold liquid juice can be pumped to a holding
tank, or straight into the next process step.
Capable of handling up to 60 drums
(12,000 litres) per hour, the HRS I Series uses
a number of existing HRS heat exchanger
technologies (including HRS DTA Double
Tube and HRS MI Multitube heat exchangers)
together with an ice crusher to re-melt both
large and small chunks of ice, providing optimal
rates of heat transfer and energy efﬁciency.
Once re-melted, HRS can supply holding tanks
of any required size, from 2,500 to 50,000 litres
made to clients’ bespoke speciﬁcations.

Pasteurisation
High Temperature Short Time (HTST)
pasteurisation, also known as ‘ﬂash
pasteurisation’, is the preferred technique for
making premium quality juice. The HRS series
of MI/MR pasteurisers uses a food-grade,
multi-tube corrugated tube heat exchanger
to speed up the heat transfer, while the
corrugated tubes create extra turbulence in the
juice as it ﬂows through.
This extra turbulence means that the juice
can be heated up to pasteurisation temperature
much quicker — typically up to 30% faster. This
is important as the longer the heating process,
the greater the deterioration in product quality.
The temperature of the heating media can also
affect quality — the hotter the heating media,

The HRS IM Series uses existing HRS heat exchanger technology
to provide energy-efficient re-melting.

HRS MI/MR Series pasteuriser for orange juice.

that there is no contact between the product
chamber and the hydraulic oil. Once the pump
is in operation, no part which encounters oil
comes into contact with the product.

Aseptic ﬁlling

The HRS AF Series Aseptic Filler.
the more damage the tubes inside the heat

Due to the use of a counter-current design

exchanger pasteuriser will cause to the product.

to pump juice and heating and cooling water

Because of the high heat transfer rates

around the exchanger, the maximum heat

of the corrugated tube technique, HRS’s

transfer rates achievable by the system are

pasteurisation systems use water at a lower

also improved, making HRS MI/MR Series

temperature to reduce the risk of product

pasteurisers ideal for the thermal treatment

damage. Another beneﬁt of higher heat

of fresh and from-concentrate fruit and

transfer rate is that the system footprint can be

vegetable juices.

reduced using shorter heat exchanger pipes.

Pumping

The shorter length of the heat exchanger also

The smooth and economical pumping of

results in a reduction in pressure drop, which

the juice through the system is another

saves pumping power and reduces energy

important consideration. The HRS BP Series

costs — often by 40%.

is a purpose-designed, hydraulically operated,

The

corrugated

design/proﬁle

of

the

In recent years, aseptic technology has become
well established in the food and drink sector
as a ﬁlling technique. Following pasteurisation,
the juice is cooled before cold aseptic ﬁlling of
the ﬁnal pack is carried out.
The HRS AF Series Aseptic Filler is designed
with one or two automatic ﬁlling heads to
ﬁll a range of bulk packs between 200 and
1,400 litres. Packaging is presented and
removed via a system of rollers and conveyor
belts. At the end of each production cycle, the
equipment and ﬁlling heads are automatically
cleaned with CIP solution and the system is
re-set ready for the next production batch,
avoiding any cross contamination between
different products, preserving product quality
and maintaining food safety.

reciprocating,

positive-displacement

pump,

inner tube helps reduce product fouling — it

with an expanding cavity on the suction side

disrupts the ﬂuid boundary layer and creates

and a decreasing cavity on the discharge side.

higher velocity and turbulence. As the juice

Material ﬂows into the pump as the cavity on

travels around the system, it is less likely to

the suction side expands and is forced out of

stick to the tube wall and cause corrosion and

the discharge side as the cavity collapses.

reduction in performance (leading to increased

The BP Series features a sanitary design

downtime and maintenance costs, expensive

which incorporates a separator ﬁtted between

parts, and reduced system lifespan).

the piston and the hydraulic chamber to ensure

Matt Hale,
International Sales
Director at HRS Heat
Exchangers.

HRS Heat Exchangers Australia New Zealand
www.hrs-heatexchangers.com/au/

clean-in-place
gas blanketing
carbonating
PROCESSING

STAINLESS STEEL SurfAcE poLIShEd
vALvES IdEAL for dAIry procESSINg,
BEvErAgE inc MIcro BrEwEry, food,
phArMAcEuTIcAL, chEMIcAL pLANTS.

Infant formula production
line machine
Optima Consumer has developed a new machine
concept for evacuating, gassing and seaming
containers of infant formula. The OPTIMA EGS
fully automated machine concept is designed
to make processes safer and more efficient for
sensitive products like infant formula.
The footprint of the machine has been reduced
by over 40% compared to conventional postgassing systems so all of the functions —
evacuation, gassing and seaming — are contained within a small area.
The machine also operates in harmony with
the high speeds of the OPTIMA FS filling machine.
Traceability of all the containers can be
achieved using the machine. It is possible to
assign production data to each container in a
clear and traceable way via the processing
procedures.
The evacuation method reduces the residual
oxygen content, which has been specially developed for infant formula. The product is ‘brought
to the boil’ in the process via different pressure
stages without the need for valves and the oxygen contained in the product is released. Depending on the product, a residual oxygen
content of 0.5% is achieved with an output of
up to 250 cans/min.
To prevent contamination of product, the
system has a patented function lid so cans are
not transported open once the product has been
added. They are closed with a function lid during evacuation and gassing. This eliminates the
need for the laborious additional function of
clinching, so reducing the risk of imploding cans.
OPTIMA packaging group GmbH
www.optima-packaging.com/en

We handle Pressure ®
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Cheese dicer
Urschel has released the Affinity Integra-D cheese dicer with USDA dairy division
acceptance.
Designed to provide precision cutting and a turnkey upgrade for processors with
Urschel RA series machines, the Integra-D has all of the advantages of the company’s large Affinity cheese dicer but in a scaled-down footprint.
With pushbutton operation and powered by a 7.5 kW motor, the machine is
designed with the cutting zone completely separate from the mechanical zone.
Hinged access panels ease maintenance and part changeovers. Other features of

PROCESSING

the heavy-duty dicer include good sanitation and quick part changeovers.
The three-dimensional dicer accepts products up to 114 mm. Product is delivered
to a feed hopper and enters a rotating impeller. Centrifugal force holds the product against the inside of the case. Impeller paddles carry the product past the
slicing knife. An adjustable slice gate at the top of the case determines the slice
thickness.
Slices pass between the rotating feed drum and feed spindle and then enter
the circular knives where they are cut into strips. The strips pass directly into the
crosscut knives where the final cut is made to create a precision dice. The stripper plate removes product from the spaces between the circular knives and acts
as a shear edge for the crosscut knives. Strip cuts can be produced by removing
the crosscut knife spindle.
Heat and Control Pty Ltd
www.heatandcontrol.com
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Pressure monitor
The Series RPMC StabiliSENS Critical Room Pressure Monitor is designed for critical low differential
pressure applications that require
stringent pressure monitoring and
alarming.

PROCESSING

The series can be configured to monitor
positive or negative pressure in protected environments and
clean manufacturing areas. The system enables access to

Product recovery systems

pressure, security, calibration and alarm set-up. It also has

The pigging of product-carrying pipelines makes it pos-

a brushed stainless steel bezel that allows for easy cleaning.

sible to save water in the long term during pipe cleaning

The monitor has built-in status indication LEDs that will

and to minimise product losses in liquid processes.

appear green when within the user-defined pressure set

GEA product recovery systems ensure that raw ma-

range and will appear orange when outside of the pressure

terials are used with as little waste as possible, while

set range. Two SPDT independent control relays with adjust-

at the same time optimising water consumption during

able deadbands are also provided along with a 4–20 mA

the complex process of pipe cleaning.
The GEA VARICOVER product recovery systems allow

process output.
The system is suitable for clean manufacturing areas,

real-time monitoring of the pig position via magnetic

semiconductor manufacturing, pharmaceutical applications,

sensors. Their mechanical and electronic components

clean rooms, research labs and vivariums.

form a coordinated unit based on the combination and

Dwyer Instruments (Aust) Pty Ltd
www.dwyer-inst.com.au

service-friendly GEA VARIVENT modular system.
Consistent automation simplifies the set-up for processes that can be validated with a modern IO-Link
plant control system, enabling early integration in Industry 4.0 environments. It is also possible to extend
networking through the company ERP for optimal resource
utilisation.
At the heart of product recovery systems is the pig,
a movable plug whose principle is derived from monitoring technology for oil and gas pipelines. The pig,
equipped with sensors for control measurements, is
moved through the pipeline to the control section to be
examined. This is done by a propellant medium such
as air, water, carbon dioxide or nitrogen.
In GEA systems, the pig housing is extended in diameter and is equipped with special grippers and
springs. The pig is continuously surrounded by the
flowing propellant with a defined range of motion and
thus remains hygienically clean. If the pig is subsequently used, a pig catching station awaits it at the end
of the pipe section and the return to the sending station.
Two valves each control the required inflow and outflow
of the motive medium.
The investment in pigging technology can pay off in
new construction, but also when retrofitting plants. The
recovery technology can be used in all process stages,
from raw material reception to transport, to process and
storage tanks, to filling. Pigging systems are also available in explosion-proof versions, such as for alcoholic
products. Due to the wide range of solutions, the recovery technology can be used for almost any type of
flow product.
GEA Group
www.geagroup.com.au
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Package for traceable humidity calibrations
The ability to perform traceable humidity calibrations of probes in-house is now within
the reach of more users — thanks to a package offered by Michell Instruments.
The benefits of performing calibrations in-house include less process downtime
as well as reduced costs since fewer probes will be sent to external calibration
laboratories. However, the capital outlay required for traditional systems was prohibitive for all but the largest companies. Michell’s combination of the HygroCal 100
humidity validator with the Optidew 401 chilled mirror hygrometer places in-house
calibrations, with all their benefits, in the reach of more companies.

PROCESSING

Michell’s Optidew 401 chilled mirror hygrometer is traceable to national standards to provide a reference for humidity calibrations. It is accurate to ±0.15°C dewpoint, ±0.15°C temperature and connects easily to the HygroCal 100. Both instruments are light and compact, allowing
users to easily move the system to where it is needed most, or pack away if not required to save space.
The HygroCal100 is a lightweight, portable humidity verifier, which uses its reliable internal polymer reference to provide automatic
verifications of the accuracy of RH probes. However, the HygroCal100 interface enables users to assign a hygrometer with an analog
output as a reference device. This allows the unit to be used to perform full calibrations of humidity probes, which are traceable to
the reference used.
In order to better serve customers with an extended range of humidity and temperature calibration products and services, Michell
has partnered with fellow process sensing technologies company Rotronic to provide a more versatile and extensive humidity calibration range. The offering includes commercial calibration services in ISO17025 accredited laboratories, fully functional dewpoint calibration systems with climatic chambers as well as transportable humidity generators for field calibrations.
AMS Instrumentation & Calibration Pty Ltd
www.ams-ic.com.au

www.foodprocessing.com.au

March/April 2021

67

PACKAGING

Sustainability:
it’s the outside that counts

In recent decades, packaging technologies have continuously improved to combine optimum product protection with
highly efficient processes. One factor that has gained importance within the last few years is the environmental
impact of packaging.

M

anufacturers are seeking new approaches to use
environmentally friendly materials such as paper
but sensitive products like dairy call for innovative
technologies. Yoghurt, dessert and dip packaging
need to be safe and hygienic — especially when using paper.
The following is a Q&A on this topic with Ilona Junker, Project
Manager Sustainable Solutions at Syntegon Technology.

Q: What sustainability trends can you identify in terms
of packaging for liquid and viscous products? How will
packaging change in the future?
Junker: In the future, manufacturers will rely on renewable raw
materials more and more and will increasingly question conventional packaging concepts with regard to plastic content and
recyclability. Existing packaging concepts will be reconsidered.
For example, plastic snap-on lids for yoghurt cups will gradually disappear from the refrigerated section and will be replaced
68
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by new solutions that considerably reduce the packaging’s overall
plastic content. Reusable lids offer an alternative; they can save
several thousand tons of plastic waste per dairy manufacturer
every year. New packaging concepts are being developed as an
alternative to snap-on lids for refrigerated drinks. Some initial
approaches include peel-off lids with integrated drinking openings. This eliminates the need for plastic snap-on lids with drink
openings — a worthwhile saving. Besides reducing the plastic
content and improving recyclability, the environmental impact
of packaging also extends to lower carbon emissions thanks to
less packaging weight and less product waste. In the future, cup
solutions for viscous products that are made of plastic–paper
mixtures as well as mono-material solutions will replace composite materials.
The development of sustainable packaging alternatives includes various approaches to material reduction and recycla-
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Q: What challenges arise by using sustainable materials
in processing and packaging dairy products and other
liquid and viscous foods?
Reusable lids offer an alternative; they can
save several thousand tons of plastic waste
per dairy manufacturer every year.

Q: Do you see further development potential for
sustainable packaging?
Junker: There is a huge potential for development. Our goal is
to develop technical solutions that make it possible to fill liquid
and viscous food products into sustainable packaging made of
paper or mono-material. This includes new technologies for
sterilisation, sealing and machine handling. Parameters such
as new materials, technological progress, digitalisation, new
regulations, but also regional conditions influence the further
development potential for environmentally friendly packaging.
Although paper cups have a better ecological footprint, they are
more sensitive. Moisture and heat can damage the material. New
technological solutions are needed to facilitate gentle handling
on filling machines. Syntegon works closely with customers to
implement these technologies on existing and new machines.

bility. There is no one-size-fits-all solution; however, Syntegon
is working to improve existing packaging solutions and create
a full paper solution for dairy products and other liquid and
viscous food products.

Q: Where does this transition to the development of
sustainable packaging solutions come from?
Junker: In addition to our responsibility towards the environment and legal requirements, such as the upcoming plastics
tax in Europe, changing consumer expectations are an important driver of change in the packaging industry. Media reports
repeatedly associate plastic with the pollution of the world’s
oceans. Congruently, consumers have very negative associations
surrounding plastic packaging. Syntegon is working towards
a circular economy, which is an approach that tries to close
energy and material loops through the efficient use of resources,
recycling and waste reduction. Companies bear a responsibility for our society — especially in the case of the packaging
industry — the environment. Innovation drives new sustainable solutions. For some products, the issue of sustainability
is easier to implement, while for others, such as liquid and
viscous foods, a large number of technological developments
are necessary.

Q: Filling and packaging machines for liquid and
viscous products are very complex; what contribution
can Syntegon make to sustainability?
Junker: The experts in our sustainability team have gained
extensive knowledge in many different areas and work closely
together to promote the use of environmentally friendly technologies. At our Liquid Food Lab in Königsbrunn, as well as on our
pilot machines, we test materials for their machine runability
and hygiene properties. We also develop new technical solutions
that enable the use of sustainable materials on new and existing filling lines. An important factor is our collaboration with
packaging manufacturers and customers: together with customers, Syntegon evaluates which adjustments are necessary for the
transition to sustainable solutions. These findings then help to
adapt existing machines to new requirements. It is important
to us to support our customers from their initial idea and its
implementation to the optimal solution that matches their specific requirements. Product safety and sustainability do not have
to be mutually exclusive. In order to ensure maximum product
protection, we include our material specialists and experts in
the field of packaging development in the process of identifying
suitable technologies.
Syntegon Technology Singapore Pte. Ltd
www.syntegon.com
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Junker: In the past, plastic was the most commonly used packaging material. Quite simply because it had established itself in
the market with regard to processing and manufacturing. What
is more, the material is very robust and easy to handle. A major
challenge in the transition to sustainable materials is to keep
equipment efficiency high and to minimise the rejection of faulty
packaging. Paper solutions tear or crease more quickly, which
renders the pack useless. Product handling in the machine and
during transport is therefore much more challenging than with
plastic cups, otherwise machine malfunctions can occur. During
storage and transportation, several aspects need to be considered.
What is more, the machines have to be able to process conventional materials as well as the new sustainable materials. If it is
only a partial transition to mono-materials or thinner composites,
attention must be paid both to sufficient disinfection and other
potentially damaging influences, such as temperature.

Virtual event:

PACKAGING

The new
dimension
of gluing

Measurement system
The GEA LeakCheck measurement system is designed to check seal
and package integrity on all forms of modified atmosphere packs (MAP)
contactless.
The system uses an inline process on the GEA thermoformer to test
integrity on each individual package. The test procedure comprises three
steps. First, the residual oxygen content in each package is measured
with a fluorescent sensor spot printed on the inside of the top film.
Optical sensors mounted on the thermoformer project light onto the
sensor spot, gauging the wavelength of the light emitted by the dye to
accurately determine the
oxygen content. This step

R

obatech is introducing a new energyefficient green gluing solution during a
virtual event being held on 17, 18 and
23 March 2021.
Operating costs in the gluing process can be
reduced and more sustainability achieved by
saving adhesive.
The Robatech innovation is designed to create high application quality, process reliability
and maximum system availability. The product
components guarantee unrestricted backward compatibility. The electronics are smart, and can be
seamlessly and flexibly integrated and networked
with the IoT landscape. The most noticeable new
feature, however, is the new user guidance for
fast status and fault recognition and ease of use.
Being held on 17, 18 and 23 March, Robatech
will open a virtual showroom to launch the product and allow viewers to experience the product
first hand via its 3D model. The company’s sales
experts will also be available for personal chats
or Zoom calls.
To register for the virtual event, visit www.
robatech.com/premiere.

alone is said to significantly
reduce the risk of defective
packaging with excessively
high residual oxygen levels.
Next, packages are subjected to overpressure and
underpressure in a stress
unit before a second contactless measurement is taken. If the new result differs from the first, the
package seal is broken. Using the GEA CombiPick, for instance, the
leaky package is automatically detected and accurately removed on
exiting the packaging machine. This method ensures that even the smallest leaks are detected.
With the help of the system, two key factors for ensuring food safety
— residual oxygen content and seal integrity — can be continuously
recorded and monitored on an end-to-end basis. Since the measuring
techniques are non-invasive, neither the packaging material nor the
contents are wasted. Besides efficiency and sustainability, the upshot is
that practically no defective packaging reaches the market. Both systems
are offered as optional extras with GEA’s PowerPak or PowerPak PLUS
thermoformers.
GEA Group
www.geagroup.com.au

Robatech Australia Pty Ltd
www.robatech.com.au

Compostable packaging for fresh
produce
Compostable packaging producer TIPA and shelf-life extension specialist PerfoTec have partnered to create compostable packaging that is
designed to extend the shelf life of fresh produce by up to two times.
The resulting laser microperforated compostable film is claimed to
reduce food waste, combat plastic pollution and cut carbon emissions.
TIPA’s compostable packaging performs like a conventional plastic
but decomposes in compost back into the soil with no toxic residue,
microplastics or other pollutants.
Suitable for fruit, vegetables and flowers, the packaging solution is
designed to fit with industry
machinery and manufacturing
practices.
TIPA
www.tipa-corp.com
PerfoTec
www.perfotec.com
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Mars and Amcor
announce recyclable
rice pouch

recyclable, compostable or reusable packaging by 2025. The project
will also move Amcor closer to achieving its pledge to develop its
packaging to be recyclable or reusable by 2025.
Mars Food Multisales President Fiona Dawson said the
company is committed to finding more sustainable solutions for
its packaging that are food safe without compromising quality.
“We believe in tackling the world’s sustainability challenges
together, and through this partnership with Amcor we will pilot,
learn and then scale the volume of recyclable mono-polypropylene
pouches across our portfolio.”
Amcor led the packaging development, building upon its
recent AmLite HeatFlex Recyclable innovation. This will be its
first application for microwaveable food and the first in a standup pouch format.
Michael Zacka, President Amcor Flexibles EMEA, said the
company’s R&D team developed a unique innovation roadmap
of more sustainable solutions for plastic, paper and aluminium
packaging.
“Thanks to that foresight and leadership in innovation, we are
excited to announce yet another industry first in recycle-ready
packaging,” Zacka said.

Your sustainable
packaging
needs covered
kp supplies a wide range of plastic packaging
for fresh categories from protein to produce and
convenience, made with 100% recycled PET.
Delivering innovative, sustainable rigid and flexible
packaging solutions for everyday needs.

28 Distribution Drive, Truganina, Victoria 3029, Australia
T: +61 (0) 3 9219 4300 | E: kpinfo@kpfilms.com | W: kpfilms.com
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Mars Food has announced it will begin to use recyclable monopolypropylene plastic (PP) for its microwavable rice pouches in
2021. The pouch is a result of a three-year partnership between
Mars Food and Amcor, with the companies sharing a vision
to support a circular economy where the packaging doesn’t
become waste.
The companies are in the final stages of development of the new
food-safe, monomaterial, microwavable rice pouch, with the first
packs expected to be launched in limited European markets by
mid-year 2021 and ambitions to scale the technology across Mars
Food’s portfolio beginning in the back half of the year.
The use of high-performing mono-PP material will allow Mars
Food to retain the shape, shelf life, functionality and high safety
standards needed for its brands’ packaging. It will also ensure
the pouches can be mechanically and chemically recycled where
infrastructure exists and designed for future recycling where it
doesn’t yet.
The progress is part of Mars’s Sustainable Packaging Plan, which
outlines the business’s commitment and plans to achieve 100%

Image supplied by Mars Food.
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Changes to food
allergen labelling

C

hanges to allergen labelling in the Australia New
Zealand Food Standards Code will likely come at a
cost to the food industry but are planned to reduce
the impact of food allergens on society.
Certain foods and ingredients can cause severe allergic and
other adverse reactions in some people. The Australia New
Zealand Food Standards Code (the Code) requires these to be
declared on labels when they are present in food.
As it currently stands, the Code requires the 11 known
foods and ingredients that can cause severe allergic reactions
to be declared on labels when they are present in food. But
until now there were no requirements on how these declarations must be made.
On 25 February 2021 the Code was amended to introduce
new requirements for the labelling of allergens in food.
These requirements include that allergen information is to
be declared:
• in a specific format and location on food labels, and
• using simple, plain English terms in bold font.
The P1044 — Plain English Allergen Labelling (PEAL) has
been designed to make allergen labelling more transparent and
consistent on Australian food packaging.
The allergens must be stated using mandatory specified terms
in bold font and the allergen label must also follow specified
guidelines regarding the format, wording and location of the
declaration.
Businesses have been given three years from 25 February
2021 to implement the new requirements. During this transition period, food businesses can comply with either the existing allergen declaration requirements in the Code, or the new
requirements.
A two-year stock-in-trade period will follow the transition
period. Any food packaged and labelled with existing allergen
72
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declarations before the end of the transition period may be
sold for up to two years after the end of the transition period.

Cost to industry compared to society
Out of the estimated 30,000 retail food products or ‘stock keeping
units’ (SKUs) in the Australian market (including fresh produce),
more than half are expected to contain allergens and will be
affected by the change.
The amendments are likely to cost the industry between
$41 million and $105 million in Australia, roughly between $2733
and $7000 per SKU. This does not include the cost of managing the transition and implementation, and organising different
overseas allergen declaration requirements where products are
traded and not already using market-specific labels.
However, FSANZ said the change will eventually pay off
when factoring the impact food allergens has on society.
The Australasian Society of Clinical Immunology and Allergy
(ASCIA) Food Allergy fact sheet states that food allergy occurs
in around 10% of infants, 4–8% of children and about 2% of
adults in Australia and New Zealand.
This suggests that between 656,045 and 856,178 people annually experience food allergies.
FSANZ estimate the societal cost of food allergies to be between $6 and 8.1 billion per year.
The five-year implementation period is also expected to enable
the vast majority of businesses to update their labelling within
their normal label update cycle, reducing new label costs by
70% (down to $31.5 million or $2100 per SKU).
FSANZ estimates, with all factors considered, the change
would need to result in a reduction of at least 0.25% of the
annual societal cost of food allergies over a ten-year period to
provide a benefit.
For further information, visit https://www.foodstandards.gov.
au/code/proposals/Pages/P1044PlainEnglishAllergenLabelling.aspx
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Modular labelling machine
The KHS Innoket Neo Flex modular labelling machine has quick-change
modules that make it suitable for all standard labelling techniques.
Depending on the machine size and requirements, it can be equipped
with two to four modules. These are exchanged with just a few manual
adjustments performed without tools.
With flexibility in the choice and size of the container, the machine labels
both plastic and glass containers and cans in all standard sizes. The output

Recycled direct thermal paper labels
that contain recycled post-consumer waste.

be catered for, depending on requirements. It can also be used either as a
single machine or as part of a production line.
Another advantage of the modular machine is its ease of operation. With

The company began the project, called rDT, after seeing a sharp
rise demand for sustainable direct thermal solutions.

its patented folding door technology, the machine carousel and individual
stations are accessible at all times. Moreover, no additional cladding is re-

DT paper is a popular material due to its ease of use, high print

quired for the area beneath the machine table.

speed, high image resolution and wide range of compatible printers.

The machine has been

The company claims the innovation is the first recycled uncoated

equipped with TIA technol-

direct thermal paper label material available on the market.

ogy from Siemens. The

rDT is a BPA-free, FSC certified direct thermal uncoated paper that

combination of a TIA Portal

contains post-consumer recycled waste. According to the company,

and SIMATIC S7-1500 con-

the material’s performance is consistent with standard DT paper,

troller results in better per-

including visual appearance, conversion, printability and barcode

formance than its predeces-

readability.

sor, the company says.

Avery Dennison Materials

KHS Pacific Pty Ltd

www.fasson.com.au

www.khs.com

Packaging film
Innovia Films is launching the next film in its Propafilm Strata range of transparent high barrier, mono
structure, packaging films.
SLF is a chlorine-free film that has good barrier levels to oxygen, moisture, aroma and mineral
oils. It has been designed with a wide sealing range making it suitable for high-speed horizontalform-fill-seal packaging of biscuits, bakery and confectionery-type products.
With an enhanced moisture barrier, the packaging film is claimed to be able to improve
product shelf life and therefore reduce food waste. According to the company, it can be used a
replacement for PVdC coated films.
Printable, glossy and food contact compliant globally, the SLF packaging film has also been classified as Made for
Recycling by Interseroh. According to the company, this certification proves the recyclability of the film, which can be classified as ‘recycle ready’ or recyclable in countries which have the infrastructure to recycle polypropylene.
Innovia Films Pty Ltd
www.innoviafilms.com

The world’s premier provider of
resealable packaging solutions

CONTACT US TO MAKE YOUR PACKAGE RESEALABLE
1/77-89 Remington Drive, Dandenong South, Vic 3175 ph +61 (03) 8795 8299 | www.zippak.com | salesausnz@zippak.com
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Avery Dennison has launched its direct thermal (DT) paper labels

totals up to 74,000 containers per hour. All standard capacity ranges can

Traysealing machinery
The Tecnovac Olympia XL semiautomatic traysealer is a multifunctional machine able to pack products in trays with just sealing,
vacuum, MAP, skin and skin protruding packaging, along with
different tooling configurations according to user requirements.
Designed to allow up to four trays with maximum dimensions

PACKAGING

of 218 x 157 mm, it is especially

Eco-friendly can packaging system
KHS Group has launched an eco-friendly can packaging system.
The company’s Innopack Kisters tray packers enable cans of food
and beverage to be wrapped in paper, providing an alternative
to shrink film or wrap-around cartons.
This type of pack can replace shrink film or wrap-around carton
packaging for transportation or sale on packs of 12 or 24 cans
in the high-capacity range of up to 90,000 cans per hour.
The company says that, with a few minor adjustments, existing machines could be converted to the new set-up. This allows
beverage producers to have the tray packers already in operation at their plants converted simply by adapting certain modules,
making a full new investment unnecessary.
KHS Pacific Pty Ltd

suitable for applications where a
wider tooling is needed to package
more trays per cycle, increasing
productivity.
The improved machine model
features a graphic design for the
command panel and a door opening
for easy mould discharge. It also
features a larger handle for comfortable use, a Busch 40 m3/h vacuum
pump and has a reinforced stainless
steel frame structure.
Emrich Industries Pty Ltd
www.emrich.com.au

www.khs.com

Recyclable shrink bag for meat and
cheese
Amcor’s Eco-Tite R is a recycled, PVDC-free shrink bag for fresh
and processed meat, poultry and some cheeses. Amcor EcoTite R is designed to maximise shelf life, maintain food safety,
reduce food waste and can be recycled in existing polyethylene
(PE) plastic recycling streams. This means that more consumers
will be able to recycle their meat, poultry and cheese packaging
while enjoying the benefits of longer-lasting food.
The product is a multi-layer, mono-PE packaging which maintains a high barrier to oxygen and water vapour even when
exposed to high-moisture environments, such as cooler cases
and refrigerators. This solution provides meat and cheese producers with an alternative to PVDC packaging — which is not
recyclable in mechanical or chemical recycling systems.
Amcor Eco-Tite R has been certified by the cyclos-HTP institute, an independent testing lab. Consumers can today recycle
the bag where suitable infrastructure is in place, including Germany, France, Italy, The Netherlands, Norway, Austria and Spain.
Recyclability of the new shrink bag is expected to grow as infrastructure develops in additional countries.
Amcor Global
www.amcor.com.au
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CASE STUDY
Striking packaging for ‘home-made’ sauce

From manual filling to an automated packing
process
For some time, MEGA Fleisch has used the advantages of the
Schur Star Concept. With a switch from time-consuming and
labour-intensive manual filling to a fully automated packing
system, the company has managed to simplify its packing
process considerably. Even with a manning reduction, the
company was able to optimise its packing capacity and also
achieve logistical advantages. Subsequently, its line of ready
meals for the catering sector is hot filled into Doy-shaped
bags, pasteurised and labelled — with only two operators
at the packaging machine.

PACKAGING

MEGA Fleisch has traded for more than 80 years and
is one of Germany’s largest butcher cooperatives.
With an extensive product range of ready meals and
‘home-made’ delicacies for the retail sector, it also
has an assortment of more than 50,000 non-food
articles and items for the food industry.
One of its latest delicacies is a beef sauce and beef
stock, which is sold in German supermarket EDEKA
under its private label called ‘Our House Brand’.
Special attention has been paid to the packaging
design, which looks like an exclusive kilner-like
jar and highlights the products on the supermarket
shelves.
“Our carefully prepared new product line of sauce
and stock called for a spectacular packaging format and
design, communicating the exquisite quality. And of
course we wanted the product to stand out from the other
offerings on the shelves,” said Helmut Schulz, Masterchef
and Operations Manager of MEGA Fleisch.
“The Schur Star bag range comprises many attractive
options, but we decided to favour the Schur Star Jar Bag. It
has a striking look, and the product presentation conveys
exactly what we intended — a carefully prepared, homemade delicacy.”

The Schur Star Concept is suitable for a comprehensive
product range. The packaging machine is engineered for
manual, semiautomatic and fully automatic filling with easy
changeover. This allows the producer to pack practically
any product — whether liquids, combination dishes with
several elements or products that are difficult to handle.
Other options are integration with processing equipment
applying, eg, modified atmosphere or gas flush. And this
versatility allowed MEGA Fleisch to pack additional
products of its comprehensive product range on the Schur
Star Packaging Machine.
The flexibility and the efficiency of the Schur Star
Concept convinced MEGA Fleisch to make full use of all
the available options and transfer the packing of the new
retail sauce products to the machine.
“In the shops, the products have done extremely well
— and we are in the process of preparing line extensions,”
Schulz concluded.
Schur Star Systems
www.schur.com
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Test kit for antibiotic
screening in milk
Milk from dairy cattle receiving antibiotics for bacterial infections cannot be used for milk supplies until

Thermo Fisher fights food fraud through
next-gen sequencing

the antibiotics have cleared from the cow’s system.

A new international study plans to standardise next-generation sequencing
(NGS) in food authenticity testing.
Thermo Fisher Scientific is working with governmental, industry and
contract testing laboratories to create a standard dataset, which will give
analysers better testing capabilities.
The NGS method detects multi-species DNA in food and ingredient
samples and has the potential to tackle food fraud — a global problem that
puts lives at risk, decimates reputations and costs the industry an estimated
$10–$40 billion in losses each year.
The technology, called the Thermo Scientific NGS Food Authenticity
Workflow, uses Ion Torrent NGS technology, analysis kits and extensive
databases to enable an untargeted, multi-species screening approach.
While the rollout is subject to the International Organisation for
Standardisation (ISO) guidelines, Thermo Fisher said there is currently no
gold standard method of introducing NGS to food authenticity testing.
With no standardised approach to follow, laboratories are forced to use
workarounds and locally developed workflows that are heavily reliant on
in-house expertise and introduce the potential for error, the company said.
“These organisations work within complex, time-consuming, unvalidated
frameworks that involve various analytical tools, reference libraries and
result interpretation methods. It means they can often lack confidence in
their results, in the integrity of ingredients and in regulatory compliance.”
Governmental laboratories from Germany, Italy and Austria, as well as
industry leaders Nestlé Research Center and Barilla, are among those who
have joined an inter-laboratory study of the Thermo Scientific NGS Food
Authenticity Workflow for multi-species screening and identification. In all,
12 laboratories from multiple European countries are taking part, in a bid to
demonstrate that the first end-to-end, simplified workflow can provide robust,
consistent data within meat, fish and plant testing.
Each laboratory will receive multiple samples per target, including food
and ingredients that have undergone different types of processing as well
as pure material mixed at spiked DNA levels. Each laboratory will use the
Thermo Scientific NGS Food Authenticity Workflow, consisting of the endto-end consumables, instruments and software to carry out a single NGS test
to detect and identify all species within the sample. Full results are expected
within the coming months.
Maria de Jesus Tavares, Director of the Department of Food Risks and
Laboratories at Authority for Food and Economic Security (ASAE), said
incorrect information on food is a widespread problem, particularly in
products with high economic value.
“Complex supply chains and market pressures can leave food
manufacturers, retailers and consumers vulnerable to food fraud and
mislabelling. ASAE believes that conducting and maintaining strict market
surveillance is an essential tool for tackling food fraud and ensures consumers’
protection,” Tavares said.
“By taking part in this inter-laboratory study, we hope to contribute to
the creation of a gold standard for NGS food authenticity testing as a tool to
ensure consumer confidence and safety, and, of course, fair trade.”

antibiotics can be detected in milk samples by the
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Both Beta-lactams and Tetracycline antibiotics are
widely used by vets to treat cows. Both of these
TwinSensor test kit, manufactured by Unisensor.
TwinSensor is a lateral flow kit providing famers
and quality assurance personnel a user-friendly,
cost-effective tool to detect the presence of Betalactams and Tetracycline in milk samples.
Features of the robust kit include: detection of
Beta-lactams and Tetracyclines from one sample;
user friendly, minimal training required; rapid sixminute time to result; easy-to-read visual result;
and ILVO Validated.
The kit is supplied with all consumables required
to run a test including both positive and negative
controls for method verification. As there is no
need for sample processing, cleaning or extraction,
the test can be conducted on the farm or in the
laboratory.
Visual results are available on the lateral flow
device within six minutes of starting the test. Simply compare the test line for each family of antibiotic to the control line to determine the result.
An optional Read Sensor 2 device is available for
objective interpretation of results.
Unisensor has a range of test kits to monitor
milk contaminants which are available from AMSL
Scientific.
Australasian Medical & Scientific Ltd
www.amsl.com.au
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Next generation
of low-glycaemic food

A

new ingredient to replace refined carbohydrates in
staple foods has been developed, according to new
research.
The study by the Quadram Institute and King’s
College London found the blood glucose response to white bread
was lowered by 40% in a human trial.
The researchers showed that replacing wheat flour with a
new ingredient derived from chickpeas improved the glycaemic
response of people eating white bread.
The ingredient uses specially developed milling and drying
processes that preserve cellular structure, making its starch more
resistant to digestion. Developing food products that contain
more of this resistant starch could help to control blood glucose
levels and reduce risk of type 2 diabetes.
Starch from wheat is a major source of dietary carbohydrate,
but in bread and many other processed foods it is quickly digested
to glucose in the body, causing a large spike in blood glucose
levels. There is a large body of evidence that links long-term
consumption of foods that provoke high glycaemic responses to
the development of type 2 diabetes. With this condition on the
rise, along with obesity and other metabolic disorders, providing
foods and ingredients that help consumers better manage blood
glucose could help combat these challenges to health.
Many pulses, such as chickpeas, peas, beans and lentils,
naturally contain high amounts of resistant starch, which is
digested slowly and avoids potentially damaging blood glucose
spikes. But most of this beneficial resistance is lost, rendering

the starch highly digestible, when these crops are milled to flour
and processed into a food product.
For this reason, the scientists invented an alternative milling
process, which preserves the plant cell wall structures (dietary
fibre) that surround the starch. This ‘Type 1’ resistant starch is
the same as that found in wholefoods, but this new ingredient
can be used in a form that potentially allows it to be incorporated into a wider range of foods.
Funding from the Biotechnology and Biological Sciences
Research Council (BBSRC) was used to develop the commercial
potential of this novel ingredient, referred to as PulseON, and
expands the possibilities for including large amounts of resistant
starch in processed foods to improve nutritional quality.
The research team showed that the resistant property of
the starch is retained during breadmaking, and that people
who ate bread rolls where some wheat flour was replaced by
PulseON had lower blood glucose responses.
In a double-blind randomised crossover study, the scientists
replaced 0%, 30% or 60% of the wheat flour in a standard
white wheat bread recipe with PulseON.
Healthy human participants consumed each type of bread
roll type for breakfast in random order on separate days, with
no knowledge of which type of roll they were eating. Their
glucose levels were recorded using continuous glucose monitors.
Blood glucose responses to the PulseON enriched breads were
on average 40% lower than after eating the control breads. All
bread rolls contained similar amounts of starch and wheat protein
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PulseON flour, looked at under the microscope,
shows the starch (green) remains inside the plant
cell wall (blue), which protects it from digestion.
Right picture: In normal milling and processing,
many plant cells rupture, exposing the starch (green)
and making it much more digestible. Image credit:
Quadrant Institute.

(gluten) per serving, so the different blood glucose responses
reflect the carbohydrate quality, the report said.
These results raise the possibility of using such foods for
improving the dietary management of diabetes, which needs
to be evaluated in future studies.
The digestion of starch in each bread type was also studied
in a laboratory using biochemical and microscopy techniques.
These experiments showed that after two hours of digestion,
the wheat starch had been digested, but the Type 1 resistant
starch remained.
This confirms that the lower glucose response to PulseON
enriched breads was due to the resistant starch enclosed in
the chickpea ingredient not being digested.
Dr Cathrina Edwards from the Quadram Institute said incorporating the new type of flour into bread and other staple
foods provides an opportunity to develop the next generation
of low glycaemic food products to support public health
measures to improve health through better diets.
“Consumers replacing wheat bread with PulseON enriched
bread would benefit not only from the type 1 resistant starch,
but also from the higher fibre and protein content,” she said.

Accredited food and beverage
testing methods

Sanitation testing
technology

It is critical for food or beverage businesses to ensure

The Kikkoman Lucipac A3 technology provides

their product is up to Australian Regulatory Standards.

high sensitivity for detecting food residue

Symbio Laboratories has an extensive suite of NATA

and microorganisms on surfaces that look

Accredited food and beverage testing methods to assist

clean but others miss.
ATP (adenosine tri-phosphate) is the

businesses to meet these standards.
Coupling advanced technologies for faster turnaround

universal energy molecule found in or-

times, data traceability and accuracy with quality cus-

ganic material such as microorganisms,

tomer service and value-added services ensures busi-

food residues and biofilm. Over time ATP

nesses are equipped with one of the most complete

is hydrolysed into ADP (adenosine di-

food and beverage solutions available.

phosphate) and AMP (adenosine

Symbio Laboratories Pty Ltd

monophosphate) by metabolic pro-

www.symbiolabs.com.au

cesses, heat treatment, or under
acidic or alkaline conditions.
Unlike traditional ATP bioluminescence system, the patented LucipacA3
uses two additional enzymes that converts ADP and AMP back into ATP
providing a measure of the total ATP present.
The system detects all three adenylates — ATP + ADP + AMP (A3)
— at much lower levels than was previously possible. This produces
higher sensitivity and stability resulting in a more reliable indicator of
sanitation processes.
The device is designed to enable monitoring of environmental contamination, including food residues, microorganisms and biofilms that
can harbour pathogens and even low levels of allergens.
The unit can be combined with the Lumitester SMART to provide realtime results in 10 s.
FMCG Industry Solutions Pty Ltd
www.fmcgis.com.au
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HACCP AUSTRALIA
eliminate the hazard - reduce the risk

Look closely at who supplies
the food industry with the
very best food safe materials,
services and equipment.
What do these companies
and others like them
have in common?

www.haccp.com.au
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Which beverage has more

umami potential?

A

new study has sought to find which fermented
beverage has the most umami flavour — wine,
champagne, beer or sake.
Researchers from the University of Copenhagen
(UCPH) went off to discover how much of the fifth basic
flavour can be found in a fermented alcoholic beverage — if
any at all.
Umami, also known as monosodium glutamate, is one of
five core flavours — along with bitter, salty, sweet and sour.
It is often associated with the earthy flavours of meat,
mushrooms, broths and vine-ripened tomatoes. It enhances
saltiness and sweetness while reducing bitterness, which is
why most people love it.
Study co-author Charlotte Vinther Schmidt said the analyses demonstrate that it is in sake (Japanese rice wine) where
umami reigns supreme on the umami scale, far ahead of beer,
followed by champagne, and then wine.
“However, we studied slightly fewer beers than the other
beverages, so that class of beverage may have been difficult
to score precisely,” Schmidt said.

But even if other beverages can’t match sake’s umami
flavour on their own, UCPH’s savoury-deliciousness experts
assert that the flavour can be provoked by pairing.
Schmidt said we already know about food combinations
that pair happily, such as ham and cheese, for example.
“Therefore, we calculated the effects of pairing shellfish like
oysters, shrimp and scallops with the various beverages, to
investigate which combinations would synergise and provoke
the emergence of umami.”
Here, the researchers concluded that each beverage class
studied elicits an umami flavour when paired with oysters and
tuna. Furthermore, sake, certain aged wines and champagne
can also exhibit umami flavour when paired with scallops,
the research found.
According to the researchers, this is because pairing highcontent glutamate drinks with foods high in ribonucleotides
(RNA’s building blocks), synergises the two flavours together.
“If one takes a drink with glutamate and a food with just
as many ribonucleotides, the umami flavour can generally be
multiplied by eight,” Schmidt said.

Higher potential when paired with food

Useful knowledge for sustainable eating

Determining the umami flavour content of a drink involves
finding out how much of an amino acid known as glutamic
acid there is in it.
Umami flavour reaches us by way of glutamate as it lands
on the specialised ‘umami’ taste receptors of our tongues.
Schmidt said the results suggest that the longer a beverage’s
fermentation time, the higher its glutamate content, which
leads to more umami flavour.
“This is why sake leads the pack by so much in terms of
umami, as it is typically fermented using both yeast and a
mould culture called koji.”

Knowing how to enhance umami is useful when it comes to
a more sustainable diet.
Charlotte Vinther Schmidt said if we can understand which
vegetables pair with selected beverages that have high umami
counts, more people would consume vegetables.
“Although there are other factors contribute to taste experiences, like mouthfeel and smell, it might be a good idea to
buy beverages with a high concentration of umami, as they
improve the chance of enhancing taste in high-ribonucleotide
foods, thus resulting in the delightful savoury-deliciousness
of umami.”
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Cold brew
sparkling tea

A

ustralian beverage business East Forged flips the traditional notion of iced tea on its head with the introduction of its locally
produced nitrogen-infused cold brew sparkling teas.
Looking like a beer when hard-poured, the cold brews are
becoming noticed in the non-alcoholic adult beverage category. And with
a low sugar content (less than 0.3 g of sugar per can) combined with the
pure leaf tea, the drink is also gaining appeal in the health and lifestyle
categories.
The founders of the brand — Kym Cooper and Tania Stacey — have backgrounds in the tea industry. Stacey previously won the World Tea Brewing
Championship (Australia), and together they decided that they wanted to
bring a new category to tea.
Covering the three biggest tea pillars — green, black and white — the
brand has been launched with interesting flavour combinations of Pitaya,
Calamansi and Yuzu.
East Forged brews have also recently won the duo gold and silver medals at The Global Spirit Masters in the Lo/No Alcohol category, taking their
total award wins to a five medals in the last 12 months.
During much of the last year, the founders were forced to work in separate states due to the impacts of the pandemic. With the brand’s black tea
grown in Queensland before being shipped south to be ‘forged’ onsite at an
independent craft brewery in Sydney, Cooper and Stacey are a COVID success
story as well as a tea-riffic example of innovation in an age-old category.
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All material published in this magazine is published in good faith and every care
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