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Too much milk protein  
in the market
Still, 2018 may not bring the next big crisis

Roland Sossna
Editor IDM  
International Dairy Magazine
sossna@blmedien.de
international-dairy.com

I
s it possible that the worldwide dairy market is again entering a downward trend? Has the market 
cycle shortened from about three years down to one year? Is there no relief for farmers 
and processors although a longer recovery phase from the past market crisis is very much 
needed? 

The new year starts with a lot of questions. And it will most probably not deliver many answers 
to these questions just like the years before.

Honest market analysts and dairy managers meanwhile admit that all their past forecasts 
on market development were absolutely wrong. As it is, everything is left to speculation. Al-
though, there seems to be a general consent in the dairy community that another crisis may 
be avoided this year as milk fat, after the recent correction, still fetches good prices. And 
there are positive signals from the cheese market as well. 

It stands to reason that 2018 may not bring the next crash of milk prices. But the milk protein 
markets will stay under pressure. There is now much more milk protein in the market than a 
few years ago as almost all whey is now being utilised. In fact, supply now exceeds demand. 
That is the reason why so much SMP is still on public stock in the EU with almost no tendency 
for reduction of inventories. The recent sale of SMP by the EU Commission of about 1,900 tons 
at a dumping price may be explained by the need to empty stocks but it has surely sent the 
wrong signal to the market. The only thing the industry can hope for is that Brussels’ dumping 
of SMP was a one time ever. Otherwise, the milk protein market may very well get in turmoil, 
thinks Roland Sossna.
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Dry, wet or deep-frozen 
Flexible bar code scanners for use in all areas

Author: Cornel Rombach, Product Manager for Bar Code Scanners, SICK AG, Reute

B
ar code scanners are used for a variety of different 
purposes in the food processing industry. The track and 
trace requirements are constantly growing and every in-
dividual item of food that is bought by discerning end 

consumers must be fully traceable. The more the food is pro-
cessed, the greater the level of safety required, in particular 
in the case of high-risk frozen products. At the same time, 
the technical systems must be highly resilient and compatible 
with hygiene standards. The ideal solution is for one supplier 
to provide all the bar code scanners needed for the entire 
production process.

Bar code scanners are in use throughout the food industry 
from the delivery of the raw materials and the production 
process in the wet area through to the dry area and the intral-
ogistics system. In the food production sector, the scanners 
have to be extremely tough. It is essential that their screens 
do not break, that they can withstand cleaning processes us-
ing aggressive substances and that they can continue operat-
ing in freezers at temperatures as low as minus 35 degrees 
Celsius, because they must be able to reliably identify each 
item by its bar code. Since the 1970s bar codes have become 
widely used in industry and the retail sector. In particular in 

Bar code scanners have to be extremely tough in order to overcome the many challenges involved in food production.
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the food industry, the EAN-13 bar code brings benefits for 
manufacturers, retailers and consumers. This type of bar 
code is valid all over the world and encodes the Global Trade 
Item Number (GTIN), which is a standardized global part num-
ber. Bar codes provide a unique form of identification for 
every food item and make it possible to achieve high levels 
of safety, because every single step in the complex produc-
tion processes can be reliably monitored and controlled. The 
processes have to comply with highly stringent legislation, 
directives and standards, including the HACCP concept and a 
wide range of national and international hygiene and safety 
standards.

Protecting consumers and businesses 
Traceability is the number one priority. It enables safe prod-
ucts to be manufactured for consumers and also protects the 
production process and therefore the business in the long 
term. Companies in the food industry must be able to iden-
tify when, where and by whom products were received, pro-
cessed, stored, transported, consumed and disposed of and 
must provide fully documented proof. It would not be possible 
to meet these requirements without automated identifica-
tion systems such as bar codes. Labeled products must have 
their labels read and verified on the production line and then 
the data must be stored. SICK supplies intelligent sensor solu-
tions for this purpose, ranging from compact devices that 
are easy to integrate and configurable standalone systems 
through to programmable high-speed cameras. 

Compatible, standardized, flexible systems
In its permanently installed and mobile readers, SICK uses a 
variety of technologies to detect bar codes, 2D codes and 
RFID tags. Its wide-ranging portfolio of products includes a 
solution for every challenge. Its 4Dpro concept allows the 
different products to be combined and exchanged with one 
another, because they have a standardized connectivity sys-
tem, user interface and accessories. This protects users' in-
vestments, reduces the amount of integration work needed 

during commissioning and maintenance and keeps stock levels 
and storage costs to a minimum. 

Tough products made from stainless 
steel with an IP69K rating
The laser bar code scanners of the CLV6 series are ideal for 
use in food production processes where hygiene is crucial. 
Their tough stainless steel housings have an IP69K rating and 
can easily withstand harsh conditions. The materials, design 
and functionality of the scanners have convinced system in-
tegrators, machinery manufacturers and users of their suit-
ability for use in the wet areas of food production. The stain-
less steel housings are resistant to chemicals and corrosion 
and are also fully leakproof. These are key considerations for 
one of the leading companies in the European dairy industry, 
for example. A CLV scanner solution from SICK has been inte-
grated into the company's production system to identify bar 
codes on aluminum yogurt pot lids. Before the pots are filled 
with yogurt and the lids are fitted, both pots and lids must be 
cleaned in PSDI mode. Once the lids have been fixed in place, 
the bar codes are read while the machine is stationary. When 
items of this kind in the wet process are cleaned using a high 
pressure cleaner and cleaning agents, the bar code scanners 
are fully protected by their stainless steel housing and also by 
their design, which includes a low level of surface roughness, 

The laser bar code scanners of the CLV6 series are ideal for use 
in food production processes where hygiene is crucial because 
of their tough stainless steel housings that have an IP69K rating.

Used machines:
Processed cheese machines
Brands: Stephan, Karl Schnell, IMA Corazza, Kustner
 

Margarine machines
Brands: SPX Gerstenberg - Schröder, Bock & Sohn
  

Butter machines
Brands: Benhil, SIG Ecopack, Hassia, Trepko, GEA Ahlborn, 
Egli, SPX

Also complete dairy factories

Worldwide trading
Tel: +31 348 460 009

sales@useddairyequipment.com
www.useddairyequipment.com

Cologne
March 20-23 2018 

Hall 10.2
Stand D074

We are looking for
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smooth, rounded edges and special housing and fastener 
shapes. As a result, no residues can form on the outside of 
the scanners. In order to guarantee that no broken glass can 
contaminate the food production process, the optical inter-
faces of the scanners are made from polycarbonate, which 
is very strong and hard and also resistant to water, chlorine-
based alkaline disinfectants, solvents, oils and greases. When 
designing the scanners, SICK focused in particular on avoiding 
the creation of "escape routes" for moisture and also ensured 
that the products are resistant to variations in temperature. 
The cable entry points and plugs are protected by an addi-
tional double sheath and the cables themselves are certified 
by Ecolab for these applications. Even sudden reductions in 
temperature do not affect the scanners.

A clear view at low temperatures
Frozen food production processes present bar code scanners 
with particular challenges and this area of the food industry 
is growing rapidly. A look at the sales figures for 2016 shows 
how much the demand for frozen food has increased in Ger-
many alone. A 2.5 percent growth in volume and a 3.6 percent 
increase in revenues speak for themselves. The average an-
nual consumption per head of 45.4 kilograms of frozen food 
is the highest figure ever recorded. SICK has equipped its bar 
code scanners, which are already highly reliable and tough, 
especially for this growing area of production. The CLV61x, 
CLV63x and CLV65x product families are fitted with heaters. 
The CLV69x models even have a heated front screen. These 
devices can operate without problems at average tempera-
tures of minus 25 degrees Celsius. In some cases the tem-
peratures can even fall as low as minus 35 degrees, because 
of the use of low-cost off-peak electricity. When a scanner is 
exposed to constantly changing temperatures, for example 
when it travels on a forklift from the freezer warehouse to 
the loading area, the front screen heater prevents the read-
ing window from misting up. 

Their excellent reading performance makes the SICK bar 
code scanners with integrated heaters ideal for use in frozen 

food production processes. 
They have a good depth of 
field, which is further increased in the 
CLV65x and CLV69x model ranges by a real-
time autofocus function. In the CLV64x product family, the 
depth of field can be easily modified using a dynamic focus 
adjustment function. Because of the scanners' wide aperture 
angle, one device can cover the majority of conveyor belt 
widths. Excellent reading properties and a fast, reliable read-
ing rate help to ensure that the data is safely captured, even 
when the print quality of the bar codes is poor, the codes 
are damaged or films or other reflective surfaces have been 
applied over the top of them. Large reading distances and 
low-contrast codes, for example when identifying pallets, do 
not pose any problems for the SICK bar code scanners. In ad-
dition, their high scanning frequencies of up to 1200 Hz allow 
for fast process speeds, for example in container identifica-
tion. SICK has responded to the growing demand in the field 
of package conveyors with its CLV61x Dual Port model, which 
has a PROFINET connection with an integrated switch to al-
low line and ring topologies to be installed and implemented 
easily, making the wiring process simple and cost-effective. 
In addition, the CLV63x and CLV64x product families are also 
available with oscillating mirrors, enabling them to meet all 
types of reading requirements.

Safe processes in ice cream production 
Companies in the dairy industry, where the logistics processes 
have to meet strict technical standards relating to tempera-
ture-controlled foods, use SICK bar code scanners at the very 
beginning of the supply chain. The tankers that collect milk 
from farms are fitted with a CLV6 series bar code scanner with 
a stainless steel housing that has an IP69K rating. This makes it 
possible to reliably identify the samples that have to be taken 
by law from the milk provided by every individual supplier, even 
when the devices are exposed to low temperatures and high 
moisture levels in the winter months. If the milk is being made 
into ice cream, CLV6 series scanners with plastic screens are 
used during the primary packaging phase, because the food 
must not be contaminated with broken glass when the type of 
ice cream, container and appropriate lid are being identified. 
In the warehouse logistics process for ice cream production, 
scanners from the CLV69x series with front screen heating reli-
ably identify the bar codes in the pallet warehouse, despite 
the freezing temperatures. In high-bay warehouses, all types 
of scanners from the CLV6 product family can be used. 

The CLV6 series of bar code scanners from SICK ensure the 
safety of the process from beginning to end, regardless of 
the many challenges presented by food production, which in-
clude high availability and fast turnover rates, growing order 
numbers combined with falling batch sizes and demands for 
more environmentally friendly logistics systems.

SICK identification and vision 
solutions have a standardized 

connectivity system, user 
interface and accessories.

It would not be possible to meet traceability requirements with-
out automated identification systems such as bar codes.
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Sustainable Solutions for Tomorrow

Join us at  
Anuga FoodTec – Hall 10.2, 

Stand E010 F029

As a leading supplier to the food, dairy and beverage 
industries, SPX FLOW offers a comprehensive 
portfolio of flexible, cost-effective and sustainable 
process solutions which play an important role in 
helping to meet the rising global demand for high 
quality nutritional products.
 
Join us at Anuga FoodTec from March 20-23  
in Cologne to learn more about our wide range  
of innovative offerings from highly engineered  
components to complete turn-key process systems.

Email us at ft.enquiries@spxflow.com or visit 
us at www.spxflow.com
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MEC Optimize from Bosch provides high 
transparency
Bosch

While increasing their production capacity, the Bechtel private dairy 
("Privatmolkerei Bechtel") from Germany also modernised their process 
heat supply. The new boiler system, with nearly 30 tons of steam capacity 
per hour, is one of the first worldwide with MEC Optimize. Based on the 
operating mode of the system, this digital efficiency assistant from Bosch 
predicts the service life of individual components, suggests measures to 
increase efficiency, and instructs the user in implementing them.  

MEC Optimize is integrated in the boiler control cabinet and records 
all data from the steam boiler, water treatment, heat recovery facilities 
and other connected plant components. The operating data is stored 
locally for many years and evaluated via trend analyses. If the fuel con-
sumption increases, for example, due to excessive desalting rates or 
soiling in the boiler, the efficiency assistant reports possible causes. At 
Bechtel, this is done through the company network of connected PCs or 
via a WiFi hotspot in the boiler room to the tablet of the boiler attendant. 
As an option, it is possible to send notifications for defined cases directly 
to the operator's mobile phone via the remote connection MEC Remote.  

Another optimisation aspect is the maximisation of the boiler life-
time. MEC Optimize not only serves as a digital boiler logbook 
but interprets the entered values and helps the operator to identify 
and correct conditions that promote corrosion or are even safety-
critical. In addition, the operating mode is analysed for incorrect 
start-up, inefficient control of multi-boiler systems and too frequent 
burner cycles. MEC Optimize also helps to avoid production losses 
due to interrupted process heat: The permissible loads and switch-
ing cycles are stored for all important components. Based on the 
operating mode, the efficiency assistant determines the state of the 
component, predicts the probable remaining lifetime and supports in 
maintenance planning.  

The other plant equipment from Bosch for feed water deaeration, 
heat recovery and automation rounds off the overall system and en-
sures low energy consumption. The steam boiler system was realised 
by Karl Lausser from Pilgramsberg, Germany – without interrupting 
the steam supply. bosch-industrial.com

The digital  
efficiency assistant 
MEC Optimize  
(photo: Bosch)
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Anuga FoodTec
20 – 23 March 2018, Cologne

A
s a leading global trade fair, Anuga 
FoodTec is one of the most impor-
tant driving force of the internation-
al food and beverage industry. It is 

the only trade fair in the world that cov-
ers all aspects of food production.

The show opens from 9am to 6pm and is 
exclusive for trade visitors. To avoid wait-
ing, visitors should buy tickets online. The 
website anugafoodtec.de offers tools to 
identify relevant exhibitors and exhibits. 
The website feature Matchmaking365 al-
lows for even more targeted search. 

Resource efficiency will be the primary 
focus of Anuga FoodTec 2018. A more 
protective and at the same time more 
efficient use of natural resources will be-
come the key competence of food and 
beverage manufacturers. Exhibitors will 
be presenting a variety of solutions for 
strengthening competitiveness and re-
ducing the use of energy, water and food 
in production. Numerous accompanying 
event and congress programs will illumi-
nate the topic from various angles.

The following pages are dedicated to our 
pre-show report on some of the most im-
portant exhibits at the show.

–––––––––––––––

BEHN + BATES  
Filling module
BEHN + BATES, German food specialist 
within the HAVER & BOECKER Company, will 
present a manually operated filling module, 
generated from the brand-new hygienic 
machine ROTO-PACKER ADAMS CARE-LINE 
EDITION. The innovative hygienic machine 
offers the best possible hygienic standard 
that is available for filling pre-fabricated 
open-mouth and FFS bags. The machine 
design, featuring minimized dust deposit 
areas and optimum cleaning possibilities, 
allows for optimum hygienic conditions. All 
integrated components are enclosed and 
reduced to a minimum. There are nearly no 
open threads or boreholes in the sectional 
steel frame. Therefore, product dusts 
cannot accumulate. The inclined machine 
edges and the rounded machine corners 

additionally facilitate cleaning and elimi-
nation of smaller product dust deposits. 
behnbates.com

The BEHN + BATES packing machine 
ROTO-PACKER ADAMS CARE-LINE EDITION 
revolutionizes the filling of FFS or pre-
fabricated open-mouth bags. Its special 
design featuring minimized dust deposit 
areas and optimum cleaning possibilities 
ensures the highest hygienic standard 
that is available on the markets at pre-
sent (photo: BEHN + BATES)
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–––––––––––––––

Bosch
Innovations in hygienic filling  
and sealing technology
Bosch Packaging Technology offers in-
sights into the latest developments in 
hygienic cup filling and sealing at Anuga 
FoodTec. Visitors can explore the benefits 
and requirements of hygienic filling tech-
nology, from clean, and ultra-clean up 
to aseptic, including heightened product 
safety and an extended shelf life outside 
of the cooling chain of up to 12 months. 
During the show, food producers can 
learn about the most recent FCL filling 
and sealing machine for dairy products, 
baby food, clinical nutrition and café latte 
drinks using pre-made cups.

Multiple dosing applications meet specific 
requirements. The Bosch dosing concept 
offers high filling accuracy, applicable for 
various dairy and food applications. The 
system is upgradable to different hygien-
ic executions by the simple exchange of 
dosing components. This ensures quick 
change-overs, high flexibility and adap-
tion to new production and market re-
quirements (photo: Bosch)

The FCL cup filling and sealing machine 
combines three key benefits: operator 
and product safety; enhanced efficien-
cy; and format and application flexibility. 
Consequently, it gives food producers a 
competitive edge to help satisfy market 
demands. 

The machine was awarded the 3-A SSI 
certificate, ensuring compliance with the 
most stringent hygiene standards and ad-
dressing the increasing needs for simpli-
fied cleaning and maintenance, minimized 
risk for food contamination and less 
product waste. The FCL filling and sealing 
machine is available as a single index, dou-
ble-index or format flexible version, with 
speeds of up to 20,000 cups per hour.

Visitors can meet specialists for aseptic 
thermoforming, applicable for a broad 
range of dairy and food products, like 
coffee creamers and desserts. Moreover, 
Bosch offers filling and sealing of pre-
made containers in both clean and ultra-
clean executions. For example, the new 
Osgood RFS-Series rotary machine offers 
abundant features while keeping its foot-
print to a minimum. With features that 
prioritize product safety, ease of use and 
increased uptime, the rotary machine fills, 

seals and caps pre-made cups for a range 
of dairy and food products. bosch.com

–––––––––––––––

CSB-System
Solutions for the digital  
food production 
Control station applications, industrial 
image processing and ERP software: The 
industry IT expert CSB-System presents 
new solutions for digital food production 
at the Anuga FoodTec. They allow enter-

THE

WILL SOON BE THE NEW STANDARD.

ALTERNATIVE 
FOR HIGHLY SENSITIVE BEVERAGES

The KHS system for the milk market: 
aseptic fi lling in PET.

Maximum possible safety for the most sensitive beverages, a higher output capacity, and custom-
izable bottle shapes: all this makes PET the better alternative for milk beverages. Compared to bev-
erage cartons, it is also lighter, as our new 1.0-liter PET bottle for milk and mixed milk beverages 
weighs just 20 grams. www.khs.com

March 20 - 23

Booth A60/A68Hall 8.1

khsIM5021_AZ_Markenkampagne_Milch_139x200_ICv2_5ml_englisch_anuga.indd   1 07.02.18   12:16
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prises to improve resource efficiency, in-
crease transparency and reduce costs. 

CSB-System focuses on the factory IT 
of the future. CSB’s experts inform about 
networked and automated technologies 
for the smart and resource-friendly pro-
duction of food. 

CSB linecontrol increases the overall 
equipment effectiveness
CSB linecontrol is one of the technologies 
in this field. The control center helps to 
reduce throughput and lead times, assure 
constant quality, increase productivity 
and consequently reduce costs. CSB li-
necontrol supplies all data about current 
capacity utilization as well as the perfor-
mance of the single machines in real time. 
Bottlenecks and malfunctions in the pro-
duction and packaging lines are immedi-
ately visualized. 

As a result, unplanned system shut-
downs, downtimes and rejects are re-
duced while keeping the overall equip-
ment effectiveness (OEE) at a constantly 
high level. Visit a live demonstration of 
CSB linecontrol at the Robotik Pack Line 
stand at the Anuga FoodTec. 

CSB-Vision enhances quality  
and efficiency 
Additionally, CSB will present new appli-
cation examples of industrial image pro-
cessing with CSB-Vision. Based on image 
analysis, the CSB-Eyedentifier enables, for 
example, fully automatic quality controls 
for raw materials directly in receiving. This 
ensures reliable test results while work is 
reduced to a minimum. The camera tech-
nology also boosts efficiency through the 
recognition of containers. For example, 
the new CSB Unit Recognition captures 
empties quickly and automatically: Iden-
tify, count, document – all of these steps 
are performed simultaneously without re-
quiring manual work. 

ERP for varying business sizes 
If you are looking for a new ERP system 
as data turntable and control center for 
the “Smart Food Factory”, you should also 
visit CSB’s stand. CSB informs about its 
ERP solution for varying sizes and types 
of companies. CSB Industry ERP is the in-
dustry-specific ERP for enterprises of the 
food and beverage industry that are look-
ing for a turnkey solution for their com-

pany.  CSB Factory ERP is ideally suited for 
optimal control of the production facili-
ties in international corporations where a 
superordinate Group ERP is already in use. 
For small and medium-size enterprises, 
the Basic ERP is the ideal solution: Even 
with the basic version, food companies 
draw on best-practice processes that 
cover all industry and market-specific 
requirements in their standard version. 
Additionally, CSB users can access spe-
cific dashboards to retrieve business in-
dicators, sales figures or production KPIs 
while on the move using their PC, tablet 
or smartphone.  csb.com

–––––––––––––––

Domino
Product identification  
and brand protection
Domino will present its coding, mark-
ing and label-printing systems. Domino’s 
technologies enable manufacturers in 
the food and beverage industry to apply 
traceability codes, with a focus on reliabil-
ity, increased productivity, future poten-
tial and low cost of ownership.

Domino’s new Ax-Series continuous inkjet 
printers use a range of integrated sen-
sors to automate system monitoring 
(photo: Domino)

Domino’s new Ax-Series continuous 
inkjet printers use a range of integrated 
sensors to automate system monitor-
ing, allowing proactive and predictive 
diagnostics. The integrated sensors also 
ensure the possibility of remote service 
support via the Industrial Internet of 
Things (IIoT) and connectivity with the 
Domino Cloud.

Domino is the the only supplier of coding 
and marking solutions who is EuPIA mem-
ber – the European Association of Printing 
Ink Manufacturers. In accordance with GMP 
(Good Manufacturing Practice) guidelines, 
it is ensured that the raw materials used in 
Domino’s inks are optimally tailored for their 
intended use.

In addition, further coding and marking 
technological innovations across Domino’s 
product to pallet range are in focus at Anu-
ga FoodTec – from CO

2
 lasers, thermal ink 

jet and thermal transfer overprinters,label 
printing systems (including corner-wrap and 
pallet labeling) to digitally printed labels for 
greater attention on retail shelves.

QuickDesign is Domino’s print-authoring 
software, providing factory-wide control 
of packaging labeling. This delivers a fully 
scalable solution that extends from simple 
message design to advanced automation 
tools. These tools, inter alia, are able to auto-
matically search an ingredients database and 
highlight key words such as allergens and in-
compatible substances. domino-printing.com

–––––––––––––––

GEA
High-end technologies 
GEA will present the future of food process-
ing with innovative machines and integrated 
solutions. The groupwill focus on "Innova-
tions & Liquids" and will be showcasing a host 
of new technology and services in the area 
of processing and packaging technology for 
the food industry.

Combi Plus 
GEA’s latest development in continuous 
stretching machines is a solution for pro-
ducers of pasta filata cheese that require 
the highest flexibility in the production pro-
cess, and an excellent yield, while keeping 
maintenance costs at a modest level. With 
a capacity from 1,000 to more than 6,000 
kg/h, Combi Plus is suitable for producing 
many different types of pasta filata cheese, 
such as pizza-cheese or scamorza, starting 
from milk, commercial curds or mixtures of 
both. Double feeding of the heating fluid – 
steam and/or water – allows the Combi Plus 
to work in the traditional way with water, 
but also with water and steam or steam 
only. The continuous stretching unit, with 
rotary paddles of various dimensions, pro-
vides high versatility and flexibility for the 
production processes, while increasing the 



yield, lowering operating costs and reducing 
energy and water consumption.

Hygienic pump series extended
GEA's pump centre of excellence will be 
sending the completely newly developed 
high-pressure pump for use in dairies to 
Anuga FoodTec in Cologne: The GEA Hilge 
HYGIA H is designed for system pressures 
up to 64 bar for filtration processes in 
the dairy industry, where it can handle 
liquids as well as homogeneous air or gas-
containing media. It is available in two sizes, 
of which the larger variant – powered by a 
45-kilowatt motor – delivers a volume flow 
of up to 200 cubic metres with a maximum 
delivery head of 70 metres. 

The new high-pressure pump from the H-
series is based on the GEA Hilge HYGIA hy-
gienic pump series, which, due to its high 
surface quality and adaptability, is suitable 
for a large number of media and applica-
tions. Thanks to the new concept of modular 
motor connection, it can be equipped with 
a wide variety of motors, thereby meeting 
international standards and specifications. 
Like the HYGIA K and HYGIA Adapta series, 

GEA S-Tec spiral freezer and chiller repre-
sents the ultimate in hygiene standards 
(photo: GEA)

The GEA Combi Plus continuous stretching 
machines is a solution for producers of pasta filata 
cheese that require the highest flexibility in the  

production process (photo: GEA)

the GEA Hilge HYGIA H is 3A-certified for the 
US market. This is also where GEA is planning 
a large-scale market launch for its GEA Hilge 
pump range in 2018.

The GEA Hilge HYGIA H pump is designed 
for system pressures up to 64 bar for 
filtration processes in the dairy industry 
(photo: GEA)

Spiral freezer
GEA S-Tec spiral freezer and chiller repre-
sents the ultimate in hygiene standards with 
fully welded food zone structure assembly, 
open profiles, fully welded modular floor 
configuration option and high efficient CIP-
options. Capable of handling capacities up 
to seven tons per hour, the GEA S-Tec spiral 
freezer is designed to exact specifications 
based on the product characteristics, ca-
pacities, facility space and line layout. High 
effective full height horizontal airflow and 
exact air temperature control ensure the 
best freezing and chilling performance and 
product quality. The machine can handle sin-
gle-shift to 14-day operations without inter-
ruption to defrost, based on the evaporator 
configuration selected for customers’ needs 
– with GEA Sequential Defrost (SD) or Snow 
Removal System (SRS). CALLIFREEZE system, 
GEA revolutionary freezing process control 
is now measuring continuously the product 
level of frozenness at freezer outfeed and 
adjusts freezing time, air temperature and 
fan speed to achieve the exact freezing qual-
ity with minimum energy consumption.

Ecolab Europe GmbH
Richtistrasse 7 • 8304 Wallisellen • Switzerland
www.ecolab.com

© 2018 Ecolab Inc. All rights reserved.

Ultrasil™
MembraneCARE 2.0

OPTIMIZED MEMBRANE 
CLEANING PROGRAM
FOR DAIRY MANUFACTURERS

NEW

> Reduce dependence on surfactants
>  Increase membrane capacity 

up to 10%
> Reduce CIP cycle times up to 15%
>  Lower water usage and energy 

consumption up to 15%
>  Extend the life of membranes 

up to 10%*

Ecolab’s Ultrasil™ MembraneCARE 2.0 is 
a proprietary CIP membrane cleaning 
program, designed for dairy manu-
facturers producing premium quality 
products. 

Onsite service and technical support 
are customized to help deliver next-level 
membrane performance.
*Ecolab simulated lifetime study results on file

VISIT US
Cologne | 20.– 23.03.2018
Hall 5.2 | Stand A91.B098
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GEA service products live on stage
During the GEA SAFEXPERT program, the 
equipment will be screened systemati-
cally regarding biofilms and bacteriologi-
cal species will be identified. Any biofilms 
will be removed to enhance the safety 
and quality of the products. Due to the 
consistent nominal production capacity, 
customers will have a high return on in-
vestment.

Another highlighted service tool is the 
new GEA IO control generation, which was 
unified for its entire range of separators 
and decanters. The control was developed 
to focus specifically on users’ needs and 
to keep the control of the machine as 
simple and user-friendly as possible. Dis-
plays have been consistently streamlined, 
the symbols are self-explanatory, and the 
color code is based on international stand-
ards, either traffic signal colors for sta-
tuses or the standard colors used in plant 
design for identifying pipework. IO not 
only controls the process and displays the 
information; it also interprets the data 
so that users can see how efficiently the 
centrifuge is running in relation to energy 
consumption, performance or separation 
efficiency. gea.com

–––––––––––––––

Glatt Ingenieurtechnik
Established processes
Plant manufacturer Glatt Ingenieurtech-
nik will present established processes that 
help manufacturers to rapidly develop 
marketable products. From delicious in-
stant drinks to essential oils or vitamins for 
sports nutrition or dietary supplements, 
Glatt works closely with its customers to 
engineer bespoke solutions to produce 

Glatt Ingenieurtechnik will present estab-
lished processes that help manufacturers 
to rapidly develop marketable products 
(photo: Glatt/Pixabay)

product samples, scale-up processes and 
construct economically designed, energy 
efficient production facilities. 

Sophisticated processes such as fluid-
ized bed and spouted bed technologies 
from Glatt Ingenieurtechnik enable ingre-
dient manufacturers to quickly implement 
modern thinking into sought-after prod-
ucts that meet the expectations of both 
the food industry and everyday consum-
ers. glatt.com

–––––––––––––––

IMA DAIRY & FOOD
Innovative packaging solutions
IMA DAIRY & FOOD will present the next new 
developments. The launch of further innova-
tive packaging solutions, which started at in-
terpack last year, will be continued this year.

IMA Benhil extends its product range 
by adding a rotary filler for pre-formed 
cups and tubs. The GYRO CUP provides the 
latest technology for filling all a number 
of products in different sizes of cups or 
tubs. Thanks to a single platform utilizing 
as many standard components as possi-
ble, it is possible to cover a large range of 
cup profiles and shapes. 

The machine is able to accommodate 
products by direct feed, compensator, or 
can be installed with a hopper for prod-
ucts with alternative characteristics. Quick 
and easy changeover for format parts 
combined with the recipe functionality 
achieved with the use of integrated servo 
technology has minimized downtime be-
tween product and packaging changeovers.

The new rotary filler features a new, 
innovative central drive solution that of-
fers better hygienic conditions and bet-
ter access for the machine operator. The 
multidigit turntable allows the filling of 
2, 3 or 4 cups per segment. Due to its 
compact design, the machine has a small 
footprint.

IMA Benhil’s new GYRO CUP fills up to 
9,600 cph (photo: IMA)

"ERMETIKA" of IMA Fillshape is a high-speed continuous motion rotary machine which 
fills and seals pre-made spouted pouches (photo: IMA)

The GYRO CUP ensures an excellent fill-
ing accuracy and extreme flexibility. The 
output of the new rotary machine is up 
to 9,600 cups per hour depending on cup 
format and filling volume. The application 
range covers practically all types of liquid 
to high viscosity products – with or with-
out particles – from yoghurt and dessert 
products to butter, margarine, sauces, 
dressings, jams, baby food, drinks, etc.

Another highlight is the "ERMETIKA" of 
IMA Fillshape which will be presented to 
the public for the first time. The high-
speed continuous motion rotary ma-
chine fills and seals pre-made spouted 
pouches and is of particular interest for 
liquid products. It covers a wide range of 
pouch shapes and sizes and can be eas-
ily and quickly adapted to different films, 
spouts and caps of different suppliers.

The machine works with a special filling 
technique ("filling through the spout"), 
under which the spout is sealed on the 
pouch before filling. The filling capacity 
of the pouch can be fully exploited by 
means of the "filling through the spout" 
method, which results in significant sav-
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ings in materials. ERMETIKA is the only 
machine on the market able to control 
the sealing of the pouch. ima.it

–––––––––––––––

Kaeser
Food-grade compressed air 
Applications involving foodstuffs require 
quality compressed air treatment at all 
times – Kaeser’s range of oil-free compres-
sion rotary screw compressors was designed 
specifically with this need in mind. When 
combined with the innovative i.HOC rotation 
dryer, these systems not only deliver highly 
efficient and economical performance, but 
also reliably achieve stable pressure dew 
points to -30° C.

The new Contain-Air product solution from 
Kaeser also provides a source of oil-free com-
pression compressed air. Integrated inside a 
standard shipping container, these powerful 
yet compact compressed air stations feature 
a CSG or DSG-series rotary screw compressor 
equipped with an integrated rotation dryer. 
Oil-free compression is used to produce qual-

The new Kaeser Contain-Air compressed 
air station: a compact, powerful and 
mobile source of oil-free compression 
compressed air – rapidly deployable and 
highly reliable (photo: Kaeser)

Focus on Essentials
Refinement of milk and whey products
through membrane filtration

Process Technology

Milk and Whey Technology

Membrane Filtration

CreamoProt®

LTH Dresden Salzburger Str. 38|40 01279 Dresden  www.lthdresden.de Branch of ALPMA Alpenland Maschinenbau GmbH, Germany

Please visit us at
ANUGA FOODTEC
hall 10.2, booth E090/F109

LTH 04-18 AD Membran_Engl_plus Einklinker_215x140_2_Layout 1  24.01.18  14:55  Seite 1

ity compressed air. Since the container can 
be flexibly positioned anywhere on company 
property (a flat surface is the only require-
ment), there’s no need for costly investment 
in a separate compressor room. These com-
pact compressed air stations also reliably 
and efficiently deliver oil-free compression 
compressed air with a pressure dew point to 
-30°C. kaeser.com

–––––––––––––––

KHS
New chunk dosing unit
The KHS Group will have compact and 
flexible systems specially designed for 
the beverage, food and dairy industries 
on display. The new KHS chunk dosing 
unit for functional milk beverages permits 
gentle filling of chunks. The systems sup-
plier will also be highlighting its further 
new innovations for sensitive beverages. 

When it comes to chunk filling KHS has 
extended its portfolio to include its own 
chunk dosing unit which enables pulp with 
chunks measuring 10 x 10 x 10 mm to be 
gently filled. The new dosing unit can be 
installed on all linear systems and supple-
ments the existing filling system. This new 
innovation will be on display in Cologne. 
Another focus of the trade show will be 
the individual production of PET packag-
ing, also in combination with the Fresh-
Safe PET coating system, which unites 
the advantages of both glass and plastic 
in one bottle to protect the product. 
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With its Bottles & Shapes program KHS 
provides individual support to all those 
looking for the best possible PET packag-
ing for their products.

In order that everything runs like clock-
work for customers also after their pur-
chase, KHS attaches great importance to 
outstanding service. To this end its pre-
ventive maintenance concept for aseptic 
machines, which offers fixed maintenance 
modules at fixed prices, has been opti-
mized and further developed. This has the 
advantage that the customer can plan and 
calculate its costs even better. 

Also on show at Anuga FoodTec  is the 
KHS compact Innoket Roland 40 labeller. 
It can be fitted with various labelling sta-
tions to dress a whole range of contain-
ers from food cans and jars to glass bot-
tles. khs.com

–––––––––––––––

Serac
Speedier rotary cup filling lines 
The latest version of Serac’s cup filling ma-
chine Neo is able to fill cups up to 12,000 
cph just as efficiently and reliably as any 
other lower output. With this increased 
output, Serac is offering a solution for 
taking advantage of indexed rotary cup 
filling that matches the continuous need 
for faster speeds and bigger batches with 
less labour intensive to operate. 

The Neo range is intended for filling pre-
formed cups at low and medium speed. 
Neo rotary machines are very compact 
thus complete solutions that include cup 
de-stacking, filling, lid placing and sealing, 

The new KHS dosing unit gently fills pulp 
with chunks measuring 10 x 10 x 10 mm 
(photo: KHS)

The latest version of Serac’s rotary cup 
filling machine Neo is able to fill up to 
12,000 cph (photo: Serac)

coding and overlid placing units. This com-
pact and ergonomic design allows reduc-
ing the footprint on cup packaging lines 
compared to linear solutions. 

They have been designed with all 
Serac’s expertise in dosing and volumet-
ric filling in order to be easy to install, 
operate and maintain.

Two filling stations offer the possibil-
ity to produce single or two-layer prod-
ucts, the supplementary layer being ei-
ther pre-filled or post-filled. They can 
process cylindrical or rectangular cups 
and deal easily with several cup sizes. 
Changeovers require no tool and can be 
done within 15 min.

A specific version is also available for the 
automatic filling of non de-stackable con-
tainers such as glass or carton cups. 

Thanks to this newly developed Neo ma-
chine, the indexed rotary cup filling is no 
longer limited to low speed filling. This rise 
of speed allows now manufacturers to tar-
get markets which report an increase of 
yogurt and dairy products consumption 
with more and more new products formu-
lations and packages.  

Capitalizing on its aseptic filling experience 
and packaging decontamination, Serac in-
dexed rotary machines can also be equipped 
with a dry H

2
O

2
 decontamination system. 

serac.com

–––––––––––––––

SPX FLOW
Sustainable solutions for the future 
SPX FLOW will focus on four key market 
and process areas within the Food & Bever-
age sector: Dairy Powder Nutrition, Dairy & 
Beverage Nutrition, Dairy & Vegetable Fats 

and Processed Foods. Using best-in-class 
technologies, customers will learn about 
how SPX FLOW solutions can drive efficien-
cy, reduce operational costs and optimize 
the use of valuable resources while helping 
them create fresh and exciting new prod-
ucts that will tantalize their consumers. 

Products and solutions to be highlighted in-
clude Anhydro’s evaporation and drying tech-
nology specifically designed to protect nutri-
tional value of Infant Formula. This innovative 
approach to powder drying offers many ad-
ditional benefits including higher yield of lac-
tose powder and best in class non-caking per-
meate powder and functional whey protein 
powders, as well as technologies to produce 
other high value protein powder from both 
animal and vegetable raw materials. 

Also being showcased will be the innovative 
APV hydrodynamic Cavitator, the new D4 se-
ries of mix proof valves, the Seital bacteria 
clarifier and, from the Waukesha Cherry-Bur-
rell range of pumps, the exceptionally effi-
cient and reliable Universal Twin Screw (UTS) 

The innovative APV hydrodynamic 
Cavitator will be at the Anuga FoodTec 
booth of SPX (photo: SPX FLOW)

Products and solutions to be highlight-
ed by SPX FLOW include Anhydro’s eva-
poration and drying technology (photo: 
SPX FLOW)
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and Universal 3 Series PD pumps. Virtual real-
ity displays will further be used to present 
other key process equipment, such as plate 
heat exchangers.

The comprehensive range of aftermarket 
services provided by SPX FLOW will also be 
a key feature of the stand. Complementing 
both pro-active and reactive strategies, solu-
tions to maintenance needs will be showcased 
throughout the show. Moreover, customers 
will be able to see live demonstrations of the 
innovative, highly advanced and non-intrusive 
SPX Magnerscan 2 (on-site crack detection) 
integrity testing technology. spx.com

–––––––––––––––

Videometer
Assuring food integrity 
The increase of food fraud has become a ma-
jor concern within the food industry along 
with food quality and food safety issues. Vid-
eometer will present a measurement system 
enabling food manufacturers to assure food 
integrity and avoid recall costs. According to 
the British Lab of Government Chemist, the 
technology has the potential to augment and 
replace multiple current food control tests.

VideometerLab is a spectral imaging in-
strument combining product imaging with 
spectroscopy, which is a measuring tech-
nique employing radiation to obtain data 
on the structure and properties of matter. 
Using VideometerLab, spectrometry can be 
made for every pixel in an image and this 
enables food manufacturers to map many 

Videometer A/S will present a spectral 
imaging instrument enabling food manu-
facturers to assure food integrity and 
avoid recall costs (photo: Videometer)

aspects of chemical composition directly on 
the product as well as to detect contami-
nants and adulteration. videometer.com

–––––––––––––––

WEBOMATIC
Skin applications
At this year's 60th anniversary of the  
family-owned mechanical engineering com-
pany WEB OMATIC, skin applications such as 
Protrude Skin for the proven thermoforming 

machine ML-C 5600-skin and for the new tray-
sealer TL 650 will be presented. In the Protrude 
Skin method, the product may have up to 90 
mm in height in the shell, while the top film like 
a second skin is wrapped around the product 
and the entire surface with the bottom foil 
(thermoformer) or the shell (Traysealer) is 
sealed. The special features of both machine 
types are above all their flexibility: with just a 
few simple steps, both machines can also carry 
out MAP applications.The TL 650 traysealer IDM, 139 x 200 mm, Contipure AseptBloc, CC-en31-AZ157 02/18

We do more.

Contipure AseptBloc

#GermanBlingBling
#ContipureAseptBloc

Anuga FoodTec 2018
Cologne, 20 – 23 March
Hall 8.1, Stand A020/B039

CC-en31-AZ157_02-18.indd   1 02.02.2018   10:21:54
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can also perform the so-called pseudoskin pro-
cedure and MAP on the same tool. A further 
highlight that ensures process reliability and 
thus the effectiveness of the packaging dur-
ing operation is the proven WEBOMATIC SCC 
– individual cavities of the tray sealer can be 
switched off in the event of a malfunction, so 
that the production phase can be terminated 
regularly and only after a service.

Furthermore, industrial shrinking lines with 
the CL-C 950 chamber belt machine in com-
bination with the STCW 60 automatic shrink 
tunnel and a shrink line with the I 30 chamber 
machine and the ST 40 manual shrink tank 
are shown. webomatic.de

WEBOMATIC will show the  
brand new TL750 traysealer 

(photo: WEBOMATIC)

Partnership with Rheolution
Chr. Hansen

New blog spotlights potential of sustainable emulsifiers
Palsgaard

Chr. Hansen has entered into a partnership 
with Rheolution Inc. on the global distribu
tion of Rheolution's CoaguSens and Elasto
Sens products. Aimed at cheesemakers, the 
products offer realtime analytics of the milk 
coagulation process by measuring during 
coagulation (in real time and near the vats) 
the flocculation point, the milk gel firmness, as 
well as the speed of coagulation. The milk gel
cutting step is often the least controlled step in 
the cheese making process. The insights that 
the technology can derive help cheesemak
ers know precisely the optimal time to cut the 
cheese curd at a controlled firmness in order 
to retain the greatest amount of protein and 
fat from the milk in their cheese, thus increas
ing the overall value generated from the milk 
processed. chrhansen.com

A new blog, Emulsifiers for Good (EFG), aims to inspire and share knowledge and ideas 
for realizing the full potential of sustainably sourced and produced emulsifiers to solve 
some of the world’s foodrelated challenges.

Emulsifier and stabilizer manufacturer Palsgaard A/S is the enabler of a new industry 
initiative aimed at inspiring and sharing expert knowledge, knowhow and ideas to 
help realize the full potential of sustainably sourced and produced emulsifiers. 

Claus Hviid Christensen, CEO of Palsgaard’s innovation center Nexus A/S, and the 
first Editor of Emulsifiers for Good, encourages food industry colleagues to contribute 
the new blog: “Emulsifiers for Good is an opportunity to share expertise within the 
field, particularly focusing on new applications and on how emulsifiers can be sustain
ably sourced and produced. The emphasis is on making a difference in the world, 
and in keeping with this, we’ll be keeping the blog as brandneutral as possible – and 
advertisementfree, of course.”

Thomas Körmendi 
will start as new 
CEO and Presi
dent of the Elopak 
Group on  
01 April 2018. 
Körmendi is 
currently CEO 
at Kezzler AS, 
a Norwegian 

company working with the digitalization 
of packaging. Earlier he worked about 
twenty years at Tetra Pak.

Emulsifiers for good (www.emulsifiersforgood.com) is an open, online and non-
promotional forum, providing a platform for experts within the global food and 
non-food industry to share their unique perspectives, discoveries and other experi-
ences related to emulsifiers (photo: Palsgaard)
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Ecolean brings a lighter packaging solution to reduce the impact on the planet, changing the playing field for convenience 
and leaving more time for what really matters. At Anuga FoodTec, we invite you to experience two new filling machines 
running in the stand, a mini-market filled with customer success stories and our complete range of innovative packages, 
for chilled and ambient distribution. Stop by to rest your feet and relax, or enjoy a delicious Lemon/Lime still drink in an 
Ecolean package. Welcome!

Hall 7, Stand E070, F088, ecolean.com
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White gold – extracting  
valuable content from whey
Milei relies on Danfoss AC drives for the highest efficiency

C
heese production yields large quan-
tities of whey, which is rich in valu-
able substances used for food, 
pharmaceuticals, or chemicals: 

Components such as protein, lactose, 
and lactoferrin are in high demand in 
these segments. Allgäu manufacturer 
MILEI specializes in extracting these sub-
stances from whey on a large scale and 
preparing them for further processing. 
In order to set up the necessary high-en-
ergy processes to accomplish this as ef-

ficiently as possible, VLT drives are used 
to control all of the system's engines – a 
total of around one thousand pieces. 

The project: More space to 
extract valuable contents
MILEI has been constructing new produc-
tion facilities on 15,600 square meters at 
its Leutkirch location since March 2014: 
MILEI 2.0. Final construction work should 
be completed by 2018. The EXPERTS IN 
WHITE, as MILEI calls itself, have a total 

of over 30,000 square meters available 
where they can extract the very best 
ingredients from whey and milk and 
process them further – in much greater 
quantities than before.

The new system utilizes an improved 
manufacturing process that makes it pos-
sible to achieve quality results while at the 
same time maintaining the best possible 
energy efficiency. With this system, MILEI 
is demonstrating its capacity for innova-
tion while also rising to the challenge of 

Milei 2.0 uses variable speed pumps 
and drives are used all along the way  
(Foto: Danfoss/Birgitt Schlauderer)
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meeting the increasing demands of the 
market. Once it is finished, MILEI 2.0 will 
process several million liters of whey per 
day, deriving approximately 180 tons of 
valuable contents in powder form, rang-
ing from lactose to lactoferrin. 

Systems technology:  
Everything under one roof 
and one compartment
As a general contractor, Tetra Pak has 
been in charge of installing the electri-
cal and systems technology at the new 
MILEI production facilities since 2014. 
MILEI 2.0 is a system that meets the high-
est demands, in the production of baby 
food for example. At the same time, the 
building also manages to harmoniously 
integrate with its surroundings. In the 
interest of preserving the surrounding 
nature and water preserves, MILEI chose 
a design for the facility premises that 
placed the highest value on protecting 
the surrounding natural environments 
as much as possible while also minimizing 
energy usage. Furthermore, the facade 
clad in stainless steel was made to visibly 
reflect the company's role as a leader in 
quality and performance. Construction 
calls for a great deal of concrete, since 
the building is about 20 meters high, as 
well as 450 kilometers of wiring for con-
necting all of the devices to the total 
of 11 central control rooms that house 
the electrical technology and the central 
control center. It is driven by approxi-

mately 680 VLT drive-controlled engines, 
and the process also incorporates anoth-
er 250 assisting units such as ventilation, 
heating, and air conditioning. 

System functionality: The 
finest filtering technology 
The whey is first brought to the facil-
ity by truck and is then moved to the 
tanks by variable speed pumps. After 
the cooled intake tanks, MILEI subjects 

Milei 2.0 has installed 1,000 AC drives and 
450 kilometers of cable (Foto: Danfoss/
Birgitt Schlauderer)

the supplied whey concentrate to a liq-
uefaction process before it can be fur-
ther processed. From there, MILEI pumps 
it through the different process areas, 
where the whey is fully broken down 
into its different components in differ-
ent filtering steps. Variable speed pumps 
and drives are used all along the way to 
ensure that exactly the right amount is 
flowing for each process. This is the only 
way to achieve the high quality realized 
by the filtering processes.

When it is first delivered, the concen-
trated whey liquid contains a series of 
dissolved or finely distributed compo-
nents with varying molecular and par-
ticle sizes. Membranes with pores of 
differing sizes separate the desired com-
ponents from the original liquid based on 
their size and/or characteristics. 

A strong flow running parallel to the 
membrane prevents clogging of the 
membrane surface during the process, 
which is why this is called cross-flow fil-
tration. Unlike deep-bed filtration, with 
cross-flow filtration the filtration pro-
cess can be carried out continuously 
without changing the filter and without 
limiting the desired properties. 

A pressure difference causes those 
components that are smaller than the 
membrane's pores to pass through the 
membrane: The so-called permeate. All 
remaining components are left behind as 
residue. The liquid is then pumped into 
the next filtering stage in order to ex-
tract another ingredient. 

Visit the specialist for  
format flexible cup and  
bucket filling machines
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Production range of MILEI 2.0

Lactose » milk sugar: A valuable ingredient obtained from fresh sweet whey using crystal-
lization and drying techniques. It is well-suited as a quality ingredient for baby food and 
numerous food-related applications.

Molkolac » Molkolac is a partially demineralized whey permeate powder made of fresh 
sweet whey. Due to its special organoleptic and functional product characteristics, it is 
used in many different ways as a lactose or whey powder replacement in nutrition and 
food products.

Entramil 90 » Entramil 90 is a 90% demineralized and spray-dried sweet whey powder. It 
is suitable for use in baby and enteral foods as well as for other food applications.

MILEI 60 – MILEI 80 » The product line for powdered whey protein concentrates for a 
number of nutrition- and food-related applications.

TMP 80 » is a native milk protein concentrate. It is made from fresh skim milk. The ratio 
of casein to whey protein is equivalent to that of natural milk. It serves as a component 
for products with high nutritional physiological demands and also as a functional ingredi-
ent for protein-rich foods. 

Lactoferrin » Lactoferrin is an important antibody that can also be found in mother's 
milk and supports the baby's immune system. In the body, lactoferrin is used to extract 
vital iron from bacteria. It is used as an ingredient in baby food, among other uses.

The intra-logistics
MILEI processes the equivalent of about 
8 million liters of whey liquid per day. 
The actual volume delivered daily is far 
less, however, since the whey arrives as 
a concentrate. Cheese dairies and milk 
processing plants usually concentrate 
the whey down to 1/10th or 1/20th of 
the original amount in order to minimize 
transport expenses. A continuous supply 
must be provided throughout the ongo-
ing process, since otherwise the prod-
ucts would coagulate in the dryers and 
filter systems. This would have very seri-
ous implications, since it would be very 
difficult to clean and restart the system 
if it came to an unplanned standstill. This 
is another reason why the pump drives 
are controlled by frequency converters: 
This increases reliability and allows for 
better monitoring of the drives.

Filter processes and  
their characteristics
The old as well as the new systems are 
continually processing whey and sepa-
rating out its components using various 
different processes ranging from ultra-
filtration through to reverse osmosis. In 
addition to separation, the components 
also undergo a cold sterilization in the 
process since even bacteria are filtered 
out. The filtration process implemented 
from the field of membrane technology 
is optimal for separating macromolecu-
lar substances and small particles from 
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A total of 11 central control rooms house the electrical technology and the central control 
center (Foto: Danfoss/Birgitt Schlauderer)

the medium, and concentrating them. 
Everything from microfiltration to ultra-
filtration and nanofiltration are used. If 
the limiting particle size is 100 nanom-
eters or more, it is called microfiltration, 

if it is between 2 and 100 nanometers, 
then it is called ultrafiltration. In nanofil-
tration, the limiting particle size is below 
2 nanometers.

MILEI uses this method to extract the 
special contents from whey or milk. The 
materials are commonly used in food 
and pharmaceutical technology, in baby 
food, and in the cosmetics industry. In 
addition to lactose, demineralized whey 
powder, protein concentrate, and lacto-
ferrin are the other important products.

Summary
MILEI 2.0 is currently one of the biggest 
ongoing projects for Tetra Pak and Dan-
foss: The pure scope of systems technol-
ogy and complex construction of numer-
ous interconnected filter systems present 
challenges for all involved: 1000 AC drives 
and 450 kilometers of cable speak for 
themselves. Thanks to the close collabora-
tion between MILEI, Tetra Pak, and Danfoss 
Drives, the extremely reliable, energy-ef-
ficient, ongoing processes will ultimately 
ensure the highest product quality.
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Cheeseneering
Cheesemaking and logistic technologies at its best

We are looking forward

to see you in Cologne.
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Versatile aseptic Combi Predis
SIDEL

New cheese cultures
LSC

Sidel introduced the versatile Aseptic Combi 
Predis, a new solution that can produce asep-
tically both still beverages like milk drinks and 
carbonated soft drinks in PET bottles. This re-
sults in a high degree of production flexibility 
and productivity while contributing to reduced 
costs and lowering the environmental impact.

Suitable for high and low-acid sensitive 
beverages (like teas, juices, UHT white milk, 
soya milk, etc.), in PET bottle formats from 
200ml to 2l, the solution strengthens the 
aseptic production flexibility to handle both 
still and carbonated soft drinks (CSD), with 
or without pulps, and with more natural and 
preservative-free recipes. The modular design 
of the Aseptic Combi Predis allows the needs 
of current beverage producers to be met and 

Lallemand Specialty Cultures (LSC) has 
launched a line for Blue Cheese Applica-
tions. To date, the range includes four prod-
ucts. Three FLAV-ANTAGE Blue Penicillium 
roqueforti in liquid form are designed to 
bring the typical colours of blue cheese, 
develop its uniquely delicate to tangy taste 
and deliver the texture found in cheeses 
such as Gorgonzola, Danablu and Stilton. 

LALCULT Blue LN1029 is a heterofermen-
tative gas producing culture. LSC developed 
a Leuconostoc mesenteroides that perfectly 
opens the curd of soft blue cheeses to allow 
for the blue mold growth. Based on the feed-
back from cheesemakers currently trialling 
LALCULT Blue LN1029, it produces beautiful 
openings. lallemand.com

opens doors for the introduction of any new 
products to easily and quickly adapt to mar-
ket trends which are less and less predictable.

The same filling valve handles aseptically all 
types of sensitive beverages with no need of 
changeovers. The filling configuration can be 
adapted to the main production performance 
factors required by the beverage producers 
with two different filling valve variants. 

The Aseptic Combi Predis can be equipped 
with the new Capdis Multilanes, the dry cap 
sterilisation system that can handle multi-
ple cap designs (flat and sport caps) and 
diameters (from 28 to 38mm) with no need 
for manual changeover, in order to enlarge 
even more the capability to manage a wide 
range of stock keeping units. sidel.com

Sidel has ontroduced an aseptic fillwer that can handle UJT milk as well as CSD 
(photo: Sidel)

LSC has developed new cultures for 
blue cheeses (photo: Lallemand)
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Food Ingredients 2017
How can sugar reduction be achieved?  
This was only one of the focuses of the ingredients show

F
ood Ingredients 2017 was bigger than 
any Fi show before. IDM visited the event 
splitting the team to cover as much as 
possible exhibits and exhibitors that 

were of relevance to "dairy". 
One remark for future improvement to 

the show organisers: one had to go virtually 
endlessly through the Frankfurt fair ground 
to finally reach just the show halls… and the 
security control was not well managed. But 
these obstacles made the show not less im-
portant and exciting. Here’s a first selection 
of what we found worth mentioning. More is 
to follow in the upcoming issues of IDM.

–––––––––––––––

BENEO
Launch of a prebiotic logo 
BENEO celebraten ten years of successful 
business and launched a new on-pack logo to 
further support the promotion of digestive 
health and wellness achievable through its 
prebiotic chicory root fibres. 

The decision to launch a dedicated logo that 
can be used on-pack by its customers is sup-
ported by BENEO’s latest consumer research 
highlighting that two out of three respondents 
consider the term ‘prebiotic’ to be appealing.

The on-pack logo can be used by custom-
ers in conjunction with the company’s ex-
clusive health claim: "Chicory inulin contrib-

utes to normal bowel function by increasing 
stool frequency", when BENEO Orafti Inulin 
is used in a product. The consumer informa-
tion must include the amount of inulin per 
portion and information about the beneficial 
effect of a daily intake of 12 g chicory inulin.

At the show, BENEO also highlighted their 
approach to sugar reduction. Other than com-
petitors, BENEO does not replace sugar using 
high glycaemic syrups. This, in fact, poses an 
even greater risk for consumers and the dan-
ger that the whole industry may be criticized 
for mucking consumers about. Palatinose has 
a low glycaemic index, shows no laxation, and 
may together witrh adapted flavouring very 
well replace sugar in a recipe. 

Samples at the show included a breakfast 
chocolate drinkbased on "Nutriz" rice starch 
containing palatinose and inulin. 

Following the general market trend, BENEO aims 
at a sportification of their ingredients making the 
"palatinose boost" available for dairy as well.

–––––––––––––––

Ingredion
Tapping into top food and  
beverage trends 
Ingredion offered a Tour of Tasty Trends 
that showed food and drinks manufactur-
ers that they can overcome processing chal-
lenges and meet consumer and industry 
demands, while retaining the deliciousness 
of their products. The on-stand concepts 
tackled challenges including specific health 
and nutritional requirements, affordability 
and clean eating.

N-CREAMER 2230 starch is designed to 
help manufacturers of mayonnaise, dress-
ings and creamy sauces create affordable 
recipes, particularly for on-trend low-fat 
formulations, without compromising on the 
consumer eating experience. The all-in-one 
emulsifier and viscosifier, thickens and binds 
the end product to deliver a slow, creamy 
melt-away texture, while also helping to sim-
plify formulations. In addition, the new modi-
fied starch also provides excellent texture 
stability over shelf-life.

BENEO had samples of a breakfast choco-
late drink available at the Fi booth. The 
product contained palationse and inulin 
and was based on "Nutriz" rice starch 
(photo: BENEO)

Customers of BENEO may in future use 
this prebiotic logo on products provided 
chicory root fibres are part of the recipe 
(photo: BENEO)

Ingredion offered a Tour of Tasty Trends 
(photo: Ingredion)
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–––––––––––––––

ADM
Meeting consumers’ ever-evolving needs
Archer Daniels Midland Company brought a va-
riety of on-trend and tasty concepts to Fi Eu-
rope. At ADM’s stand, attendees were invited 
to taste a wide range of foods and beverages 
that met consumers’ ever-evolving needs for 
great taste, nutrition and convenience – with-
out compromise. The samples at the stand 
offered a tantalizing sensory experience with 
soft drinks featuring natural exotic flavors and 
innovative flavor combinations, such as coco-
nut, lychee and passionfruit, and mango and 
lime. Other prototypes demonstrated how 
ADM can support developers in creating clean 
label foods, and in doing so meet consumer 
demand for products that are high in protein 
or fiber, or low in sugar and calories.

–––––––––––––––

Roquette
Pea protein as an alternative
Roquette had prepared a non-dairy vanilla 
drink that contained about 3 grams of pea 
protein per 100 ml. The low-calorie product is 

Pea protein is a good basis for dairy alter-
natives, according to Roquette (photo: Ro-
quette © 2017 – NAM.ART! Photography)

naturally free from soy and lactose. In contra-
ry to coconut or almond "milks", which have 
only minimum protein contents, Roquette’s 
sample can be labelled as a source of protein. 
Pea protein is heat stable and the UHT vanilla 
drink had a really indulgent texture. 

–––––––––––––––

DSM
New cheese culture
DSM highlighted their new Emmental cheese 
culture. Delvo Cheese SW-250 delivers excellent 
flavor, more efficient production and reduced 
ripening time for mature Emmental-type chees-
es, answering the demand for tasty, ready-to-
use Swiss cheese. Gert van den Hoven, Cheese 
Expert at DSM, said that the ripening time can 
be shortened by 50% to two months, provided 
the right rennet and ripening conditions are 
used. DSM recommends Maxiren XDS which 
shows a low beta-casein release.

Nominated for the Fi Awards was Delco CT 
light which allows for making low-fat cheese 
with same flavour as full-fat sorts. EPS pro-
duced by the culture mainly stays in the cheese 
and is not released into the whey. Using a dia-
cetylactis strain, the low-fat cheese flavour is 
boosted so that fat may be replaced by water. 

Mr. van den Hoven pointed out to the ongoing 
discussion to use fermentation-derived rennets for 
the production of PDO cheeses. This discussion is 
led by large cheesemakers who intend to fulfil ko-
sher and Halal standards also for traditional cheeses.

The future of electrodialysis
.

Demineralization for all types 

of whey and dairy by-products

– Cow, buffalo and goat whey

– Sweet and acid whey

– UF permeate

– Skimmed milk

– Lactulose syrup

– Mother liquor

– Protein isolate

Visit us at Anuga FoodTec Cologne, 

20–23 March 2018, Hall 10.2, Stand D 081

www.mega.cz/dairy
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Arla Foods Ingredients presented a whey 
protein drink that, when consumed before 
a meal, can control blood sugar (photo: Arla)

–––––––––––––––

Lycored
beta-carotene for cheese
Annatto, a colorant derived from the seeds of 
the achiote tree, is coming under increasing scru-
tiny from both regulators and manufacturers.   

Next year, therefore, global carotenoid ex-
perts Lycored will focus on helping dairy manu-
facturers colour cheese products with Beta-
carotene instead of annatto. The company 
provides shades from yellow to orange that are 
stable to light, pH and temperature. As a verti-
cally integrated company, Lycored can guaran-
tee full traceability as well – its Beta-carotene 
comes from its own Blakeslea trispora fungus.

An additional benefit of using Beta-carotene 
rather than annatto is that it reduces the 
regulatory burden for manufacturers selling 
whey as a by-product for applications such as 
infant formula.  Processors using whey from 
annatto have to go through an expensive pro-
cess to demonstrate that no traces of the col-
orant remain in their products.

–––––––––––––––

Novoyzmes
Improved lactose hydrolysis
Novozymes informed about their superior 
lactase derived from yeast. "Saphera" is the 
most recent addition to their portfolio. This 
lactase stems from bifidobacteria and is even 
more specific. Saphera hydrolyses lactose at 
low pH and at higher temperatures than con-
ventional lactases. This offers advantages for 
yoghurt makers as Saphera can be added di-
rectly to the fermentation tank. Saphera also 

does not lead to oligosaccharide formation 
and is free of side activities such as starch 
degradation. Novozyme’s lactases may also be 
used for sugar reduction, currently about 20% 
of later sugar dosage may be spared. 

–––––––––––––––

Arla Foods Ingredients
Whey-powered complementary  
feeding concept 
Arla Foods Ingredients unveiled a new range 
of high quality whey protein-based com-
plementary feeding solutions that support 
babies and their parents during the gradual 
move to solid foods. 

Product solutions in the new range include 
a smoothie, a yoghurt, a rusk and a porridge. 
They have been developed as templates 
that food and beverage companies can use 
to create finished products under their own 
brands, with a minimum of fuss. The solu-
tions are formulated using specific whey 
protein fractions extracted from cows’ milk 
with targeted benefits, as follows:
•  Lacprodan ALPHA-10 (smoothie, yoghurt, 

rusk, porridge) – Alpha lactalbumin to sup-
port healthy growth, a healthy gut flora 
and to reduce feeding-related gastroin-
testinal issues

•  Lacprodan DI-3071 (smoothie, porridge) – 
A partial whey protein hydrolysate to sup-
port comfort

•  Peptigen IF-3080 (smoothie, porridge) – 
An extensive whey protein hydrolysate for 
allergy management 

•  Lacprodan Whey Protein Concentrate 
(smoothie, yoghurt, porridge) – A whey pro-
tein concentrate to support healthy growth

•  Capolac (smoothie, yoghurt, porridge) – 
A milk mineral concentrate with calcium, 
phosphorus and magnesium for optimal 
calcium absorption and to support devel-
opment of the teeth and bones.

Another concept shown by Arla is healthy snack-
ing for kids. Children today take 60% of their 
calories not by regular meals but by snacking. 
Milk and whey proteins as well as milk calcium 
can play a significant role in snacks for children.

And there was a third concept that allows 
for natural control of blood sugar by drinking 
a whey protein drink before meals. Arla has 
conducted clinical studies together with the 
University of Newcastle to show that whey 
protein can control blood sugar.

–––––––––––––––

Palsgaard
Sustainable emulsifiers and new blog
By working with considerable reductions in 
CO

2
-emissions and sustainable sourcing of 

palm oil, Palsgaard try to set an example for 
ingredient manufacturers around the world 
and share their extensive experience within 
certified sustainable segregated palm oil. 

Recipes based on sustainable ingredients help 
to answer consumer and manufacturer health, 
safety and environmental concerns. And they can 
open doors to new markets, too, Palsgaard said.

In Palsgaard's view, a fully sustainable emulsi-
fier fulfils two main criteria: All their palm oil in-
gredients comply with the Roundtable on Sus-
tainable Palm Oil (RSPO) 'Segregated' (SG) level 
and are produced in a CO

2
 neutral factory.

In addition to supplying CO
2
-neutrally produced 

emulsifiers based on 100% sustainable palm oil, 
Palsgaard also offer extensive application service. 

Brand new is a Palsgaard blog called emul-
sifiersforgood.com that deals with all kind of 
aspects around emulsifiers. 

–––––––––––––––

Volac
"Velicious" whey proteins
Volac highlighted their brand new "Velicious" con-
cept. "Volactive UltraWhey Volicious" dissolves in 
hot water, can be processed at high temperature 
and is suitable for acidic products as well. Only 
minimal reformulation is required to add this 
ingredient into existing recipes. The product is 
vegetarian, Halal and kosher, GMO free and rich in 
minerals. On display was (a phantastic) vanilla ice 
cream that contained "Velicious" boosting protein 
to 20 gram in a 330 ml serving. 

Volac also showed Volactive Pro2O, a whey pro-
tein that can be added to drinks without creating 
turbidity. There was a clear protein water with 10 
grams/l of protein side by side with a red apple 
and ginger drink that contained even doube the 
amount of protein; both samples tasted excellent 
and there was no off-taste sensation.

Delvo Cheese SW-250 delivers excellent 
flavor, more efficient production and re-
duced ripening time for Emmental-type 
cheeses (photo: IDM)
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–––––––––––––––

Sensient
Individual solutions
Sensient highlighted their capabilities in colours and flavourings that may 
even come with inclusions for ice cream. There are masking systems for acid-
ity, high protein content, bitterness or after-taste based on natural flavours. 
In the right combination, "dairy boosters" and "sweet boosters" allow for sug-
ar reduction. This may go up to a maximum of 30% for certain products such 
as yoghurt without disadvantages for the product characteristics. It should 
be noted that there is no general solution; manufacturers always need to go 
for individual flavouring and colouring as each product differs.

Sensient Natural Origins is a comprehensive range of authentic "true to na-
ture" extracts that come from the named source. The botanicals collection in-
cludes herbs such as hop, basil and sage, spices such as cardamom, saffron and 
pink pepper, as well as a broad variety of dazzling floral notes such as cherry 
blossom, lavender and chrysanthemum. A highlight of the range is the ginger 
collection. These powerful extracts add a rich taste of different ginger profiles, 
including the exotic and powerful Chinese ginger, and the spicy Nigerian ginger. 

Sensient Natural Origins is a comprehensive range of authentic 
"true to nature" extracts (photo: Sensient)

–––––––––––––––

Ingredion
Via Lacta and creaminess booster
Ingredion, a French dairy co-operative with about 500m liters milk pool, has 
developed  "Via Lacta". This concept sees cows on pasture for 170 days a year 
and provides a minimum of 1,500 m² area per animal. About 100 farmers are 
already part of the program, another 150 are waiting for the start. Ingredion 
stated that Via Lacta cows are solely fed with grass so that the milk (the pool 
is about 35 – 40 m liters currently) is also GMO free. 

A new ingredient concept by Ingredion is Promilk 600 A that boosts creami-
ness. It can be used for lower fat products as well as for shelf-stable high-
protein yoghurts (6%) as Promilk 600 A tolerates high temperature.

Ingredion also highlighted "Prodiet fluid", a spray-dried MPI that allows 
the manufacturing of high-protein beverages as well as meal replacers for 
weight management. Prodiet fluid contains > 87% protein in dry matter and 
a high level of micellar casein.

–––––––––––––––

FrieslandCampina Ingredients
Nutri Whey Hydro
FrieslandCampina Ingredients showed Nutri Whey Hydro, a partially ("mild-
ly") hydrolysed whey protein rich in leucine. The product is made from 
fresh milk, has a very good sensorial profile, a bland taste and odour, very 
low bitterness and it is label-friendly. On display was a mocha fast recovery 
shake (fast release of amino acids into the blood stream). The mouthfeel 
and taste were just excellent. frieslandcampinaingredients.com
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Hydrosol has developed all-in com-
pounds for fruit juice drinks (photo: 
Hydrosol)

–––––––––––––––

Koupe
Reinventing ice cream
Koupe’s award winning protein ice cream delivers 
a healthier and smart alternative to traditional ice 
cream. Compared to traditional ice cream, Koupe 
contains 3 times more protein and fibre, 40% less 
calories, 70% less sugar and 80% less fat. 

Containing no cream, just milk, Koupe is low 
in fat with half the calories of a Magnum, over 
50% less sugar than Ben & Jerry’s ice cream 
and more protein than three egg whites.

Koupe is available in four flavours: Clever 
Chocolate, Brilliant Banana (20% real fresh ba-
nanas), Victorious Vanilla and Smart Strawber-
ry (30% real strawberries). Koupe doesn’t use 
any artificial flavourings or colourings.

Koupe has been awarded the World Dairy In-
novations Award 2016 as winner in the catego-
ry "Best Ice Cream". Koupe was launched in April 
2017 and is now available in the Netherlands (in 
Albert Heijn, Jumbo, Dirk & Dekamarkt), the U.K. 
(in Ocado, UK’s leading online supermarket), Bel-
gium (Albert Hein, Denmark (Meny supermar-
kets), Qatar (Monoprix & Carrefour). 

AGRANA Fruit develops about 850 new 
products a year (photo: AGRANA)

–––––––––––––––

AGRANA
Enjoy a full day of tastes
Featuring "Enjoy a day full of AGRANA tastes" 
the fruit solution provider AGRANA Fruit showed 
its wide range of new and innovative products..

In the morning, visitors could choose be-
tween a selection of indulgent fruit yogurts 
and a delicious fruity breakfast smoothie, 
prepared by a professional chef.

The theme "Enjoy a day full of AGRANA tastes", 
demonstrates AGRANA Fruit’s diverse product 
portfolio including fruit solutions, brown taste and 
savory preparations, preparations with inclusions 

Koupe ice cream has received the World Dairy 
Innovations Award 2016 (photo: Koupe)

and syrups. Every year, a global network of R&D 
experts develops around 850 new and innovative 
products in close collaboration with customers. 

–––––––––––––––

Doehler
Authentic Brown Flavours
Doehler’s especially authentic Brown Flavours fea-
tured outstanding taste profiles and also played 
a role in creating unique taste sensations. Along 
with the popular classics such as chocolate, ha-
zelnut or caramel, Doehler also offers the finest 
flavours for innovative taste variants with pecan 
or Dulce de Leche flavours. For example, Brown 
Flavours provide a delightful taste component for 
the delicious Chocolate Protein Milkshake, thereby 
giving it an irresistible chocolatey note.

–––––––––––––––

Hydrosol
Trend-oriented concepts
Hydrosol’s new Stabifruit line lets beverage manu-
facturers as well as dairies benefit from the grow-
ing demand for fruit juice drinks. These all-in com-
pounds contain all the important components for 
making fruit juice drinks, and offer many advan-
tages over concentrates. They are easy to use 
and store, contain no preservatives, and require 
only low dosages. The fruit content can be varied 
depending on the customer’s wishes. Individual 
enrichment with vitamins and minerals is also 
possible. A portfolio of fruit flavours is available 
including orange, raspberry, banana and currant, 
so that the new Stabifruit line of all-in compounds 
provides the basis for a wide range of fruit drinks 
whose mouth feel, colour, taste and viscosity 
leave nothing to be desired. 

Novel ingredient systems deliver on-
trend solutions (photo: ICL)

Sustainability is an important issue for con-
sumers. With Hydrosol’s new functional systems, 
cheese and quark makers can efficiently use 
their large amounts of leftover rennet and acid 
whey to bring different new products to market. 
Rennet whey can be used to make products like 
pudding desserts, beverages, cultured desserts 
and sour cream. Acid whey can serve as a base 
for yogurt alternatives. A great advantage in 
marketing these products is the good image of 
whey, specifically whey protein, which is recog-
nised as having excellent nutritional properties.

–––––––––––––––

ICL Food Specialties
Protein expertise 
Whatever the formulation challenge, the experts 
at ICL Food Specialties claim to have it covered 
with novel ingredient systems delivering on-trend 
solutions. ICL, calling themselves global leaders in 
protein management, can help customers bring 
products to market faster. 

Visitors were able to sample a creamy ve-
gan spread made with BEKAPLUS DV 210  
and moo-velous high protein beverages  
featuring BEKAPLUS 1220 for pH-neutral 
milk drinks to maintain stability during 
harsh ultra-high temperature processing 
with protein contents of up to ten percent.
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Bottling without changeover time
GEA

555th KHS InnoPET Blomax
KHS/Meiji

GEA has launched Fillstar CX EVO, a 
multi-functional system that provides 
customers with the capacity to seam-
lessly switch between different types 
of products, from carbonated to still 
aseptic beverages and vice-versa. Prod-
uct changeover times of approximately 

The 555th Series IV stretch blow molder from KHS has gone to the Land 
of the Rising Sun, where InnoPET Blomax technology is now proving it-
self in practice for Japanese producer of milk products, Meiji Co., Ltd. 
With its new stretch blow molder  the international group is benefitting 
from greater performance coupled with lower energy consumption. 

With its new investment Meiji also wished to cut production costs, 
an endeavor which chiefly entails using resources such as energy and 
packaging materials efficiently. khs.com

The Fillstar CX EVO operates without 
changeover time (photo: GEA)

three hours are a thing of the past, 
system sterility is not interrupted by 
changeover.

The new technology uses a counter-
pressure volumetric electronic filling 
valve. GEA engineers have made the 
valve suitable for a wide range of appli-
cations – the Fillstar CX EVO can handle 
high and low acid beverages, as well as 
aseptic soft drinks with varying carbon-
ation levels. The Fillstar CX EVO can fill 
products with fibers up to 20 mm long 
and with diameters of 3 mm; when inte-
grated with an aseptic piston doser, the 
system can fill fruit pieces with a volume 
of up to 10x10x10 mm. Bottle sizes and 
shapes can be easily changed. gea.com

Christoffer Lorenzen, 
42, was named 
Executive Vice Presi-
dent of Chr. Hansen’s 
largest business unit, 
Food Cultures & 
Enzymes. He joined 

Chr. Hansen in March 2008 and has held 
various positions in Sales and Marketing, 
in 2016 he was appointed EVP of the 
Food Cultures and Enzymes Business Unit.

Chr. Hansen  
has appointed  
Mauricio Graber  
as new CEO as of  
1 June 2018. Graber 
(54) has been Presi-
dent of the Flavours 
Division of Givaudan 

S.A. and a member of Givaudan’s Executive 
Committee since 2006.

Thanks to the space-saving layout and optimized mechani-
cal sequences of motion of the KHS InnoPET Blomax Serie IV 
Meiji benefits from fewer moving parts (photo: KHS)



30  · 1-2 2018 | international-dairy.com

IDM | Technology/IT

Author: Tim Schrodt, Department Manager, Food, Endress+Hauser Messtechnik GmbH+Co. KG,  
79576 Weil am Rhein, Germany, phone +49 7621 975-751, email: tim.schrodt@de.endress.com

MILEI 2.0
Metering solutions for a very unique dairy project

M
ILEI 2.0 refers to the new facility of the 
internationally active dairy company of 
the same name based in Leutkirch, Ger-
many. Covering an area of 15,600 square 

meters, the globally unique production plant fea-
tures a stainless steel facade which is a visible re-
flection of the company's commitment to quality 
and performance leadership. It stands out thanks 
to the combination of process steps used by the 
EXPERTS IN WHITE to make top-quality products 
from milk and whey. As part of this major project, 
Endress+Hauser supplied the process instrumen-
tation for standard and hygienically demanding 
measurement tasks.

The facility in Germany's Allgäu region can look 
back on more than 40 years of production ex-
perience. At the outset, the company's range of 
products consisted of whey powder and lactose. 
Today, modern and innovative foodstuffs in the 
area of clinical and infant nutrition as well as die-
tetic products leave the plant. Furthermore many 
customers from the food and beverage industry 
buy Milei products to improve the characteristics 
and production of their goods. In 2012, after 
many years of successful involvement in Milei, 
the Japanese company Morinaga Milk assumed a 
100% share. A decision was made one year later 
to invest in a new building beside the existing facil-
ity to strengthen Milei's position as a global player. 
Commercial production began in mid-2016 fol-
lowing two years of construction and the site will 
be fully operational by the start of 2018.

Objectives of MILEI 2.0
In addition to the processing of whey, the com-
pany aims is to increase its quantities for milk 

significantly. Another major goal is to improve 
production-related quality standards in the frac-
tionation of milk and whey in terms of the com-
ponents extracted and energy use.

To this end, a globally unique combination of 
process steps was developed. Tetra Pak was 
tasked with implementation of the project – the 
largest the plant engineering company has carried 
out in the milk industry. Only the powder process 
and handling areas remained the responsibility 
of the companies Hosokawa, Derichs and Arodo. 
Endress+Hauser was involved in the project plan-
ning phase before construction began. Firstly, 
Milei wanted to ensure that suitable metering so-
lutions would be used in hygienically sensitive ar-
eas. Secondly, the measuring technology should 

be standardized as much as possible across all of 
the plant's subsections so that spare parts stocks 
could be kept to a minimum. For Gert Henke, head 
of the technical department and member of the 
management team, one of the aspects that was 
particularly important was the complete portfo-
lio of process parameters such as flow rate, level, 
pressure, analysis and recording Endress+Hauser 
provides both for hygienic processes and also for 
utilities.

Single source supplier: 
The essential link  
in large-scale projects
Before construction began, it was important to 
ensure that the expectations of all the parties 

Membrane filtration processes are central in the fractionation of milk and whey: Cera-
bar PMP55 and iTherm 411 are used to monitor pressure and temperature.
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involved were in sync. This was a major chal-
lenge given the complexity of the project. The 
basic requirements for the measuring technol-
ogy ranged from 4-20 mA/HART communica-
tion to device identification using a metallic TAG 
number plate. Following discussions with the 
relevant plant supplier, the Endress+Hauser sales 
engineer responsible for Milei defined the best 
measuring technology solution for the specific 
application. The primary focus was on the physi-
cal measuring principle, the correct process con-
nection and optimum installation. The preferred 
option in hygienic applications were VARINLINE 
fittings and weld nipples or DIN 11864 connec-
tions for flowmeters. 

Orders were managed based on one project 
number. This was both advisable and useful as 
Tetra Pak deliveries were supplied from four dif-
ferent European countries and the measuring 
instruments arriving on the site were but one 
component of fully assembled process units. The 
project number is the key to ensure correct and 
complete documentation of all instruments in the 
future via the W@M data management tool. The 
support provided by experienced Endress+Hauser 
service technicians proved invaluable during the 
commissioning phase – particularly in the quick 
troubleshooting of any issues. This meant that 
the project schedule could be closely adhered to.

Instrumentation for the 
different plant areas
Most flow applications are covered by the elec-
tromagnetic Proline Promag H which has hygienic 
certification in accordance with EHEDG. Depend-
ing on the location of installation and medium, 
Promag H100 series compact transmitters are 
used or modular transmitters such as the Pro-
mag 53H, which can also be fitted as a remote 
version, or the Promag 55H for media with a 
high solids content. The latter is thus specifically 
used in membrane processes where products are 
concentrated. The Promag 53P is ideal for flow 
measurements in auxiliary circuits as it can cover 
temperature ranges from -40 to +180°C thanks 
to the PTFE liner. The Prowirl F200 vortex meter 
measures steam quantities and monitors the ef-
ficiency of heating processes using wet steam de-
tection. The EngyCal RH33 BTU meter calculates 
the energy quantity used on-site and can be read 
remotely using Ethernet or fieldbus communica-
tion. The Proline t-mass A 150 thermal mass flow-
meter monitors the compressed air supply. 

Milei uses high-precision Promass 83F Coriolis 
mass flowmeters to ensure material flows are 
balanced. This measuring principle also provides 
information on the medium density. Devices with 

an additional density calibration function were or-
dered for processes where density is relevant for 
quality. Typical measuring points are downstream 
of vaporizers which ensure that the product con-
centration is in the perfect range for the subse-
quent spray-drying process.

Given that membrane filtration processes are 
central in the fractionation of milk and whey, 
pressure sensors must be able to cover a large 
range of applications. The Cerabar PMP55 with 
metal process isolating diaphragm is available 
as an absolute or relative pressure measuring 

cell and, thanks to the fully welded diaphragm 
seal, covers all temperature ranges even at high 
pressures. Furthermore, this design is excep-
tional due to its strong resistance to vibrations 
– a property that is particularly important in 
membrane systems and heat exchangers. In ad-
dition to pressure measurement, temperature 
measurement with the TM411 iTherm sensor 
also ensures product safety at the CCPs (Criti-
cal Control Points) during the heating process. 
The Pt100 is soldered directly onto the sensor 
tip on the inside and, with QuickSens technol-

yearsBehind every good cheese 
    is nature  –  and often, ALPMA 

At the Anuga FoodTec, we will be  
presenting state-of-the-art solutions  
for your production process.

Visit the ALPMA booth, where you can 
also sample delicious cheese specialities.

www.alpma.com

in Cologne, 20th–23rd March 
Hall 10.2, Stand E090/F109

ALPMA at the 
Anuga FoodTec
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BTU meters keeping a close eye on pro-
cess efficiency: Data can be read remote-
ly using the EngyCal RH33.

The largest project of its type for the com-
pany Tetra Pak: Endress+Hauser sales engi-
neer Rudi Schmid (r) coordinated standard-
ization of the measuring instruments.

The Promag 53H measures flow velocities 
during the CIP process.

ogy, offers a T90 value of 0.75 seconds, the 
shortest response time available on the market. 
The Memograph graphic display recorder docu-
ments all relevant parameters in this process.

The Deltapilot features a condensate-resistant 
Contite measuring cell guaranteeing process 
safety in applications where condensation is 
formed by the chilled products. This device is 
tasked with hydrostatic level measurement. Milei 
puts its trust in the robust and universal vibronic 

measuring principle for point level detectors. 
Various versions of the Liquiphant are in use.

Conclusion
More than 2,500 measuring points deliver reli-
able measured values all day everyday as part of 
the MILEI 2.0 project. The number of different 
device types used was kept to under 50 as a re-
sult of a focused strategy to standardize devices. 
Not all of the devices have been described here. 
Endress+Hauser proved to be an effective and 
essential link between Milei and the plant engi-

neers and helped to bring together all of the dif-
ferent requirements and suppliers. The product 
portfolio available from the single source supplier 
meant that the best physical measuring principle 
could be offered for each specific application and 
the most reliable process adapter in hygienically 
sensitive processes. Gert Henke sums up the part-
nership by saying "We were extremely happy with 
the guidance and support we received through-
out the project and even during the installation 
and commissioning stages."

Mapping skills needs and supply in the dairy sector
AEDIL
How to close the skills gaps between suppliers 
and demand of the European dairy sector? 
This question is a major concern among dairy 
stakeholders in Europe, reason why AEDIL, a 
network of European stakeholders designed 
a project to find answers to the question. The 
project runs over three years and is presently 
initiating its second year.

The European dairy sector is rapidly chang-
ing towards more concentrated and special-
ized production and the global demands for 
dairy products are growing. This situation is 
matched with an education supply that is not 
fully ‘geared’ to provide the skills needed by 
the labour market, which displays a strong and 
growing need for comprehensive knowledge 
on ‘skills demands’ and ‘skills supply’ within 
the European dairy sector

Overall Objective: 
The overall objective of this project is a com-
petitive European dairy sector where the indus-
try and education sector collaborate to meet 
changing demands and trends. The immediate 
objective is to provide the sector with consoli-

dated recommendations on training provision to 
meet the skills required by the labour market.

AEDIL (Association of European Dairy 
Industry Learning):
AEDIL is a European network of dairy stakehold-
ers in 13 countries. 11 member-organizations have 
undertaken this project in the auspices of AEDIL 
with 40 participating bodies (10 universities, 9 
VET-providers, 4 enterprises, 2 skills councils, 9 em-
ployers’ associations, 3 employees’ associations, 1 
chamber of commerce, 1 national sectoral agency, 
1 labour market research institute).

The project is composed of four major phases:
1.  development of a framework for research of 

skills needs and supply in the dairy sector
2. research in 13 countries
3. analysis of the data collected and finally
4. recommendations

The phases will work towards how we can 
close the skills gaps between suppliers and 
demanders and even out mismatches found 
in the research. The project as of the end of 

year 1 is in the Research Phase. Recom-
mendations will be available in November 
2019.

Impact
The expected impact on dairy schools and 
universities is that they will be better suited to 
upgrade and improve their curriculum and to 
create a more attractive and business-orient-
ed dairy education that appeals to students 
and young workers.

The expected impact on dairy enterprises 
is that they will know which educational in-
stitutions in Europe that educate graduates 
with the skills they need. This will enable a 
more flexible recruitment approach and a 
mobile workforce.

Project Co-ordinator: Chris Edwards, 
Skype: chrise88256, 
mobile: +44(0)7961725278, 
email: CE@maelkeritidende.dk



All-in compounds for beverages
Hydrosol
Hydrosol’s new all-in compounds let 
dairies benefit from this growing de-
mand. Its Stabifruit functional systems 
contain all the important components for 
making refreshing fruity drinks, and offer 
many advantages over concentrates.

Stabifruit functional systems are in pow-
der form, they have high storage stabil-
ity along with optimum logistics. Unlike 
with fruit juice concentrates, there are no 
expiration date issues. Water-free formu-
lations are microbiologically safer than 
juices or concentrates. In addition, with 
no water there is less weight to transport. 
These are measurable cost benefits for us-
ers. In addition, these powdered products 
can be used by manufacturers who were 
previously not part of the fruit juice indus-
try, and so do not have the specific ma-
chinery park. hydrosol.de

For more information, please follow this link: www.arena-international.com/dairy

2018 Key Themes:
 n A positive net approach to agriculture/sustainability
 n Category/portfolio development to jump onto 

millennial social movements – health, low fat, low 
sugar, dairy-free/vegan, functional foods

 n How best to speak with your consumer/engage them 
– pathway to buying

 n Supply chain effi  ciency/new tech adoptions in 
operations

2018 Key Speakers:
 n Jen Schaps, Director, European Union
 n Hans Westerbeek, Development Director 

Ingredients (Corporate Research & Development), 
FrieslandCampina

 n Hanne Søndergaard, CMO and EVP, Marketing & 
Innovation, Arla Foods

 n Lise Kaejer Kristoff ensen, Category Director, TINE SA
 n Gerrit Smitt, Managing Director, Yili Innovation 

Center Europe
 n Carmel Collins, General Manager, Kerry Group

The 4th annual Dairy Innovation Summit returns to Amsterdam on the 11th and 12th April! Following last 
year’s success, the event will examine an extensive spectrum of challenges and opportunities within the 
dairy market, providing strategic insight for you to improve and capitalise on! 

Join like minded professionals in Amsterdam to discuss the changes in the industry and make key business connections!

REGISTER NOW! Quote code: MK-ACEL

DAIR0418_214mmx140mm_Advert.indd   1 07/02/2018   15:55
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Powdered compounds offer a number of benefits (photo: Hydrosol)
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New Mozzarella molding machine 
with changeable pre-cooling head 

Almac

T
he new FPR 72-L C.I.P. molder by Almac 
is a machine suitable for the molding 
and pre-cooling of pasta filata chees-
es with weights from 300 gr to 5 kg, 

in cylindrical or parallel-piped shapes. This 
machine is suitable for the production of 
Mozzarella in blocks and loafs.

The stretched cheese dough is intro-
duced into the hopper and is conveyed to 
the head by means of two counter-rotat-
ing augers, thus filling the molding pipes 
according to the programmed volumetric 
adjusting. During the head rotation, the 
product is indirectly cooled by means of 
cold water circulating outside the molding 
pipes to reach a stable enough shape for 
continuing the hardening phase without 
molds in an automatic vat. 

Advantages of the FPR 
72-L C.I.P. molder
The new FPR 72-L C.I.P. molder offers a 
number of advantages:
•  Possibility to use different molding 

heads for the production of differ-
ent products with different shape, 
thanks to a special replacing system 
designed for this special unit.

•  Possibility to mold cheeses having dif-
ferent weights and shapes by means 
of the molding head replacement.

•  Completely removable auger cham-
ber hopper. Contrary to machines 
equipped with a monoblock body, the 
advantages of this removable part 
become apparent.

•  At the end of the processing phase, 
before proceeding with CIP washing 
it is necessary to extract the dough 
remaining into the augers chamber. 

With a removable hopper this proce-
dure is easily made, while in case of 
conventional machines, it is necessary 
to open the auger chamber front part 
and to move the dough and the re-
sidual stretching water into a vat.

•  When it is necessary to extract the 
auger, Teflon coating can be seriously 
damaged in machines not equipped 
with a removable hopper.

•  The removable auger chamber hop-
per offers advantages for mainte-
nance operations.

•  Cheese pre-cooling is made by means of 
tampons immersed into a cooling head. 
This allows the cheese to be better 
cooled than in machines using shower-
hardening, thanks to a larger contact 
surface and a better thermal efficiency.

Almac’s new FPR 72-L C.I.P. molder  
offers a number of advantages for the 

production of pasta filata cheeses  
(photo: Almac)

The FPR 72-L C.I.P. molder allows for the 
manufacturing of pasta filata cheese in 
blocks and loafs (photo: Amac)

•  In addition to the certain advantages 
coming from the fact that operator no 
more need to fill, empty and wash the 
moulds, the Almac cooling system avoids 
also any contamination caused by the ma-
nipulation of the cheese, as the product is 
directly ejected into the mechanized vat.

•  The cooling method implying the head 
immersion into cold water (where there 
is no direct contact between the mould-
ing pipes filled with cheese and cold wa-
ter), in comparison with shower cooling, 
does not present any contamination 
problem. In fact, during shower cooling, 
in case of a lightly worn tampon, cold 
water would enter the mould filled with 
the stretched dough. This may cause 
contamination with consequent de-
creasing of the product shelf life.

•  During the processing phase, the pre-
cooling head is visible thanks to a safe-
ty grid that allows the machine to be 
inspected during production. Machines 
equipped with shower cooling do not 
offer this advantage, because the risk 
would be outwards water leakage.

•  In comparison with a machine not equipped 
with CIP washing, the sanitizing operation 
made at the end of the processing phase 
does imply neither the moulding head nor 
the tampons dismantling.
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•  A tubular heat exchanger is installed on ma-
chine border. Other machines present in the 
marked generally need external heat ex-
changers, normally plate heat exchangers, 
with consequent maintenance problems.

•  Tampons are built from food-grade 
polyethylene, resistant to e cleaning 
solutions and to the high tempera-
tures during this operation.

•  The stretched dough conveyor, from the au-
gers chamber to the cooling head, is heated 
by electrical heating elements. almacsrl.it

Full customisation  
of heating solutions 
Tetra Pak

Jørgen Erichsen, Executive Vice President 
of the Natural Colors Division at  
Chr. Hansen, has left the company.  
Erichsen has been with Chr. Hansen 
since July 2015.

Tetra Pak’s Intelligent Customisation is an 
industry-first modular portfolio of heat-
ing systems that offers tailor-made pro-
cessing solutions for food and beverage 
manufacturers. The modules, which are 
based on the company’s technologies in 
dairy, beverages and prepared food pro-
cessing, can be combined in any number 
of configurations, allowing every heating 
solution to be customized to meet the spe-
cific needs of each individual customer.

This new heating portfolio means Tet-
ra Pak can offer full flexibility and up-
gradability that supports a customer’s 
current and future needs. For instance, 
the solutions can be upgraded to sup-
port a customer’s product expansion 
from milk and cream, to beverages 
with particles, or from baby food pu-
rée to a wider range of prepared food 
products. tetrapak.com

A new modular heating portfolio 
means Tetra Pak can offer full flex-
ibility and upgradability that sup-
ports a customer’s current and fu-
ture needs (photo: Tetra Pak)
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evoguard valves –  
when only the best is nearly 
good enough.

www.evoguard.com

Anuga FoodTec 2018 
Cologne, 20 – 23 March 
Hall 8.1, Stand A020/B039
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Reducing carbon emissions
Generating bio-energy from dairy residues on-site for factory use 

E
urope’s dairy industry is under increasing pressure to reduce car-
bon emissions and its wider impact on the environment. Many 
dairy processing businesses need alternative cleaner sources of 
energy for their production processes, as well as the transport 

of raw materials and products. Generating bio-energy on creamery 
sites, including biogas from processing residues, offers a cost-effec-
tive solution to both requirements.

Should companies be replacing traditional, energy-intensive solu-
tions for disposal of energy-rich processing residues with on-site bio-
energy generation? This approach, while proven in the UK, is yet to be 
widely adopted in other European countries, where milk processors 
could deploy on-site anaerobic digestion (AD) to handle their process 
residues and effluents, using the available bio-energy to generate low 
carbon electricity and renewable heat. 

Washwaters and materials that might previously have been discard-
ed can be used to generate biogas, which can be fed to a combined 
heat and power engine (CHP) or a boiler. Biogas can also be upgraded 
to biomethane for grid injection or use as vehicle fuel.

Biogas in the Dairy Sector
For dairy businesses, on-site digestion can increase production efficiency, 
providing access to low carbon heat or power for manufacturing process-
es, or even use in transport, for instance milk collection from local farms. 

AD is a bio-chemical process, where bacteria break down organic mate-
rial in the absence of oxygen to produce biogas (predominantly methane 
(CH

4
) and carbon dioxide (CO

2
)). Across Europe, primary feedstocks for AD 

tend to be agricultural residues and slurry from farms or purpose grown 
crops such as maize. However, the use of crop biomass for biogas pro-
duction rather than as food for human or livestock consumption is not 
particularly carbon efficient. 

The digestion process is ideal for treating food waste or other bio-degra-
dable residues. Fatty process residues from creamery sites are well suited 
to bio-digestion (containing unwanted but energy-rich fats, sugars and pro-
tein). Accessing this latent energy content can be cost effective; the higher 
the calorific value, the greater the decentralised energy potential.

Clearfleau’s innovative on-site liquid digestion plants are based on a sys-
tem that breaks the link between liquid retention (3 to 8 days) minimising 
digester tank size, while extending bio-solids retention (up to 50 days) to 
optimise biogas and hence energy output. These plants are installed on 
British dairy, food and drink production sites (including whisky distilleries). 

They offer an attractive return on investment, plus other efficiency 
and environmental benefits: 
•  Bio-Energy – cutting fossil fuel use, helping meet energy  

reduction targets 
•  Emissions – replacing fossil fuel with bio-energy, cutting carbon emissions
•  Water use – cleansed water fit for river discharge, suited for re-use on site
•  Land fertility – residual bio-solids can provide nutrients for  

growing crops 
•  Efficiency – extracting energy from residues improves overall resource use.

One of Europe’s largest cheese creameries, First Milk’s Aspatria plant in north 
west England, is converting energy-rich processing residues from cheese 
production into renewable energy to help power the factory (see case study 
below). The on-site plant produces biogas which is upgraded to biomethane to 

Author: Richard Gueterbock, Clearfleau Ltd, Lily Hill Court, Lily Hill Road, Bracknell, Berkshire RG12 2SJ, UK,  
phone: + 44 (0) 8444 77 62 92, email: richardg@clearfleau.com, web: clearfleau.com

Bio-energy plant on the Nestlé Confectionery Factory in  
Newcastle



1-2 2018 | international-dairy.com · 37

Technology/IT | IDM

supply the site and other local users, via the gas grid. First Milk is reducing the 
cost of disposing of whey residues while curbing the site’s carbon emissions.

Bio-energy and the Circular Economy
Bio-energy alternatives to fossil-fuels are not limited to biomass and 
bio-digestion and could in future include fuel cells and hydrogen en-
ergy. Re-using residues to supply on-site energy is a better use of re-
sources, as these materials have a commercial value where they arise 
rather than being sent for disposal off-site. The digestion process 
adds value to discarded materials, cutting production and disposal 
costs, within a more circular approach to resource management. 

Digestion can also be viable on smaller specialist dairy sites. We are 
currently developing a modular approach to plant design that will help 
make AD plants affordable for smaller sites, targeting a comparable 
return on investment (ROI) to larger projects. 

With Europe’s dairy sector under pressure to reduce its carbon footprint, it 
is surprising that in countries like Germany and France there has been limited 
interest in on-site bio-energy. This may be due to the prevalence of crop-
based AD plants that also handle food wastes but also the need for cost ef-
fective technologies that can handle relatively dilute but fatty liquid residues.

Although the German AD sector has led the way in developing the farm 
(crop-based) approach, the market is now becoming more diverse. There 
is growth potential in the on-site industrial sector, offering a decentral-
ised supply of bio-energy alongside other renewable technologies. 

For industrial sites that may have already invested in biomass heat or 
solar generation, biogas offers a compatible solution for process residues. 
As residue disposal becomes more costly, AD is a flexible energy source - 
heat or power generated at source. If COD removal is optimised (we usually 
guarantee 95% COD removal and some plants achieve over 97%), there are 
only three outputs: biogas, cleansed water (that can be discharged to a 
watercourse after aerobic polishing), and bio-solids that can provide fertil-
ity to help grow grass to feed cows that produce the milk. 

Converting liquid residues into biogas in a compact, closed loop system 
(all feedstocks are pumped into the digester, designed to fit on a confined 
site) is more cost-effective than aerobic treatment, which consumes en-
ergy and has a lower return on investment. The process can handle fatty 
washwaters plus higher strength feedstocks like whey permeate.

Looking to The Future –  
Biogas as Vehicle Fuel 
In the UK, using biogas on food factory sites has mainly involved CHP 
engines generating electricity and heat for factory use. Clearfleau 

has also evaluated the potential for biomethane generated on-site 
to provide a low-carbon alternative to diesel in commercial vehicles.

Although diesel is the dominant fuel for commercial vehicles, pollu-
tion concerns have resulted in some cities creating clean air zones to 
restrict the most polluting vehicles. Food manufacturers will need to 
find alternatives to diesel. While there has been huge growth in the 
use of electric vehicles, this solution is not viable for larger trucks 
used in commercial transport.

Existing truck engines can be converted to operate on compressed 
biomethane (CBM) or liquid biomethane (LBM). Leading manufacturers 
now supply new trucks with gas engines. Biogas generated on-site from 
milk processing residues could be used to fuel trucks to collect milk from 
local farms or deliver cheese, yoghurts and other products to retailers. 

Milk collection trucks continuously enter and leave creamery sites 
delivering raw milk, an ideal location to set up refuelling infrastruc-
ture, with feedstock (residues) to produce the fuel readily available. 
By producing renewable fuel on-site, a creamery can help insulate it-
self from rising prices and make energy budgeting more predictable. 

Gas-powered HGV’s produce lower emissions of NOx, particulates and 
CO

2
 and are claimed to be quieter. Biomethane has lower carbon emis-

sions than CNG or LNG powered trucks already being used in some com-
mercial vehicle fleets. Although the economic viability of biomethane 
for industrial transport will depend on site-specific factors, such as the 
truck operator, as well as the quantity of organic residues and volume 
of biogas produced, the technology is available now.

Delivering Low Carbon Manufacturing
After the 2015 Paris COP21 Climate Change Convention, leading food 
and drink multi-nationals committed to changing their practices, with 
this statement of intent: "We want the facilities where we make our 
products to be powered by renewable energy, with nothing going to 
waste, as corporate leaders, we have been working hard toward these 
ends, but we can and must do more."  

Two years later, with global food companies setting ambitious targets 
for reducing greenhouse gas emissions, milk processors need to match 
these aspirations. The dairy sector requires technologies that can handle 
fats and higher strength feedstocks like whey permeate. Sites that have 
already installed AD plants are saving money and cutting carbon emissions. 

In dairy regions across Europe, dairy companies should be exploring 
the potential for on-site AD, based its proven ability to curb carbon 
emissions and exploit the unused energy value of materials currently 
being discarded or treated in less efficient aerobic plants. Policymakers 

3D Image of a modular biogas plant Biomethane powered truck 
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and other stakeholders should support investment in bio-energy as part 
of the dairy sector’s plans to reduce its impact on the environment.

Clearfleau is just one of a number of companies that build on-site 
plants that help to power the sites where they are located. Installa-
tion of multiple bio-energy plants across the European dairy sector 
should be encouraged alongside other low carbon technologies. 

Glossary 
Aerobic: A natural organism that thrives or a process that can 

occur in air or free oxygen.
Anaerobic: An organism that thrives or a process that occurs in 

absence of air or free oxygen.
Biogas: Gas produced from the biological degradation of 

 bio-residues in the absence or air or free oxygen comprising  
of mainly methane and carbon dioxide.

Biomethane: Enriched biogas achieved by purification/removal 
of carbon dioxide.

Bio-residues: Biodegradable materials from manufacturing 
processes (also co-products).

Bio-energy: Renewable (non-fossil) energy derived from organic 
biomass, inc. bio-residues.

Chemical Oxygen Demand (COD): Measurement of degradable 
 organic compounds in effluent. COD test results are used to indicate 
level of decomposing pollutants that absorb oxygen from water.

About Clearfleau
Clearfleau is the UK’s leading provider of on-site bio-energy plants for 
the food and beverage processing sector, with operational plants and 
others in the pipeline in the food, dairy, drinks and biofuel sectors. 
The on-site plants are tailored to the feedstocks available on site and 
are designed to optimise energy output from liquid processing resi-
dues. For more information please visit www.clearfleau.com. Richard 
Gueterbock, Clearfleau’s marketing director, has been with the com-
pany since it was founded. With a background in the agri-food sector, 
he is a former trustee of the Royal Agricultural Society of England.

Case Study: The Lake District Biogas Plant 

This bio-energy plant built and operated by Clearfleau converts 
over 1000 m3 per day of cheese whey into biomethane, generat-
ing 5 MWh of thermal energy. It is located on First Milk’s Aspatria 
site in Cumbria, one of the UK’s largest cheese creameries. It re-
places a failing aerobic treatment plant (seen to the right of the 
image) and is reducing carbon emissions, generating energy and 
improving site sustainability.  

The largest on-site digestion plant in Europe’s dairy processing 
sector, it is the first site to produce biomethane generated en-
tirely from its processing residues, without additional non-dairy 
feedstocks. Biomethane, fed to the nearby gas grid, is supplied 
to the creamery’s boilers, and households or local businesses. 

A 500 kW CHP unit running on biogas from the AD process 
generates power for the plant, with cleansed water discharged 
to the nearby river. The creamery is reducing its use of fossil 
fuels by over 25% providing a long-term sustainable solution for 
process residues from cheese-making.  This approach can be de-
ployed on comparable large food and beverage sites and is now 
being replicated at other dairies in the UK.

On-site gas to grid plant at Lake District Creamery

New Aseptic Combox
Serac
Serac has accomplished its objective to combine its PET linear blower (SBL) 
with its rotary weight filling machine in a single unit (under the trade name 
Combox). By the end of 2017, around fifteen Combox units will have been 
installed in Europe, North America, South America and Asia. 

The Combox is now also available in an aseptic version. It provides 
new opportunities in the dairy and beverages industry by offering a 
low and medium work-rate solution for applications using pH neutral 
and acidic products with volumes of up to 12,000 PET bottles per hour 
for the 1-litre format and up to 18,000 PET bottles per hour for the 
smaller 250 ml formats. serac.com

Serac has combine its PET linear blower (SBL) with its rotary 
weight filling machine in the new Combox series of aseptic 
machines (photo: Serac)
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HST expands premises
Homogeniser manufacturer plans to become even more international

D
assow-based HST Maschinenbau GmbH 
with currently about 50 employees and 
an annual turnover of € 11 million officially 
opened a new production and office build-

ing last November.
There is an assembly area in the new building 

of 2,000 m² and an office space of 900 m². 
According to HST Managing Director Michael 
Penz, the investment for the new building was 
€ 3.5 million.

Torsten Kaben, Sales Director at HST, says 
the new building will allow for increased pro-
ductivity. In future, up to 200 homogenisers 
will be built in the new hall each year. In addi-
tion to the actual production, the building also 
includes a new technical and development 
center in which tests can be run together 
with customers. In addition, the facilities have 
been designed with spacious training and con-
ference rooms.

Armin Ott, Head of Softdrink, Dairy, Water at 
Krones, describes the development of the co-
operation with HST. As early as 2007, there were 
initial contacts and considerations for coopera-
tion, as the Krones Group wanted to establish it-
self in the dairy area. In 2013 HST was integrated 
into the Krones Group. 

Together with the two other subsidiaries 
Milkron (plant design, assembly, commis-
sioning of plants and components, automa-

tion, service and after-sales business) and 
Evoguard (specialist for valves and pumps), 
the Krones Group is now well positioned for 
the dairy sector. With the help of the world-
wide Krones sales network HST, Milkron and 
Evoguard plan to establish themselves more 
internationally. So far, HST has an export 

share of 60% with almost 500 homogenizers 
installed worldwide.

In Scandinavia, HST has been working with DS 
Triple as a distribution partner since August 
2017. This company, founded in 2016, focuses 
on the engineering of complete UHT systems 
for the food and beverage sector. HST also has 
a distribution partner in the UK with the com-
pany HpE Process, Gildersome Spur in Leeds.

One of the biggest projects for the HST, which 
is managed by the sister company Milkron (cur-
rently 25 employees), is a complete system in-
cluding energy supply in Norway. The order vol-
ume amounts to € 17 million. Hermann Meyer, 
Managing Director of Milkron, is looking forward 
to the implementation of this project until 2019. 
In this connection he points out that the three 
sister companies have grown together in the past 
year into a very powerful network, resulting in a 
good order intake.

Official opening of the new building (from left):  Armin Ott, Jörg Heuer, Torsten Kaben 
and Michael Penz (photo: IDM)



40  · 1-2 2018 | international-dairy.com

IDM | Technology/IT

New process approaches
Sulbana reports on newest developments

A
t a major German cheesemakers’ seminar in 2017, Sulbana's 
CEO Thorsten Kehl described several new approaches of 
Sulbana group for the production of mozzarella and pizza 
cheese.

Ideal synchronisation
By an ideal line adjustment, fresh mozzarella can be produced in a batch 
process with production time of less than 30 minutes, including the 
cooking-stretching process. According to Mr. Kehl, this is done mostly 
with direct acidification and stretching takes place at pH 5.8. This opti-
mized process works continuously and gently with little fat loss. Exact 
dry matter and water absorption is achieved by precise temperature 
control, cheese dust is directly recycled, and the end products are char-
acterized by perfect shape and surface.

In the case of pizza cheese production, the best possible matching of 
the lines can be achieved by working with starter cultures. The cooking-
stretching takes place at pH 5.1, whereby the maturation time in the 
drainage system can be adjusted to up to 3 h. According to Mr. Kehl it 
should be ensured that long cooling times in the brine are maintained. 
The ripening time in the initial packaging should be 72 h.

Gentle cooking-stretching
Sulbana now achieves a particularly gentle cooking-stretching process via an 
adapted hot water treatment. A small ΔT between core and surface and uni-
form heating from 32 ° C to 62 ° C lead to lower fat losses, less burning, less 
protein denaturation and less squeezing-out of originally contained water.

A new machine in the Sulbana portfolio is the "Power Moulder" designed 
for high performance. Here, the moulds are rinsed in the return, direct or 
indirect cooling is possible. Curd is filled in primary moulds, cooling takes place 
in secondary moulds. This has the advantage that only a small surface area 
of the product comes into contact with water, which reduces the risk of 
contamination. A permanent sprinkling ensures a fast heat transfer.

Improved anti-adhesion properties
Sulbana now applies a resistant thick layer (0.3 mm) on conveying equip-
ment in order to achieve even better anti-adhesion properties. The parts 
are easy to clean, the cheese unsticks even in the cold condition, which 
shortens the cleaning time. Sulbana recommends to replace relevant 
spare parts for existing machines with the new anti-adhesion coating.

Indirect curd heating
Sulbana has realised (as a pilot plant) an indirect heating of cheese curd 
without process water prior to the stretching process. According to Mr. 
Kehl, this method works particularly gently, the concept will be ready for 
market within the next 12 months. Mr. Kehl encouraged the seminar par-
ticipants to also think of differently created pasta filata products such as 
Burrata or other special products.

Core competencies
With its core competence in cheese technology for pasta filata, hard and 
semi-hard cheeses, Sulbana has long established itself in the industry. Moz-
zarella plants with capacities of 800 to 2,500 kg/h are built for the produc-

Thorsten Kehl, Sulbana, at a major German chesesemakers’ seminar in 
2017: “We produce equipment for the production of mozzarella and 
pizza cheese for 800-6000 kg/h and size 1 g to 15 kg” (photo: Sulbana)

Fig. 1: Screw conveyor with new resistant non-stick coating ap-
plied in a thick-layer process (0.3 mm) (Photo: Sulbana) 
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tion of pearls, cherries, balls or pieces of 1 g to 1,000 g. Complete lines are 
provided, which include cheese vats, cutter units, water cooker-stretchers, 
moulding machines, cooling/brine baths and feeding systems. Packaging ma-
chines are regularely integrated into the projects by Sulbana.

In the case of pizza cheese, Sulbana plants have capacities of 1,200 to 
6,000 kg/h, the product weight can be 1 to 15 kg. Typically, Euroblocks or 
2.5 kg loaves are made on these lines. Here too, the Swiss specialist offers 
a comprehensive portfolio from cheese vat to packaging. A special focus 
is on individually planned drainage conveyors, also designed in two-storey, 
whereby breakage buffers and cheese dust rework are integrated. The Sul-
bana water cooker-stretcher machines deliver up to 5 t of product/h and 
come in a new design for large industrial production. The flexible lines can 
produce cheeses with dry matter of 45 to 60% and 25 to 50% fat in dry 
matter. Other special features of these machines, which are made in stainless 
steel, are special screw conveyor seals (Huhnseal) and drives without a double 
gearbox. Sulbana’s dry salting lines come in capacities from 2 to 6 t/h and 
are designed for salt contents up to 1.5%, for which they are built with or 
without absorption belt.

Sulbana’s shaping and pre-cooling rotary machines have capacities of 1.5 
to 4 t/h for 2.5 kg loaves. They have laterally installed drives (no danger of 
contamination by lubricants) and come without a central drive. The cooling 
is done by means of a cold water sprinkling but indirect cooling of the mould 
segments has recently been made available. Sulbanas cooling/brine baths for 
fresh mozzarella are equipped with a new swing-back product transport. 

In addition, Sulbana also builds crane-free hygienic salt bath systems for 
pizza cheese (1.5 to 15 kg), semi-hard and hard cheese (5 kg to 750 kg). 
The cheeses are mechanically guided, shelf cleaning can be integrated. 
These main brine systems can handle 20,000 2.5 kg cheese loafs for cool-
ing times up to 7 h at 5 °C and reach a capacity of 7 t/h. The product flow 
can be continuous.

Fig. 2: Sulbana water cooker-stretcher for the production of 
pizza cheese with a capacity of up to 5 t/h (Photo: Sulbana)

Fig. 3: Fully automated, crane-free brine bath system with me-
chanical guided loading and unloading, rack trolley, and rack 
washing booth (Photo: Sulbana)

"WE PROVIDE SERVICE WITH SPARE 
PARTS, INSTALLATION, TRAINING

AND PRODUCT TECHNOLOGY"

lekkerkerker.nl
We buy your machines: machines@lekkerkerker.nl
We sell machines: info@lekkerkerker.nl
Tel: +31 (0)348 - 558 080

The Nr.1 specialist in 
reconditioned dairy equipment

The world’s largest fermentation plant  
for cultures
GEA

GEA has recently completed the world’s largest fermentation plant 
for bacterial cultures at the Chr. Hansen site in Copenhagen, Den-
mark. The production site now comprises with the latest highly com-
plex AIR17-fermentation project four production lines; two lines with 
45 cubic meter fermentors each and two lines with 100 cubic meter 
fermentors each, which makes it the largest production site of its 
kind worldwide. The installation took place while existing produc-
tion lines were running. gea.com

Chr. Hansen now operates the world’s largest fermenta-
tion plant for cultures in Copenhagen (photo: GEA)
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Biological customized solutions
The right management system for each dairy

T
he improvement of the management of 
the biological processes which determine 
the characteristics of cheeses, as well as 
their alterations, can certainly be consid-

ered one of the most important aspects on 
which to focus in order to optimize production 
processes and product characteristics.

Fermentation and enzymatic activities are 
undoubtedly among the most complex phe-
nomena which occur during milk processing, 
so much so that their quality and intensity 
determine the typical characteristics of dairy 
products and are the main cause of the altera-
tions that can occur during shelf-life.

Even with the current availability of ad-
vanced technologies and cutting-edge ana-
lytical techniques, the core of milk and cheese 
processing continues to be biological activity.

Starter cultures and the deriving enzyme 
pool are the main factors which influence 
proteolysis. Consequently, the composition 
of the culture mix, developed according 
to the specific objectives of the dairy, is 

the best way to favour proteolytic activity 
whenever we want to characterize a cheese 
or to reduce its intensity when product 
characteristics have to be stable for the en-
tire shelf-life.

Managing critical points of a biological 
nature, such as proteolytic activity, using 
technological tools makes it possible to re-
duce some undesirable effects, but does 
not really solve the problems; moreover, 
technological measures are often more ex-
pensive and less effective than the applica-
tion of specific biological management sys-
tems, developed after having interpreted 
the specific needs of each dairy.

DALTON BIOTECNOLOGIE has been producing 
lactic acid bacteria since 1974 and has imple-
mented a marketing philosophy based on the 
centrality of each individual customer, study-
ing specific processes and product criticality 
and always providing the chance to imple-
ment an own biological customized solution in 
every production process.

"Biological customized solutions" means apply-
ing to each production process a specific fer-
mentation activity and biological management 
developed through the study of the parameters 
which characterize the various processes and 
products according to the following procedure:
-  definition of the customer's process and 

product objectives
-  definition of the formula best suited to the 

specific production situation
- phage habitat check
- draft of a rotation plan
-  continuous monitoring and updating of the 

biological system through technical visits and 
periodic analysis.

Benefits of applying the Biological Customized 
Management System:
•  optimization of production processes
•  improvement of product characteristics
•  standardization of product characteristics
•  stabilization of product characteristics dur-

ing shelf-life

(photo: Dalton)
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S
acco System, the confluence of international biotech excel-
lence applied to the food, nutraceutical and pharmaceutical 
industries, goes mobile.

In an era where information travels faster and faster, knowl-
edge sharing is essential. For this reason Sacco System has decided 
to create an APP that will allow its collaborators, business part-
ners and all interested users to interact with the group's activities. 
Thanks to a step in line with the times and the ability to simplify 
communication and marketing in a digital and mobile-oriented era.

The APP, available for iOS and Android, was specially designed to 
deepen the mission of the companies that make up Sacco System. 
To discover the news of research in the field of biotechnology, read 

the insights, and stay up to date with the news of the wide range 
of products offered by Sacco System's companies, to improve the 
quality of consumer's food and of course, quality of life.

In the APP, after an introduction to the history of the group, the 
foundations on which the identity of Sacco System is based, the 
floor is left to companies and their presentation of top products 
and results of years of innovation and research.

Caglificio Clerici, reintroduced the rennet powder Made in Italy 
and the brand new buffalo liquid rennet. Sacco and CSL, showcase 
a range of probiotics targeted for pharmaceutics, nutraceuticals, 
food, not just dairy but also for the bakery and ice-cream as well as 
a series of products for the agro-zootechnical area.

Stay connected
Sacco System goes mobile

(photo: Sacco System)
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You will be able to dive into all the advantages of 4PROTECTION 
“Special Protective Cultures”, for dairy and discover two new prod-
uct lines: 4PREMIUM+, the TOP new and original culture line, which 
seeks to uncover the taste of excellence and 4CHOICE, a new dairy-
analogue culture range, designed for those looking for non-dairy 
based products.

Specifically:
4PREMIUM+ enhances the natural and original taste and meets the needs 
of the most demanding customers, satisfying even the finest palate.

It offers specific and customized products custom-made to meet 
our customers’ needs.

In staying true to our values 4PREMIUM+ contains the best blends, 
which are able to enhance the taste creaminess, stability, flavour 
and aroma, ensuring the best quality of the final products. Discover 
the cultures for: Crescenza+, Dahi+, Kefir+, Skyr+, Parmesan+

 
4CHOICE cultures are pure and hypo-allergenic, i.e. free of any 
known allergens as well as animal-derived products. They are the 
perfect cultures for soy, coconut, rice juice and other vegetable-
based fermented products and ensure fast fermentation, good tex-
ture, flavour and aroma development.

 
In this APP, you can find all the marketing material, videos and it also 
works off line. So wherever you are you can always be part of the 
Sacco System. saccosystem.com

New UST Detail Brush
Vikan
Vikan’s Ultra Safe Technology (UST) brushware series incorporates hy-
gienic design and the fully moulded UST bristle system to provide superior 
cleaning efficacy, hygienic cleaning of the brush, less risk of bristle loss, EU 
and FDA food contact approval and a lower risk of cross-contamination. 

Now, Vikan has added the UST Detail Brush to the popular range, re-
inventing detail cleaning and extending the benefits of UST to every nook 
and cranny in a food processing facility. vikan.com

(photo: Vikan)
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Chr. Hansen launches second 
generation bioprotection
New natural food cultures toprotect fresh dairy products  
even better from yeast and mold

S
ince global bioscience company Chr. Hansen 
first launched its FreshQ® portfolio some 
five years ago, it has swept the global dairy 
industry off its feet for its outstanding pro-

tective properties against yeast and mold in an all-
natural way – well in line with a strong consumer 
preference for a clean label.

Now the well-oiled innovation machine has done 
it again: Developed a series of new second-to-
none FreshQ cultures that protect even better 
against especially yeast, and which can withstand 
small breaks in the cold chain on the, sometimes, 
long way from producer to consumer. FreshQ 
second generation is ready to take over from its 
predecessor, thereby making the best better.

Only few strains  
made it through the eye 
of the needle 
From a starting point of 1,400 bacterial strains, 
taken from Chr. Hansen’s impressive collection 
of more than 30,000 strains, only 12 passed the 
strict selection criteria to make it into actual ap-
plication trials. And from those, a handful of 
unique strains ended up as the chosen few that 
have been combined into the series of seven new 
FreshQ cultures for yogurt, mesophilic applica-
tions like sour cream, kefir etc. and white cheeses.

"It has been a very challenging development 
procedure," explains Tina Hornbæk, Ph.D. and Sen-
ior Department Manager, Dairy Bioprotection, Chr. 
Hansen. "When developing these new cultures, all 
the trials had to take place within the dairy prod-
uct itself, all the way from our advanced robotic 
equipment in high throughput analyses, to the 
compounding of strains and final application vali-
dations. Selection of the best strain candidates is 

very complex because the bioprotective cultures 
interact with the normal starter cultures in the 
dairy product during fermentation; that is why 
we can’t use lab substrates or media to grow 
these cultures ; it would give us misleading test 
results," she elaborates. 

Significantly improved
Needless to say, this results in a longer process 
– but it was indeed worth the wait: "FreshQ 
second generation has overcome some of the 
limitations we have identified in the first gen-
eration. It is significantly improved on the pro-
tective effect against yeast and molds, which 
is very useful – for instance in situations where 
dairies are interested in taking out chemical 
preservatives.

In the development of the cultures we have also 
focused on selecting strains that have a minimum 
impact on the process and help obtain the desired 
flavor. FreshQ 2nd generation includes unique cul-
tures causing a minimum of additional post acidi-
fication during storage which translates into the 
advantage that the acidity or taste is not affect-
ed even if the cold chain is occasionally broken."

Tina Hornbaek however stresses that biopro-
tection is not a "silver bullet" that magically fixes 
everything: "Bioprotection is an additional meas-
ure that can be added on top of other preven-
tive actions, like a strict hygiene standard in food 
production facilities."

Along with the Product Development track we 
have made significant progresses on our Biopro-
tection competences in close collaboration with 

FreshQ second generation has significantly improved on the protective effect against 
yeast and molds (photo: Chr. Hansen)

PROCESSING  INGREDIENTS  PACKAGING  IT  LOGISTICS
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other departments throughout the entire prod-
uct development value chain, including:
•  Development of robotized high throughput 

screening assays, based on inhibition of the tar-
get organism in the real dairy application

•  Building advanced Application competences 
through insight into the complex interaction of 
the bioprotective cultures, the dairy product 
and the production processes

•  Learning how strain media and formulation 
have a major impact on the final product per-
formance 

Mode of action
In short, FreshQ natural food cultures work by a 
combination of mechanisms that counter harm-
ful microorganisms in the dairy product, including
•  Eating their food: As good and bad bacteria 

compete for the same nutrients naturally pre-
sent in our food, the good bacteria can eat the 
food that bad bacteria live on – starving bad 
bacteria and wiping them out. 

•  Outnumbering them: Good and bad bacteria also 
compete for space – which means that good 
bacteria can outnumber and defeat bad bacteria. 

•  Fighting them: Like the coolest of troopers, 
good bacteria can produce natural organic 
compounds known as metabolites that attack 
bad microorganisms.

•  Sending signals: Good bacteria can even "signal" 
in cell-to-cell communication affecting or pre-
venting other species from spreading.

"We are very pleased with the second generation 
solution, which renders even stronger protection 
and offers better ability to maintain the desired 
product flavor. Now we have a better palette of 
antifungal cultures, and that gives access to more 
markets and new discussions with customers," con-
cludes Tina Hornbaek, who enjoys working in an 
area of such a high strategic focus to Chr. Hansen:

"It’s demanding – but also great fun and reward-
ing to work in Bioprotection, which is a strategic 
lighthouse in our overall Nature’s no. 1 strategy 
and highly prioritized by top management – you 
really understand how you contribute to the 
company’s goals every day!" she smiles.

30 000 strains

1 400 strains

38 strains

Final winners
12 strains

Great interest at FiE
Chr. Hansen
With new innovations, and current market 
trends & developments at the heart of the past 
FiE event, global biotechnology company 
Chr. Hansen took the opportunity to focus on 
its latest natural solutions, addressing some of 
the hottest topics and consumer trends as they 
asked: “Are you ready for your close up?” 

Chr. Hansen’s highly frequented booth 
showcased a ‘supermarket’ with a range of 
products containing natural ingredient solu-
tions. “FiE is an excellent platform to person-
ally speak to the different market players 
about the growing consumer wish for infor-
mation and their dietary needs,” said Thomas 
Reiner, Country Manager Germany, of Chr. 
Hansen. “Our goal is to develop need-based 
and innovative products and processes to-
gether with our business partners. With our 
supermarket concept we have been able to 
demonstrate how our natural ingredients can 
respond to these key consumer trends.”

Keeping food fresh and safe
Chr. Hansen demonstrated the broad spec-
trum of applications in which products such 
as its second generation FreshQ cultures for 
preserving dairy products can be used. 

“We were really excited to launch more 
than 10 new cultures,” said Peter Thoeysen, 
Marketing Director, Dairy Bioprotection. “The 
new 2nd generation FreshQ cultures are ap-
plicable and optimised to significantly more 
products and applications – in addition to yo-
ghurt, also fresh cheese, kefir, quark and nu-
merous other fermented milk products – and 
they have stronger protective properties that 
make them well-suited in regions where the 
cold chain is under pressure. These solutions 
offer an alternative to even more chemicals 
and artificial preservatives than the first gen-
eration, enabling us to help more customers 
go natural.”

FreshQ inhibits or postpones the growth of 
yeast and mold in the fresh dairy product. 
An externally validated study has shown that 
by extending shelf life, FreshQ can help re-
duce food waste. An extension of shelf life by 
seven days, which is a conservative estimate 
of the possible impact by FreshQ, would 
translate into a potential of reducing yoghurt 
waste by 30% in Europe.

Colors from natural sources
Through its supermarket concept, Chr. 
Hansen also showcased its wide range of 
color solutions. When it comes to clean 
label, colors sourced from nature is key to 
keeping the label, and the brand, on trend. 

“At FiE we launched the newest addition to 
our FruitMax coloring foods range – our oil 
soluble coloring foods,” explained Thomas 
Stolle, Regional Sales Director for Chr. 
Hansen Natural Colors, Germany. 

Chr. Hansen’s FruitMax products are clean 
label coloring ingredients, crafted from 
fruits and vegetables using gentle and tradi-
tional processing methods, but highly stand-
ardized for industrial applications.

“Our oil soluble range is targeting fat-
based applications like bakery, confection-
ery, ice cream and savory snacks. In our 
supermarket we were able to showcase this 
application range, as well as the range of 
shades available. In addition to these we 
presented a wide range of products on 
our shelves – from yoghurt and meat, to 
cake and ice cream – using a variety of 
Chr. Hansen’s colors and coloring foods. 
All products had consumer labels to show 
our customers how the color solutions ap-
pear on the label, ensuring our customers a 
choice that supports their brand.”

In addition to its new oil soluble coloring 
foods range, Chr. Hansen also launched 
four new colors for beverages – an exten-
sion of its CapColors and ColorFruit ranges. 

“With our patented encapsulation tech-
nique and state-of-the-art emulsion prod-
ucts, we are able to provide stable color so-
lutions with high resistance to heat treatment 
and light exposure,” said Jakob Dalmose 
Rasmussen, Global Marketing Director for 
Chr. Hansen Natural Colors. “At the same 
time, our range of solutions provides manu-
facturers a choice when it comes to cost and 
where on the journey to naturality they want 
their brand to be.”

Chr. Hansen’s presentation at FiE 2017 at-
tracted many visitors (photo: Chr. Hansen)
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Automated processed 
cheese line for China
KS plant produces 2 tons of sweet processed  
cheese preparations per hour

K
ARL SCHNELL GmbH (KS) has been a dairy processing equipment sup-
plier for 30 years, especially for processed cheese production. The 
family company supplies the market leaders worldwide with individual 
machines and complete lines in this segment and enjoys a preferred 

supplier status in with many companies. A new plant for the Chinese mar-
ket, which is of worldwide interest, was recently assembled in the KS plant 
in Creglingen. IDM International Dairy Magazine took a close look.

The fully automated plant for the production of processed cheese, with 
sweet and fruity additives, was ordered in November 2016 by an interna-
tional group based in France. This plant has now been installed in the Chinese 
factory. The FAT (Factory Acceptance Test) was carried out by the customer 
in September, after which the entire plant was shipped to China and installed 
by KS' staff, so that the SAT (Site Acceptance Test) can take place in February 
2018. This will be followed by operator training by KS technicians. 

KS believes that internal training of their people is crucial to their 
success and of their 250 employees up to 15% of them are trained 
specifically with equipment and process knowledge.

"We educate our own staff, because technical ‘know-how’ is our 
capital," explains Olivier Jonnette, head of the current China project.

A project time of 
about 1.25 years as in 
the present case is not 
unusual, some projects even 
last three years, explains Mr. 
Jonnette, because they often in-
volve building as well. 

Generally KS needs several weeks for the design and engineer-
ing for new projects as each project has different needs and re-
quirements for the different customers. This is when KS works very 
closely with the customer to make sure the customer gets the best 
value for their investment.

The KS engineers in Creglingen and Winterbach work with a very high 
level of vertical manufacturing and usually only electronic components 
(preferably from German manufacturers), drives and pumps are pur-
chased. This gives customers a true "Made in Germany" concept world-
wide. Many of the larger companies specify particular equipment to be 
integrated, or used, in the KS equipment for standardisation purposes, 
for instance, PLC, SCADA, pneumatics, motors, etc.

The line
The line in final assembly during IDM’s factory visit started with a 
lifting device for butter, cheddar and milk powder. These are fed 
manually into a 300-l loading wagon, which is lifted and tipped into 
a mixer. Liquid additions are automatically sequenced and compo-
nents can be added manually from a work platform. 

Olivier Jonnette (KS-France) manages the "China Project": All of our 
production lines are designed to meet customer requirements, lo-
cal conditions and final product characteristics (Photo: KS)
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Vitafoods Europe

Vitafoods Europe is the event where the global nutraceu-
tical supply chain gathers to create products that deliver 
optimal health, attracting 21,000+ senior decision-makers 
from 115+ countries. The show covers the four key indus-
try areas; Ingredients & Raw Materials, Branded Finished 
Products, Contract Manufacturing & Private Label and 
Services & Equipment.

For over 20 years, Vitafoods Europe has been connect-
ing visitors with global suppliers to help grow their busi-
ness. Speak with over 1,100 exhibitors and source 1,000’s 
of innovative products from ingredients, raw materials, 
dietary supplements, functional food & beverages and 
quality services & equipment providers. 

Register for FREE and find out more 
at www.vitafoods.eu.com

After mixing, the batch 
is put into a buffer tank from 
which it is dosed to a cooking ves-
sel. For this purpose, a KS Process Auto-
mat FV-175 type with 200 l capacity is used. 
In this process, the processed cheese base is heated to 85° C 
and homogenized to ensure that each batch meets the speci-
fications. The product is then taken through a continuous UHT 
heating process which can go to 145 °C. The UHT line is designed 
in two ways so that one line can be processing while the other 
is cleaned. After an expansion cooling to 90 °C, the product is 
placed in a creaming container with stirrer, in which the final tex-
ture is adjusted. KS can create the desired "cremation degree" 
based on its many years of experience in the production of pro-
cessed cheese. Before filling, further ingredients such as syrup, 
fruit preparation or aromas are added via a dosing station.

The plant was compactly built on a footprint of approx. 10 x 
20 m and runs fully automatic, with one operator required for 
monitoring. The throughput is designed for 2 tons/hr, which is a 
decent size for processed cheese production (KS also builds much 
larger installations: 20 tons/hr are not a rarity in the pet food in-
dustry). The system is built according to latest hygienic and safe-
ty standards and is completely PLC-controlled. This also provides 
the possibility for recipe control and connection to ERP systems.

Permanent contact
At KS, the respective project managers remain responsible for 
the ongoing support of their customers. They guarantee, for 
example, accessibility for assistance in helping with any related 
operation issues once the equipment is in production. Long-
term customers appreciate the fact that they have a perma-
nent contact at KS, who is familiar with their equipment and 
processes. In addition to this consultancy competence, it is the 
robustness of the KS machines and systems that KS repeatedly 
win customer orders – and this new Chinese line, for example, 
is an addition to existing equipment at the customer's premis-
es. KARL SCHNELL will present its equipment at Anuga FoodTec 
in Cologne, Germany.

At the time of IDM’s visit KS also had a process automat B25 
–1500 in the final assembly. The machine is an allrounder: a 
German customer from the delicatessen industry will produce 
1,200 recipes for sauces, dips, etc. with the machine (Photo: KS)

Creamy-sweet melted cheese 
preparations are nutritious and 

taste delicious (Photo: KS)
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Weber Cheese  
Innovation Days
Focus on new developments in precision,  
hygiene and capacity in cheese slicing and packaging

A
t the center of the Weber Cheese In-
novation Days from 14 to 16 November 
were some interesting line and machine 
concepts. These lines and pieces of 

equipment were shown in Weber‘s Breiden-
bach (Germany) plant. More than 200 experts 
from 22 countries informed themselves on 
site about the current state of technology 
for slicing and packaging of cheese. This was 
rounded off with an accompanying exhibi-
tion in which 16 renowned suppliers for the 
cheese industry participated.

Managing Director Tobias Weber empha-
sized that there are numerous possibilities 
for improvement especially in the field of 

Weber’s Cheese Innovation Days attracted over 200 representatives of cheese packag-
ing companies from 22 countries worldwide; the photo shows MD Tobias Weber during 
his introduction  to the event (photo: Weber)

slicing of cheese. Innovation usually follows 
the trade show dates, but this time Weber 
wanted to set a trade fair-independent 
counterpart with the Cheese Innovation 
Days and proof that the company relies on 
precision, hygiene and reliability, and has de-
veloped genuine innovations.

Complete line
The largest of the four exhibits was a com-
plete line for slicing, grouping and packag-
ing of cheese. It was designed exactly for 
the space available at the customer's place, 
which was made possible in particular by 
the Weber Shuttle System (WSS), which was 

introduced a few years ago. It uses trays 
with cheese slices for transport which are 
controlled individually moving on magnetic 
cushions. The line included three Weber Slic-
ers 804, three pickers and a fully integrated 
Weber/Schröder thermoforming packaging 
machine feeding a end-of-line Pulsotronic 
test facility. The latter consisted of a sepa-
rating device, weighing, a metal detector 
and optical control. The live demonstration 
was carried out with Tilsiter, Maasdammer 
and Gouda, packages were configured with 
2 slices of Tilsiter, a slice of Maasdammer and 
3 to 4 slices of Gouda. The performance of 
the line, which can process up to six cheeses, 
was 105 packs/minute, all operated from a 
central HMI. After the in-house exhibition, 
this line went to a customer in Europe.

Slicer 405
Weber also exhibited a slicer 405. This ma-
chine is particularly flexible and yet clearly 
structured. It can be equipped with circular 
or sickle blades as well as with an interleav-
er. The Slicer 405 is characterized by a very 
small footprint.

Textor
The Weber subsidiary Textor exhibited a TS 
700 slicer. In the demonstration, the cheese 
packers were able to convince themselves 
of the record-breaking short change over 
times. It all started with Gouda, while pro-
duction was later switched to smoked 
cheese in a matter of seconds. The machine 
equipped with a SmartLoader makes up to 
1,500 cuts/minute.
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Michaela van Leeuwen, PrintCheese, demon-
strated the 3D print of cheese (photo: IDM)

Slicer S6 in complete line
In addition to the described complete line 
was another complete line with the new 
slicer S6 being the star of the Cheese Inno-
vation Days. The start was made by an Elten 
cheese divider with robot technology (Stäu-
bli), in which the cheese bars were measured 
geometrically and positioned in exactly the 
appropriate distance for the following slic-
er. A X-ray scanner of cooperation partner 
Wipotec/OCS measured the wholes in the 
cheese bars. The bars then were conveyed 
into the four-lane slicer S6, in which each line 
guided the bars, as a novelty, above and be-
low by an independent drive. Four Vario grip-
pers with vacuum technology ensured good 
cutting performance and low giveaway. The 
four interleavers also worked entirely for 
their specific line. As a novelty, the Slicer S6 
can also complete stacks with residual slices, 
resulting in extremely thin end pieces. The 
machine uses a new knife with 550 mm ra-
dius, which weighs only 16 kg due to light-
weight construction. The "good production" 
is over 99.5%, the giveaway is a fabulous 
<0.1%. As the end pieces weigh only 100 g, 
according to Weber, a cost advantage of 
about one Euro per minute can be achieved 
by the  Slicer S6.

After the slicer, the slices of cheese settled 
on a newly designed compact buffer, only 3 
meters long, which brought them to a tray-
loader with two robotic pickers. Trays were 
molded on a VMAX from Schröder, which 
was also integrated into the line in a space-
saving manner. The pickers worked with a 4: 
3 trigger, which at 10 cycles ensure a perfor-

mance of 120 packs/min.. In the USA, Weber 
already has realized a capacity of 240 flow-
pack units/min with a 4:6 load.

The VMAX works with large reels, which re-
quires a reel change only every 6 – 7 hours. 
The film tension is ensured pneumatically, 
whereby the pneumatics are completely en-
closed. The film heating takes place in a sand-
wich design with complete enclosure, so that 
during cleaning no water can get on the film. 
The forms are changed over by a drive and 
windows on the underside of the machine 
permit easy fault detection by looking at the 
"innards". The machine condition is shown, 
like with the slicer S6, over a large area by 
colored lighting.

The overall line started with an infeed 
height of 900 mm, with the VMAX having an 
ergonomic working height of 850 mm.

Lecture program
Michaela van Leeuwen, Print Cheese, de-
scribed 3D printing of cheese. This can be 
used to produce personalized products, as 
well as to incorporate alternative ingredients, 
even medical active ingredients. The technol-
ogy offers complete freedom of design, it 
can flexibly enable decentralized production 
and deliver convenience goods. van Leeuwen 
had brought two food printers to demon-
trate the possibilities of 3D cheese printing  
with the Weber logo and letters.

Dr. Peter Muranyi, Fraunhofer Institute IVV, 
described how the shelf life of cheese can 
be extended by secondary plant extracts 
(thyme, oregano, rosemary, hops ...). With a 
coating of cheese surface (carrier is whey 

protein), such extracts may prevent mold 
and yeast growth and extend the shelf life.

Dr. Claudia Stancu, Leibnitz Institut Greifs-
wald, showed possibilities opened up by a 
plasma treatment. Plasma can be used to 
make surfaces antimicrobial or antiadhesive, 
which means direct benefits to hygiene. A 
plasma "polishing" can be made especially for 
tanks and pipelines. The behind-the-scenes 
projects are called Plasma4Food and Sur-
face4Food.

Several brand new cheese slicing and packaging lines were 
shown live at the Weber Cheese Innovation Days (photo: 
Weber)

At an accompanying exhibition at The Weber Cheese Innovation 
Days, 16 renowned suppliers for the cheese industry informed 
about their solutions (photo: Weber)
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Valves in the dairy industry
The right component for the right application

I
n his presentation to a special training event for cheese-making technolo-
gists in May 2017, Willi Wiedenmann, Evoguard GmbH, started off by enu-
merating the fundamental requirements for valves from the viewpoint of 
a line owner. These comprise an acceptable useful lifetime, sturdiness in 

the process environment, plus leak-proofing, design (rear-infiltration-proof 
seals), simple installation, stability (pressure surges, draining behaviour, mix-
proofing) and of course the costs.

These factors need to be considered when selecting a valve:
- operating pressures
- free cross-sectional areas
- maintenance characteristics
- operating costs. 

In addition, the stipulations laid down in the German Machinery and Pres-
sure Vessel Directives have to be met, added Willi Wiedenmann, and valves 
should always be certified as well. Milk processing companies should note in 
this context that EHEDG certificates issued before 2008 will lose their validity 
as from 2018.

Evoguard, a subsidiary of Krones AG, is a complete-range vendor, supply-
ing butterfly, seat and double-seat valves (also aseptic models with a metal 
bellows), plus valve racks based on these, tank safeguarding and cleaning sys-
tems, and also pumps. The design of the Evoguard components incorporates 
the multifaceted empirical feedback (not least the less favourable assess-

ments) from the components that for many long years had been outsourced. 
Optimisations in terms of sealing systems, actuators, housings, etc. created 
the foundations for automated processes of maximised dependability.

Valves for shut-off
Butterfly valves are used as affordable shut-off fittings in the product and 
CIP zones. The salient technical features of Evoguard’s butterfly valves are:
•  the minimised volume of the seal, which additionally features expansion 

grooves in order to compensate for the expansion of the volume when 
the temperature changes;

•  the lead-in chamfers for the disk, which enables it to be installed flush with 
the pipe diameter;

•  the partition line, which is located outside the product zone;
•  the seal material used, EPDM in accordance with FDA 21 CFR 177.2600. It 

conforms to the latest state of the art (alternatively HNBR, FKM and VMQ), 
plus the simple installation. The actuators are additionally designed to be 
maintenance-free for one million switching cycles.

Seat valves are also used for shutting off pipes. They have to meet stringent 
requirements: the product pressure can reach 22.7 bar.

Seat valves prevent pressure surges when they are closed against the di-
rection of flow. This is why special requirements also apply for the seals.

The salient technical features include an actuator assignment to suit the 
product pressure involved (6 bar, 10 bar, 22.7 bar) and a stem seal with a 
stripper function and safety geometry designed to prevent it from being 
pulled out. In order to avoid the pressure surges when the valve is closed in 
the direction of flow, the valve plate is fitted with a balancer.

The two-piece screwed-together valve plate features a metal stop, and an 
antitorsion system for simple installation of the seal. This results in a defined 
installation space for the seal, with dependable protection against rear infil-
tration and being pulled out. 

Valves for shut-off and isolation
Double-seat valves serve for dependable isolation of incompatible media. 
Requirements like resistance to pressure surges, no-leakage switchovers and 
cleaning of the leakage compartment all have to be met. Double-seat valves 
are available in a choice of variants, e.g. with valve plates that can be lifted (p
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upwards and down while the relevant pipes are being cleaned, and additionally 
in a rinsable version. Other variants include the double-seat tank outlet valve, 
the piggable double-seat valve, and the double-seat divert valve.

The salient technical features are
•  the actuator with its integrated cycling functions for fast cycle times and 

reduced compressed air consumption;
•  the valve plates fitted with balancers, which are proof against pressure 

surges of up to at least 45 bar;
•  the stem seals’ stripper function and a safety geometry design to prevent 

them from being pulled out.
•  The entire housing is in one piece, and has no dead space.
•  The same sealing rings are used for radial and axial sealing.

In the open position, the front is sealed directly in the product compartment. 
The two-part valve plate is bolted in place. This results in a defined installation 
space for the seal with protection against rear infiltration and being pulled out.

Valve racks are lastingly pressure-proofed or by agreement with the cli-
ent designed for an operating pressure of 10 bar. Stress situations due to 
expansions at different temperatures in the pipes are safely covered by the 
dimensioning program, which takes stationary temperature distribution and 
deformations into due account, for example, and computes the requisite 
compensators for safeguarding the valve rack.

Valves for aseptic shut-off
Aseptic seat valves are used for shutting off pipes in aseptic and sterile pro-
cesses. A hermetic seal using a metal bellows ensures that the product can-
not be contaminated from outside.

The salient technical features of these aseptic seat valves are the solid PN 
25 housing, the rotationally decoupled valve stem connection, and the ac-
tuator assignment to suit the product pressure involved of 6 bar or 10 bar. 
Integrated connections enable leakages to be removed and bellows to be 
monitored. The valve plate is either a two-piece design, then it is bolted in 

place and sealed with highly fluorinated EPDM/FKM material, or it is 
in one piece, in which case PTFE compound is the seal material used. 

The installation of a support element for the bellows to guide it 
during vibrations has significantly extended the useful lifetime. 
A stop prevents the pleats from being destroyed during dis-
mantling when the bellows is removed.

Aseptic double-seat valves are used for isolating incompatible 
media in aseptic and sterile processes. This is also assured by 

a hermetic seal featuring a metal bellows, thus precluding the possibility of 
product contamination from outside. The leakage compartment is cleaned 
via rinsing valves, or by using cycled valve plates. For the aseptic double-seat 
valve, Evoguard possesses a complete process concept.

Their salient technical features are the actuator with its integrated cycling 
functions and actuator assignment to suit the product pressure involved 
(6 bar or 10 bar). The aseptic double-seat valves possess connections for 
leakage removal and bellows monitoring, plus a rotationally decoupled valve 
stem connection. The inclined inlet valve ensures optimal cleaning of the leak-
age compartment through swirling, and protects the bellows against water 
hammers. Thanks to the solid housing, the support element installed in the 
bellows, analogously to the seat valve, and free cross-sectional areas, the 
stringent requirements are met and render the double-seat valve sturdy and 
easy to clean in the process line.

Care and maintenance
In the case of the actuator, clients’ requirements for maintenance-free de-
sign are met by a welded version, which renders the actuator maintenance-
free for one million switching cycles.

The product compartment should in the clients’ view be maintenance-
friendly, exhibit low weight of the valve inserts, assure long useful lifetimes, 
operate with a small number of seals, and eliminate hazards during main-
tenance, e.g. due to the risk of confusion or injury. All these requirements 
have been met by the Evoguard valves, e.g. by the one-piece housing, quick 
and easy seal replacement, the use of standard tools and elimination of the 
confusion risk when replacing seals in the product zone.

In addition, stringent safety standards have been complied with:
•  Design to meet the statutory requirements of the EU’s Machinery Direc-

tive 2006/42/EC
•  Design to meet the statutory requirements of the EU’s Pressure Equip-

ment Directive 2014/68/EU
•  Design review by the TÜV South Technical Inspectorate (pressure test, 

safety test, strength test)

All components are subject to batch tracking, documented by a matrix code 
or a multi-digit number. The traceability of the parts installed using this matrix 
code ensures maximised dependability. The matrix code can also be used to ret-
rospectively issue a certificate (3.1) for pressurised components, even welded 
in the line. The high quality of Evoguard’s valve range is assured by the “Made in 
Germany” attribute underpinned by the quality assurance systems employed.

Evoguard GmbH, a subsidiary of Krones AG, is a complete-range 
vendor, supplying valves and pumps. (photo: Evoguard)

Double-seat valves serve for dependable isolation of incompatible 
media (photo: Evoguard)

Aseptic seat valves are used for shutting off pipes in 
aseptic and sterile processes. A hermetic seal using a 

metal bellows ensures that the product cannot be 
contaminated from outside (photo: Evoguard)
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Cheese packaging  
in immense complexity
Vandersterre produces over 5,000 items

V
andersterre Holland has long established 
itself in the market with the premium 
cheese brands Prima Donna and Landana. 
In addition, the company is also active in 

the cheese packaging sector, with an immense 
variety of products and packaging. IDM visited 
Grootebroek, Vandersterre’s central packag-
ing plant built just a few years ago.

"With our own brands, we are mainly active in 
the segment of high-quality premium cheeses 
and cheese specialties. In the 88 years of our 
existence, we have gained extensive experi-
ence in the preparation of cheese and have 
established ourselves as a sought-after, flex-
ible service provider for cheese packaging," 
explains René Buijtenhuis, Marketing Manager 
International at Vandersterre Holland.

Own brands
The Vandersterre cheese specialties are sold 
at 60% in the Netherlands. Here, Vanderst-
erre serves the various market segments 
such as Retail & Foodservice, specialist 
cheese  shops and the weekly markets, with 
its own and customer-specific brands and 

concepts. Vandersterre has been a market 
leader for several years in this segment.

The international Vandersterre brands Prima 
Donna and Landana are exported to 70 countries 
worldwide, with Germany, Belgium, Denmark, the 
USA and Brazil forming a special focus. Landana 
and Prima Donna are strictly manufactured and 
matured according to company's own recipes. 
Various specialties are also produced in the farm 
dairy at the Kaamps farm in Deurningen, where 
Vandersterre, together with the Nijland family 
of Kaamps, organizes the production of cheese 
from the milk of the 200 farmyard cows.

Owned by three entrepreneurs, Vanderst-
erre Groep manages sales, marketing and sales 
through the subsidiary Vandersterre Holland in 
Bodegraven, while packaging takes place in the 
North-Dutch Grootebroek. Here, 160 people 
work exclusively in the packaging of cheese. The 
plant has 7,500 m² of production and storage 

space and operates 12 high-performance lines 
for portioning, slicing and packaging of cheese. 
In an adjoining, specially designed room are three 
further lines for automatic or manual labelling of 
packaged specialties and semi-finished products.

Prima Donna and Landana
The famous Prima Donna and Landana cheese 
brands are ripened by Vandersterre in a newly 
built warehouse in Meerkerk. Vandersterre ma-
tures its cheese not so much on time, but on 
taste, which is especially the case for Prima Don-
na, which according to Mr. Buijtenhuis combines 
"the best of two worlds": Dutch cheese art with 
Italian flavor. Landana, on the other hand, is a 
more traditional Dutch semi-hard cheese, which 
is produced in the enormous number of over 25 
varieties, while Prima Donna is produced in four 
varieties (light and three ripening stages).

From the ripening in Meerkerk, the Prima 

12 ultra-modern lines are working in Vandersterre’s main packing center in Groote-
broek (photo: IDM)

The packaging line operators receive ex-
act instructions on how the product or 
its packaging should look like (photo: IDM)
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Donna and Landana as well as the cheeses of 
the farmhouse cheesemaker Kaamps are trans-
ported to Grootebroek. Apart from quantity 
and quality, care is also taken to ensure that the 
products reach the plant just-in-time. Accord-
ing to Plant Manager Ruud Overmars, only small 
stocks are kept for a few days and for very slow 
rotations up to a maximum of one and a half 
weeks, in order to process the cheese as freshly 
as possible. In addition, customers are allowed to 
differentiate themselves over the taste of their 
own product, e.g. by ordering six, seven or eight 
weeks old sliced cheese.

500 food and 1,000  
non-food items
Working in Grootebroek is flexible with a 40 to 
80 hour week in two shifts, six days a week. An 
HR manager is responsible for implementing 
this flexibility in individual working hours for all 
production employees. It is much more com-
plex, however, in the actual cheese packag-
ing. The plant is constantly working with 400 
to 500 raw materials, i.e. cheese varieties and 
their portion sizes or cuts made from them. In 

addition, there are more than 1,000 packaging 
and label positions. The number of item posi-
tions produced easily exceeds 5,000 SKUs.

In order to cope with such complexity, Van-
dersterre installed the ERP "Reflex" a few 
years ago. The data collected from the orders 
of customers and own sales dept. are pro-
cessed in Grootebroek by a seven-man team 
into production orders. Here, whole new com-
binations of cheese and packaging – often 20 
to 30 per week – are constantly being put into 
production orders. Production planning is then 
carried out, whereby fine planning takes place 
relatively shortly before the start of an order 
to achieve even more flexibility. The lead-time 
is only a day for all urgent orders. The batch-
es are usually very small, orders of 5 to 100 
loaves are more the rule than the exception.

Manual derinding
About half of the processed cheeses are der-
inded at Vandersterre. This is done exclusively 
by hand, as this results in significantly better 
quality and less product loss. In addition, a visual 
check of each cheese is always performed with 
manual processing. To make the cheese slicing 
easier, the cheeses are tempered in warm or 
cold boxes according to their age before enter-
ing the processing dept.

The 12 portioning, slicing and packaging 
lines together process around 500 produc-
tion orders per day. This implies that there 
are almost constant conversions. In the case 
of  higher volumes, there are about three line 
conversions per shift, with small series it can 
be up to 30 or more conversions. In order not 
get  into a chaos, Vandersterre can also pro-
duce neutral packaging, which can be individ-
ually labelled in a separate space according to 
the customer's requirements The customer 

The cheese at Vandersterre is derinded 
exclusively by hand by specially trained 
staff (photo: IDM)

Vandersterre uses both specialized and 
highly flexible cutting and packaging 
lines in the packing plant in Grootebroek 
(photo: IDM)

Upon entry in the plant, each batch of 
cheese gets a label, which accompanies it 
through the entire packing process right 
up to delivery (photo: IDM)

Plant Manager Ruud Overmars: The num-
ber of items produced by us in Groote-
broek comes to over 5,000, and this only 
applies to the ‘normal’ range of cheese 
that we package (photo: IDM)

René Buijtenhuis, Marketing Manager Inter-
national at Vandersterre Holland: With our 
own brands, we are mainly active in the 
segment of high-quality premium cheeses 
and cheese specialties (photo: IDM)

benefits from the fact that the company al-
ways keeps some 600 semi-finished products 
available for individualisation.

Vandersterre packs a very large assortment 
of cheeses, including "farm cheese" made from 
raw milk, organic, halal, kosher, as well as sheep 
and goat's cheese. Cheese from cow's milk, how-
ever, is by far the largest part of the portfolio.

The machine park in Grootebroek is highly 
modern. For example, slicers from GEA or We-
ber, cutters from ALPMA (SC 80/5 S) as well as 
machines from ULMA (Nevada), Cryovac or Hen-
driks (Beta 531) are in operation. All packaged 
products enter the packaging area separated by 
a wall, whereby a foreign body test is carried out.

At the time when the question about the loca-
tion of a much needed new packaging unit was 
being asked a few years ago, the Vandersterre 
bosses were prudent and pragmatic. Instead of 
concentrating all activities e.g. in Bodegraven, 
they realized that they had an experienced 
team at the site of the old factory in Groot-
ebroek. In such complex processes as cheese 
packaging, expertise and team spirit are the 
most important factors of success!
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Dairy contributes to safeguarding environmental resources, 
providing healthy nutrition and ensuring its economic per
formance as well as its unique circularity and sustainability.

The European dairy sector is continuously working on improving its long-term environ-
mental, economic and social sustainability. The key to these efforts will be to align with 
the UN Sustainable Development Goals (SDGs): 17 goals to bring the world onto a sustain-
able and resilient path. The dairy sector is facing challenges related to its use of natural 
resources and the impacts that are generated because of dairy production. Therefore, 
the dairy industry is committed to sustainability maintenance in its full complexity – 
economic, environmental and social.

Author: Alexander Anton, EDA secretary general

F
rom an environmental point of view, 
when using pasture land to feed dairy 
cows, growing crops on changed pieces 
of land and refeeding the land with ani-

mal’s dejection, while keeping animals as a 
long-term stock of nutrients, the dairy sec-
tor builds on the knowledge of humankind. 
Dairy cows have a unique ability to transform 
non-edible feed stock into the most nutri-
tious protein that humans can eat.

The dairy sector plays a key role in re-
versing land degradation, restoration of 
grasslands and carbon sequestration in 

soils1. Additionally, cows reside on land that 
cannot be used for other types of agricul-
ture, meaning they help maintain a land-
scape that would otherwise be inefficient 
for food production. Dairying plays a vital 
role in enhancing and protecting biodiver-
sity across the EU. Dairying also plays a land 
management role which allows biodiversity 
to prosper. Farming different species of 
dairy livestock (cows, sheep, goats…) helps 
preserving animal biodiversity. They also 
grant land preservation and revitalise land-
scapes. Efficient grazing of cow herds not 

only keep plants growing, it also contrib-
utes to the restoration of grasslands and 
lands quality. Sheep and goats can keep 
a green cover where nothing else would 
grow (dykes, mountains or arid areas). Eu-
ropean dairy farms are also compliant with 
the EU Birds and Habitats Directives, as 
well as taking part in Agri-Environmental 
Schemes that have hugely positive effects 
on biodiversity. 

Agricultural practices and in particular 
emissions from livestock have been the 
subject of contributing to global GHG 
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emissions for many years. However, re-
cent figures showed that dairy livestock 
represents 4% of the global GHG emis-
sions if we associate the processing, 
transportation and meat production to 
milk production emission. However, the 
overall contribution of milk production 
and transportation represents only 2.7% 
of GHG global emissions. Permanent grass-
land already keeps carbon in places where 
nothing else could grow, while providing 
efficiently truly essential nutrients.

As an example for carbon sequestration 
in dairy, a French study2 shows that carbon 
sequestration could compensate up to 40% 
of dairy livestock’s GHG emissions, depend-
ing on the feeding method. One hectare of 
permanent grassland could be calculated to 
stock an average of 570 kg of CO

2
 a year (de-

pending on land management practices).  
Another way dairy can improve its sustain-

ability is through the reutilisation of water 
in the dairy process. This efficiently reduc-
es the need of drawing water from exter-
nal sources and minimizes the discharge of 
waste water into water bodies.

The dairy industry is also a provider of 
natural energy. The technical University of 
Denmark experienced the benefits of biogas 
production and published a report in 20143. 
By placing the manure in so-called digesters, 
valuable biogas is gained, which in turn can 
be used for benefiting from ‘clean’ energy. 
This in addition helps reducing the manure-
related emissions at farm level.

And, today more than ever, the dairy sec-
tor contributes to societal sustainability as 
well by participating to ending poverty in ru-
ral communities as nearly one billion people 
earn their livelihood from dairy4. It has also 
an important role to end hunger, achieve 
food security and improve the nutritional 
value of diets in a sustainable manner. 

Dairy products contribute to good health 
and well-being at all stages of life. Its nu-
trient-rich blend of macro- and micronutri-
ents ensures a nourished and healthy popu-
lation5. Dairy has been linked to protection 
against non-communicable diseases. Dairy 
helps ensuring an inclusive, equitable qual-
ity education and lifelong learning. Its pro-
duction provides incomes that can support 
education and its nutrients promote stu-
dents’ performance.

Despite the current urban growth, the 
dairy sector contributes to the maintenance 
of safe, resilient and sustainable rural areas. 
Dairy cattle is a popular asset in rural areas 

because it supports livelihoods6,7: it repre-
sents a regular source of food (dairy prod-
ucts) and income that can be obtained from 
the sales of dairy products or the whole 
animal, and it can even be used as collateral 
for loans. Dairy cattle also generates dung, a 
valuable fertiliser, fuel and construction ma-
terial that can also be marketed .

Therefore, health and welfare of dairy 
cows is at the centre of any dairy farmer’s 
attention, as healthy animals are vital for the 
production of dairy. Tremendous progress 
has been made with regards to dairy cow 
welfare. European dairy fully supports the 
World Organisation for Animal Health (OIE) 
standards and the dairy sector is fully com-
mitted to continue its efforts on this matter. 
Basically, all dairies in Europe, cooperatives 
or private companies – in cooperation with 
their milk suppliers – have established their 
own specifications that accompany several 
other schemes (National Dairy Farm Assur-
ance Scheme, Code of Welfare, Action Joh-
ne’s Initiative in 2015, etc.) along with strict 
European directives and regulations. 

One very specific characteristic of our 
dairy sector in Europe is the family farm 
model, our sector is based on. Those farms 
keep generations together living in the 
countryside, maintaining a rural popula-
tion in a world where it is more and more 
common to live in urban areas. They also 
encourage young people to get involved in 
rural life, strengthening the socio-econom-
ic features of the countryside.

With regards to the economic data, milk is 
the most important agricultural sector in Eu-
rope and present in all member states of the 
European Union. The dairy sector contributes 
with more than €10 billion annually to the EU 
trade balance surplus and milk processing is 
a key European industry with 300.000 direct 
employees and with 5 out of the global top 
ten dairies headquartered in Europe.

Our sector will continue to experience 
economic growth producing a big develop-

ment payoff for people’s livelihoods, en-
vironment and public health while making 
progress on our journey to improve our 
sustainability.

Our EDA Annual Convention in Dublin, on 
15-16 November 2018, under the overall 
theme 'A Green Future for European Dairy', 
will be another milestone on this journey 
(www.eda2018.eu).
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Software

Flottweg SE
Industriestraße 6-8
84137 Vilsbiburg, Germany
Phone: +49 8741 301 0
Fax: +49 8741 301 300
Email: mail@flottweg.com
Web: www.flottweg.com

The business IT solution for your entire enterprise

CSB-System AG
An Fürthenrode 9-15
52511 Geilenkirchen, Germany
Phone: +49 2451 625-0
Fax: +49 2451 625-291
Email: info@csb.com
Web: www.csb.com
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SeparationIngredients

Chr. Hansen GmbH
Große Drakenburger Str. 93-97
31582 Nienburg, Germany 
Phone: +49 (0) 5021 963 0
Fax: +49 (0) 5021 963 109
Email: decontact@chr-hansen.com
Web: www.chr-hansen.com 

Lekkerkerker Dairy & Food Equipment
Handelsweg 2
3411 NZ Lopik, the Netherlands
Phone: +31-348-5580 80
Fax: +31-348-5548 94
Email: info@lekkerkerker.nl
Web: www.lekkerkerker.nl

Reconditioned dairy equipment

Cheese technology

ALPMA Alpenland Maschinenbau GmbH
Alpenstrasse 39 – 43

83543 Rott am Inn, Germany

Phone: +49 (0)8039 401 0

Fax: +49 (0)8039 401 396

Email: contact@alpma.de

Web: www.alpma.de 

Cheese cutting machines

holac Maschinenbau GmbH
Am Rotbühl 5

89564 Nattheim, Germany

Phone: +49 (0)7321 964 50

Fax: +49 (0)7321 964 55 0

Email: info@holac.de
Web: www.holac.de 

TREIF Maschinenbau GmbH
Toni-Reifenhäuser-Str. 1
57641 Oberlahr, Germany

Phone: +49 (0)26 85/944-0
Fax: +49 (0)26 85/1025
Email: info@treif.com
Web: www.treif.com
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