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SErvICE  

Technology for trust – can there re-
ally be such a thing? Trust occurs on 
a human, emotional level. Certainly 
technology cannot replace direct and 
personal contact with you, our custo- 
mers. But new technologies and services 
can and should further strengthen trust in 
good business relationships.

A new service technology recent-
ly introduced by Optima Consumer is 
an example of ensuring confidence in  
maximum machine availability. It aims to 
reduce unexpected machine downtimes 
to a minimum. Whether the causes are 
technical or can be traced back to an oper-
ating error, online diagnostics ensure that 
the odds that your system will be up and 
running again within a very short time are 
very good. Experts can simulate faults on 
old and current control systems and sub-
sequently correct them in Optima's new-
ly established laboratory. In most cases, 
faults are remedied quickly this way and 
without the need for a costly visit from a 
service technician (p. 30). 

Our Optima Nonwovens colleagues 
have also developed a new, confi-
dence-building technology in the form 
of an automatic diagnostics system that 
detects the impending failure of machine 
components at an early stage. This ensures 
the part in question can be replaced in a 
timely manner. A pleasant side effect is 
that the components are used effectively  
and are not replaced as a preventive mea-
sure (p. 7).  

These technologies ensure that cus-
tomers remain on the safe side in the long 
term. 

Trust results not only from excellent 
service, but also from quality. This can 
also be the case for used machines. This 
was the case for Dutch coffee capsule  

manufacturer Euro Caps. 
Euro Caps quickly estab-
lished itself as the most 
significant specialist for 
contract manufacturing of 
coffee serving-size packages. 
Its first system was a second- 
hand OPTIMA machine. The 
newest system features an 
inline cartoning process for 
high-performance applica-
tions – a new phenomenon 
(page 22). 

May we introduce you 
to Karla? She and her hair, 
which is dyed bright blue, 
are already enjoying the benefits of  
Industry 4.0 thanks to a new transport  
system for especially flexible processing of 
cosmetics or other products as necessary 
(p.10).

 Behind this development is a strong 
partner in Siemens and a level of coopera-
tion that inspires confidence. 

We hope you enjoy your read.

Martin Sauter, Managing Director 
OPTIMA consumer GmbH
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about the Dr. Wolff cover story: 
There are many reasons why small lot sizes 
are becoming more important than ever 
for the industry. Optima provides solutions 
in the area of automated packaging for 
highly flexible processes. The design of 
these solutions can be seen in the example 
of Dr. Kurt Wolff, a cosmetics manufacturer 
based in Bielefeld, Germany.
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inTerview

ENGINEErING 3.0: NEW APPrOACHES TO MECHATrONICS

editorial staff: Dr. Pfeifer, what where 
the main reasons for implementing Engi-
neering 3.0?

 
Dr. georg pfeifer: It was clear that we 

had to move away from the sequential 
operating principle of the past. Some-
times software was not developed until 
machines were nearly completed in the 
assembly halls. When errors occurred, it 
wasn't unusual for them to be remedied 
at the customer's facility during the instal-
lation phase. Today, the mechanical, elec-
trical and software disciplines in a project 
run nearly in parallel. This was a major 
reason for initiating the new Engineering 
Process 3.0. 

editorial staff: What is the current sta-
tus?

Dr. georg pfeifer: It is an ongoing 
process. Initially, for example, we only 
made Engineering 3.0 simulations man-
datory for new developments. But the im-
provements we were able to achieve with 
the simulations were so dramatic that we 
now apply them to upgrade kits as well. 
The level of system maturity here was al-
ready very high. The additional cost for 

simulations of 100 upgrade kits, however, 
is marginal – and if a fault went unnoticed 
until it was too late, because of the large 
scale, it would have serious effects on the 
kits. We use Engineering 3.0 more today 
than we originally thought we would. 

Many, but not all, of our master mod-
ules have already been simulated. This 
is a process that cannot be implement-
ed at the touch of a button. Though this 
endeavor is time consuming, it is always 
worthwhile, because we use our master 

modules repeatedly in projects. New mas-
ter modules often result from modifying 
them. These new modules are then also 
simulated. 

editorial staff: Does this mean that 
simulations can also be modularly con-
structed?

Dr. georg pfeifer: Yes. We have com-
ponents and variants we can combine for 
special requirements here. This produces 
new machines, which means we don't al-
ways have to create new modules. 

editorial staff: What are the three 
most important goals of Engineering 3.0?

Dr. georg pfeifer: Firstly, we want to 
make the operation of our machines more 
robust for our customers on site from day 
one. We will achieve this by identifying 
possible faults at an early stage. Second-
ly, we want to decrease the throughput 
times at our facilities. This contributes 
to efficiency. Thirdly, as previously men-
tioned, we want to place the software 
process and engineering on the same lev-
el of importance as the mechanical and 
electrical systems. At the same time, the 

whaT Produces qualiTy?
Technical creativity and years of experience alone are 
not enough. State-of-the-art mechanical engineering is 
too complex for this. For this reason, Optima Nonwovens 
introduced Engineering 3.0 as a method and organizational 
principle about two years ago. Dr. Georg Pfeifer, Managing 
Director of Optima Nonwovens, offers insights and outlooks.

amount of software in the project contin-
ues to grow dramatically. The interaction 
is becoming increasingly important in 
mechatronics. However, in the manner it 
was integrated earlier, the software was a 
sort of second-class citizen. 

editorial staff: How did the introduc-
tion of Engineering 3.0 go in the organiza-
tion and how is it going now?

Dr. georg pfeifer: If it were easy, 
it would not be an extensive change. 
These types of changes generally require 
a method to be able to introduce them. 
In particular, if a change leaves individu-
al employees not personally feeling any 
direct improvement, it may nonetheless 
improves the entire process. For example, 
mechanical engineers are now asked to 

define parameters such as slider lengths, 
sensor positions, etc. very early in the pro-
cess. These are foundations to make sure 
that the software engineer can also start 
simultaneously. So that more mutual un-
derstanding develops here, we now com-
municate more often and more intensive-
ly. There are also helpful methods for this, 
such as scrum. 

editorial staff: How do you see Op-
tima's position here compared to other 
companies?

Dr. georg pfeifer: Even if we are still 
in the middle of the implementation 
phase, I can still say that we are very far 
towards the front. There are likely only a 
few companies that are further along in 
this process than we are. I see us in the 

upper twenty percent. Just last week, 
we had a visit from representatives of a 
company that has approximately 20,000 
employees, and is among the top 3 in its 
field. The entire top management wanted 
to know how we modularize and how our 
process sequences here look. Companies 
are visiting our facilities more frequently, 
including model companies from the Ger-
man mechanical and systems engineering 
sectors. These types of visits always in-
clude valuable interaction and exchange 
of information.

editorial staff: How do customers as-
sess measures such as Engineering 3.0?

Dr. georg pfeifer: Our customers ex-
pect a state-of-the-art development envi-
ronment. We also see this as a competitive 

elecTrOnicS

engineering 3.0
OrGANIzED MECHATrONICS

mechanical infOrmaTiOn

Dr. Georg Pfeifer, Managing Director
OPTIMA nonwovens GmbH

Maybe in 15 years, fine tuning on the 
machine will be carried out by the ma-
chine itself, by us at the central office 
or from any other location in the world."
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inTerview

advantage. For example, some customers 
who require FMEA (Failure Mode and Ef-
fects Analysis). Without this type of pro-
cess, there would be no project. FMEA is 
also part of Engineering 3.0. 

But we too place requirements on our 
customers in the processes. For example, 
changes can now only be made using a 
Change request. This means we commu-
nicate the influence on the cost, the proj-
ect lead time and how this change affects 
performance. This is then authorized by 
the customer in writing. This used to be 
done by telephone. Now, both sides can 
control what happens in the project. In 
our experience, these types of processes 
are seen positively by all sides.  

editorial staff: Is there still potential 
for further improvements in Engineering 
3.0?

Dr. georg pfeifer: Always. In the simu-
lations, we are now running "Hardware in 
the Loop". This is labor-intensive, because 
the control cabinet is built as it will be lat-
er in the machine. This is used to activate 

electric hardware and I can see whether a 
motor is running or not. Today, comput-
ing power in the simulation is a challenge. 
Because everything running in terms 
of hardware in the machine has to be 
mapped using software. At the simulation 
speed, there is currently still a limit that re-
stricts the mapping of the real processes. 

An additional step is the "Software in 
the Loop" simulation method, which in-
volves the complete simulation as a vir-
tual environment in the computer. Thus, 
a computer simulates the control system 
in the control cabinet. The disadvantage is 
that you no longer see everything, which 
has a negative influence on the feeling for 
the simulation, particularly for mechanics. 
However, for each Engineering 3.0 step, 
we know at least one stage beyond the 
current status, giving us an idea of how 
this can look in two to five years. Maybe in 
15 years, fine tuning on the machine will 
be carried out by the machine itself, by us 
at the central office or from any other lo-
cation in the world. These are the goals we 
will achieve using Engineering 3.0. 

exacT DeScripTiOn Of  
funcTiOn mODuleS

(electrical, mechanical and  
software-related)

fmea
(Failure Mode and Effect Analysis)

Scrum

SimulaTiOn

virTual 
cOmmiSSiOning  

viSually prepareD 
inSTallaTiOn inSTrucTiOnS 

mODular 
DOcumenTaTiOn 

marKeT reSearch
(technical requirements 

and target costing)

engineering 3.0 
IMPOrTANT 

COMPONENTS 
AND PrOCESSES 

TCAP – what we call condition moni-
toring at Optima. This is the next step in 
the evolution of service – service in the 
age of Industry 4.0. State-of-the-art pack-
aging machines contain various sensors. 
These can be used and expanded in a tar-
geted manner for condition monitoring. 
Using algorithms, the data is translated 
into meaningful diagnostics. These diag-

nostics define the service requirement of 
a system.

Optima Nonwovens provides TCAP 
(Total Condition Assessment Package) in 
three expansion stages: "Basic", "Economy" 
and "Enhanced". These differ in terms of 
complexity and diagnostics level, as well 
as in regards to cost. vibration sensors, 
temperature sensors and other sensor 

types are used which are integrated into 
the overall system. Algorithms such as the 
Fast Fourier Transformation (FFT) are used 
to evaluate the signals. This makes it pos-
sible to make statements about the wear 
of a ball bearing or a cylinder. At another 
point, in turn, pressures or times are de-
tected and evaluated. 

TCAP – MACHINE STATUS IN rEAL TIME

PrevenTion is good, 
condiTion moniToring is beTTer

Condition monitoring is the opposite of a standstill.  
And this is not only in terms of technical progress. Condition 
monitoring ensures that systems run. Because time does not  
stand still, even in the service phase. 

Irregularities in the machine? 

The sensors detect and report this at an early stage.

focus: Technology
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The machine efficiency is 
increased

Using the existing database, you can 
now already make extremely precise 
statements about the machine condition. 
The system itself and Optima engineers 
continuously monitor the trend of the 
limit values and other values. The experts 
also check the plausibility of the trend and 
adapt algorithms if necessary – without 
stopping the system. During on-site main-
tenance, the Optima service technicians 
compare the detected state of the indi-
vidual components with the state defined 
using sensors. 

Thus, the system continues to be re-
fined in a feedback loop to depict and 
track the long-term trend of the condi-
tion of the components. Limit values for 
imminent faults are determined with in-
creasing accuracy and the parameters are 
adapted, if necessary. In this way, required 

maintenance steps can be forecast earlier 
and more reliably all the time. 

Comparisons that the user makes be-
tween systems of the identical type in-
stalled at its facility are a first for mechan-
ical engineering. Temperatures, vibrations 
and more are also evaluated for this; these 
can now also be synchronized using the 
values of other systems. This allows poten-
tial deviations to be identified even more 
quickly. This function can be used to gain 
more in-depth insight into the machine 
condition. 

nexT sTeP: 
connecTion To The erP sysTem

To continue simplifying the ordering 
of spare parts, a direct connection of the 
spare parts identification numbers to ErP 
systems will be set up in the near future. 
The step from the automated error diag-
nosis using condition monitoring to an 

automated ordering process of required 
spare parts is now no longer distant – and 
this order will be placed in a timely man-
ner before an unplanned system down-
time. 

The goals – TcaP
TCAP stands for "Total condition 
assessment package" and…

- reduces the number of unplanned 
  machine downtime incidents
- increases line efficiency
- increases efficiency in maintenance 
- reduces the required time to
  perform maintenance  
- reduces the costs for spare parts 
   by using them until just before the end  
   of their life cycle and no longer replac- 
  ing them preventively 

This is Tcam – 
an overview

TCAM stands for Total Care Asset 
Management. This comprehensive term 
includes all new, digital-based service 
offerings. TCAM aims to increase system 
efficiency and, at the same time, reduce 
production costs. Components include 
TCAT (Total Care Asset Tool) and TCAP (To-
tal Condition Assessment Package). TCAT 
was introduced in the previous edition of 
o-com. 

There has been an overwhelming re-
sponse to TCAM. There is the option to 
only choose Condition Monitoring or to 
purchase the entire package including all 
TCAT information tools (with maintenance 
plans and reports). 

TcaT, The digiTal 
informaTion Tool:

TCAT stands for Total Care Asset Tool 
and enables:

- Quick location of searched-for 
   components
- Three-dimensional and interactive 
   visualization
- Unique identification, 
   for example, for orders
- A great deal of information at a click:  
  Interactive links to mechanical,  
  pneumatic and electronic systems 
  and maintenance plans  

fokus: Technik

TcaP, conTinuous moniToring 
of The machine condiTion

TCAP, the Total Condition Assessment 
Package, is also an important 
component of TCAM. It enables:

- Protection from unplanned machine  
  downtimes, automatic warning
- Maintenance calls and spare parts 
   only if needed
- Proactive maintenance tasks and  
  spare part ordering 

All information at a glance… …and the packaging processes are under control in an automated manner.

focus: Technology
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SMALL LOT SIzES: HIGHLY FLExIBLE AND vErY COST-EFFICIENT

can be

Individual requests in mass production 
(commonly referred to as mass custom-
ization) is one of the three central topics 
of the Siemens campaign. Not only is the 
technical feasibility the question here, but 
also how much it costs to implement. In a 
manner of speaking: Can the flexibility of 
a Smart car in the city and the speed and 
efficiency of an ICE train in the country be 
merged in systems technology?

A figurative comparison that summa-
rizes the project requirements of Bielefeld, 
Germany-based cosmetics manufacturer 
Dr. Kurt Wolff very well. The medium-sized 
cosmetics manufacturer's products in-
clude Alpecin and Plantur-brand sham-
poo. This includes special shampoo for 
gray hair, balding, younger and older tar-
get groups and many additional types. 
And, finally, each export market requires 
specific labels. Therefore, there is an im-

mense variety of products for the already 
relatively small lot sizes of a medium-sized 
company.

A solution for this was initially found 
indirectly, reports Walter Bergen (acting 
operations manager at Dr. Kurt Wolff ). 
Originally, the company modified the 
systems itself and adapted them to the 
requirements. They found out that these 
machines were flexible, but slow and dif-
ficult to equip. For product and format 
changes, mechanics grabbed tools them-
selves and adapted the components. And 
this required specialists. 

The cosmetics company then commis-
sioned an engineering office with a bid 
invitation. This is how contact was estab-
lished with Optima – 450 kilometers south 
of Bielefeld. The Schwäbisch Hall-based 
company has been working meticulously 
with Siemens and Festo simultaneously 

on a new flexible transportation solution. 
A perfect constellation: Dr. Kurt Wolff ac-
companied the new development in the 
pilot project up to series production.

on TargeT: 
markeT lead increased 

Dr. Kurt Wolff looks well equipped for 
the future, for even smaller batch sizes 
and more customized products as well. 
All parameters that lead to these products 
can be configured specifically. Calcula-
tions have also shown that the new sys-
tem works much more economically than 
conventional methods.    

The result of this joint development 
has been in operation since October 2015. 

Karla, a funky and adventurous urbanite, is featured in the new global 
Siemens campaign "Ingenuity for Life". Karla's requests are just as 
unusual. They can be met with the highly-flexible, fast packaging line 
shown in this advertising motif. Optima implemented them for the 
cosmetics company Dr. Kurt Wolff. The Siemens Multi-Carrier System 
(MCS) is used for the first time.

The MCS (multi-carrier system) trans-
port system, the modular concept from 
OPTIMA MODULINE and the combined 
cartoner and labeler OPTIMA CMF com-
plement each other ideally. The systems 
work "hand in hand" to produce five 
shampoo formats. Four additional for-
mats have already been configured. New 
formats are probable," says Walter Bergen; 
the cosmetics manufacturer expands to 
additional countries.

shamPoos on The raceTrack  
Two Delta robots detect the position 

of the shampoo bottles conveyed via the 
belts. Wear-free suction devices are used 
by each robot arm to pick up the scanned 
bottles and place them into pucks. The 

pucks are connected to the MCS transport 
carriage magnetically. The bottles remain 
in the pucks during the entire processing 
phase. 

This is how the containers, linked to-
gether in groups of ten, reach the ten-lane 
dosing station. Currently, Dr. Kurt Wolff 
runs filling quantities of 50 to 200 ml. The 
carriers slow down significantly under the 
dosing needles without colliding with 
each other. Now, the movement runs syn-
chronously to the dosing system's moving 
filling needles. Depending on the prod-
uct, sub-surface filling is used here. After 
dosing, a drip bar moves under the dosing 
needles to catch any drips from products 
with a low surface tension. 

The two-lane closing machine grips 

the screw caps, places them onto the bot-
tles during the pick-and-place process and 
pre-screws them. A two-lane retightening 
process with a defined torque follows a 
presence check. 

Labels communicate the variety of 
product variants and, of course, do so in all 
languages. The processed label types dif-
fer because Dr. Kurt Wolff uses both round 
bottles and combinations of round/angu-
lar shapes. Labels called press-on labels 
are applied by two press-on machines 
after positioning. The carriers stop briefly 
during this process. These stations are in-
active for wrap-around labels. The bottles 
offset in rotation receive their label while 
passing through. For both label types, the 
batch number is also printed. The carriers 

karla is noT The only one  
exciTed abouT This 

siemens.com/ingenuityforlife

When mass
production can
meet individual
demands.

Even Karla’s.

That’s
Ingenuity for life.
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meet individual
demands.

Even Karla’s.

That’s
Ingenuity for life.
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Advertising motif with Karla and an OPTIMA MODULINE
On the right in the image: Michael Waldbüßer, (Electrical Engineering, Optima Consumer).
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fokus: Technik

are grouped accordingly at this location 
and others if necessary. 

Additional processing also occurs for 
different versions. Depending on the prod-
uct type, the bottles are put in collective 
packages or placed in-line in cardboard 
boxes. The OPTIMA CMF cartoner removes 
the blanks from a loader, aligns them and 
seals them from the bottom. At the same 
time, a turning station rotates the bottles 
onto their heads. The oval runner then in-
serts the bottles – along with the supplied 
leaflets – into the folding boxes and seals 
them from the top. 

The system achieves an output of 120 
bottles per minute. Under regular produc-
tion conditions, the OPTIMA MODULINE 
passed the SAT with an outstanding score 
of 98 percent machine availability. 

PiT sToP: 
ganTry changes The Pucks 

The carriers move to a multifunction-
al gantry robot station for the format 
change. The carriers themselves remain in 
the system. Only the format-specific pucks 
are lifted and removed by the gantry sys-
tem, to be stored in cabinets. 

Format changes are completed in 45 
minutes or less. Filling needles and prod-

uct feed lines are rinsed and cleaned auto-
matically during this time. The format se-
lection on the HMI transmits and ensures 
that all of the system's modules, includ-
ing the robots, receive the new, correct 
parameters. The few manual tasks in the 
system are simplified by using bayonet 
mounts. As a result, tools like wrenches 
become a thing of the past.  

Numerous inspections help ensure 
processing quality. Possible checks in-
clude whether or not the caps are present 
on the containers and whether they are 
aligned properly. The torque is measured 
and registered by the closing machine. 
Cameras register the position of the labels 
and read the batch codes. To test the fill 
weight on a random basis, the gantry sys-
tem removes containers and places them 
on a checkweigher conveyor belt outside 
of the rotary filling station. 

An rFID system identifies faulty con-
tainers – each carrier is given an rFID 
tag. The machine control system's reject 
station signals which container is to be 
removed after the process controls have 
been completed. This is also the gantry 
system's third function. It removes con-
tainers from the filling and sealing process 
that do not correspond to the require-

ments. Additional process controls are 
included in the cartoner. A second reject 
function is set up downline from the car-
toner. 

rainer feuchTer,  
managing direcTor of  
oPTima consumer gmbh:

"The greater the flexibility we have 
in using machines, the more our levels 
of inventory can be reduced. This means 
less capital is tied up in raw materials and 
finished products. The sooner we are able 
to ship to market the sooner capital is put 
back into the company." 

synchronizaTion and 
new degrees of freedom

The multi-carrier system from Siemens 
and Festo achieves speeds of 4 to 5 m/sec 
in the OPTIMA MODULINE system. Here, 
the precision of the position reached is +/- 
1/10 mm. For this first time, variable dis-
tances including everything up to combi-
nations of different groupings can be run 
– even backwards and always in the man-
ner required by the processing stations 
and the sequences of a machine. Optima 

uses simulation software from Siemens for 
the synchronization of the transport sys-
tem with functional modules and material 
flow analysts. Commissioning lasted two 
weeks.  

If Dr. Kurt Wolff continues to add 
variants in the future, the system can be 
expanded by adding new modules. The 
transport system adapts to the require-
ments.

Extremely flexible: 
from inserting the pucks to cartoning the containers.  
98 % machine availability has already been achieved 
under production conditions in SAT.

The pucks are connected to the carriers magnetically.  
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vIrTUAL rEALITY IN SCHWäBISCH HALL

exPerience The 3rd 
dimension for yourself
The virtual world is open: The Packaging Valley association's 
VR Center has been in operation since January. Virtual Reality, 
with all of its possibilities, is a forward-looking key technology 
for special purpose machine manufacturing.   

In the first few weeks, Optima has al-
ready optimized machine projects with 
customers and for customers in the vr 
Center. And it shows: The life-size visual-
izations and 3D presentations open doors 
to new, very worthwhile applications. 

Design reviews often lead to improve-
ments in details, which would have other-
wise first been identified on a half-finished 
or finished machine. The virtual display 
shows the potential for optimization early 
on or confirms what was already planned 
before a real machine part or an actual 

prototype is built. 
virtual reality considerably increases 

levels of joint development with the cus-
tomer. All parties involved in the project 
are now able to see and discuss an iden-
tical (virtual) model. Without this, descrip-
tions remain vague and are subject to the 
technical imagination of each individual. 

virtual mock-up studies are another 
area of application. They provide infor-
mation relating to ergonomics and some-
times relating to the functionality of in-
dividual machine components. Training 

sessions on virtual machines, in turn, are 
used to allow employees to familiarize 
themselves with new processes much ear-
lier and also to train them. 3D glasses and 
navigation tools are used during these 
training sessions. An additional advantage 
is being able to train employees using vir-
tual machines without having to interrupt 
the ongoing production. 

These virtual machines are processed 
from CAD data. For this reason, the cur-
rent hardware and software programs 
are available on the vr Center's premis-

es. Another important advantage is the 
expertise of the vr experts on site, which 
influences the companies' plans. In the 
meantime, Optima employees from var-
ious divisions have carried out multiple 
projects with customers in the vr Center. 
This knowledge and the knowledge of the 
contact persons from Optima Marketing 
can bee seen in the professional imple-
mentation of all vr projects.  

"The vr Center allows us to combine 
our different sets of skills," says Kurt En-
gel, Managing Director of Packaging val-

ley Germany e.v. This ensures that design 
engineers, technicians, IT specialists, mar-
keting and sales experts, the customer's 
experts and everyone else who benefits 
from meaningful insights in the early 
development phase are all on the same 
page. Additional application options are 
currently being worked on with other 
partners. These applications include the 
virtual commissioning of machines. 

PanoramaPanorama

Joint meetings supplemented by a virtual model are extremely effective.Ergonomics and accessibility are two advances thanks to virtual reality.
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4-STEP MODEL FOr A MArKET LAUNCH 

focus: comPany

In the first phase, Optima carries out 
trials and feasibility studies for customers. 
They test whether the product idea can 
be feasibly implemented from a technical 
and economic point of view.

During the second phase, a mostly 
semi-automatic lab machine is created 
based on the findings gained from the 
first phase. This machine is used to verify 
these findings in practice. Experts from 
Optima systematically determine process 
parameters and produce samples for con-
sumer tests.

The fully automatic pilot machine, 
which is created during the third phase, is 
used for production for the market launch. 
We have now come a long way on the 
learning curve. The automated processes 
are running steadily. This means the new 
product is available to customers at the 
defined time and in a calculable quantity.

The fourth phase uses scalable tech-
nology to turn the pilot machine into a 
high-performance production machine. 
The output rate is multiplied by lane or 

index multiplication. The market launch 
is completed and mass production runs 
steadily from the start.

commenTary by marTin sauTer 
(managing direcTor oPTima 
consumer) abouT The 4-sTeP 
model: 

"The 4-step model does result in more 
effort/expense than a project aimed di-
rectly at making a production machine. 
Nevertheless, we are convinced that the 
benefits of the 4-step model are far more 
important for new product ideas: The ini-
tial investments are manageable. In ad-
dition, we recognize early on how to op-
timize packaging. And, last but not least, 
the production capacity is always adjust-
ed as needed.

In addition to prompt implementa-
tion, reliable and innovative packaging is 
also critical for the success of a new prod-
uct. We can provide excellent support for 
the technical and economic challenges of 
these market launch processes using the 

4-step model." recently, this model was 
successfully implemented in a new sys-
tem for tea capsules. This project will be 
presented in the next issue of o-com. 

Fantastic idea—or is it? Innovative products have often come a long 
way by the time they hit the shelves in the supermarket. The 4-step 
model from Optima Consumer is a solution that prepares and supports 
market launches in steps. Benefits include the significantly reduced 
financial risk and a faster, more secure start with suitable packaging 
technology.

how does a ProducT 
become successful?

fokus: comPany

ProducTion
machine

PiloT
machine

lab
machine

TesT
seTuP

1

2

3

4

feasibiliTy 
sTudy

samPle
ProducTion

markeT
launch

1 - 4 weeks 2 - 3 months 6 - 9 months 9 - 12 months

step 3
• Complete
  production process 
  including material
  feed
• Fully automatic
  production with
  reduced investment
•  Completely 
  transferable to the 
 "production machine"     
  (Step 4)

step 1
• Dosing tests
• Material tests
• Manual 
  samples

step 2
• Forming, filling, 
  sealing
• Determining
  process parameters
• Semi-automated
• Samples with 
  reproducible quality 
   for stability tests, 
  consumer tests and
  development tests

step 4
• Multiple stations for
  high output rates
• Shortened learning  
  curves during 
  development,
  commissioning and
  production
• The solution on the
  path to market leader-  
  ship

Martin Sauter, Geschäftsführer 

OPTIMA consumer GmbH

markeT
develoPmenT
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INLINE PrOCESSES ArE COMBINED AT EUrO CAPS: FILLING AND CArTONING

in use

The project involves producing the 
private-label brand of a German discount 
company who is active on the internatio- 
nal stage. Even more customers put their 
trust into the company from rotterdam, a 
company that meets high standards in all 
aspects; from the selection of coffee qua- 
lity to processing procedures. 

In the five years since its founding, 
Euro Caps has acquired multiple systems 
from various manufacturers for creating 
serving-size packages. "Our first preowned 
OPTIMA CFL 2-8 machine still convinces us 
to this very day. This made the decision to 
acquire our newest machine much easier," 
says Steve Greenhalgh, one of the owners 
of Euro Caps.

But good experiences with this ma-
chine were not the only reason to award 
the contract to Optima for the most re-
cent system investment. Expertise across 
the board was the deciding factor. In this 
project, the coffee capsules are placed in 
secondary packaging by a cartoner in an 

inline process after primary packaging. An 
OPTIMA CFL 2-12 filling and sealing ma-
chine has been in operation with an OPTI-
MA CBF cartoner since February 2016.

dosing wiTh conTacT Pressure – 
and The coffee remains in Place  

First, let's take a look at the primary 
packaging: The twelve-track system cur-
rently processes capsules in two sizes. 
These capsules are inserted into a maga-
zine manually and destacked automatical-
ly into carrier plates by the machine. Then 
the capsules are purged with nitrogen gas. 
Twelve auger fillers portion out between 
5.2 and 5.3 grams per capsule, depend-
ing on the type of coffee. The volume that 
needs to be filled into each capsule varies 
based on the different coarseness of the 
grind. However, product accumulations 
that rise above the edge of the capsule 
would move around when the machine 
transports them to the next station. The 
solution to this problem can only be ob-

tained from Optima: a combined dosing 
and compression function. 

Just make a size selection on the HMI, 
and the coffee is compressed into the cap-
sule at the defined pressure during the 
portioning process. This function allows 
Euro Caps to process all coffee types with-
out the risk of overflowing, regardless of 
their coarseness, volume and other prod-
uct characteristics. The coffee stays right 
where it belongs in the capsule, even 
during additional transport operations. 

The capsules are purged with more ni-
trogen gas until they are sealed with lids 
to ensure that the residual oxygen con-
tent remains lower than one percent. The 
lids are punched right above the capsules 
and heat-sealed in a single step. Instead 
of using loud vacuum, a second winch 
in the OPTIMA CFL grabs the remaining 
film and winds it up. visual sensors check 
that the lids are in place before they are 
raised slightly in the next station so their 
weights can be checked. This ensures that 

Should a young company invest in quality or pick the most affordable 
option? At Euro Caps, a specialist co-packer of coffee capsules, the 
answer was clear. In addition to quality, system integration is the most 
important aspect of a project with Optima: Filling and cartoning.

the weight results are valid. The weight 
results, in turn, continuously control the 
auger fillers to optimize product giveaway 
to a minimum.

Only the serving-size packages des-
ignated "OK" after the checks reach the 
cartoner. Defective (NOK) products are 
discharged. From time to time, Euro Caps 
employees inspect random samples from 
the system so that the quality of individu-
al products can be checked. For example, 
subsequent checks of the seal tightness 

and fill weight are performed on the cof-
fee capsules that have been automatically 
discharged. 

coffee in caPsules, 
caPsules in carTons

The OPTIMA CBF cartoner takes coffee 
capsules, sets them inside upright cartons 
and seals them in an inline process. 

A detailed description of the process: 
An initial robot arm removes 2 x 5 groups 
of coffee capsules from an infeed belt, 

spaces them according to specifications 
and sets them in a grouping table. A sec-
ond robot arm takes the capsule group, 
now rotated 90° to the side, and lays it in 
the upright parallel carton. The advantage 
of this approach: Almost any formation 
and alignment can be created easily.

The carton is placed upright at the oth-
er end of the OPTIMA CBF cartoner. Here 
flat, blank cuts are made in the cartons on 
three tracks. A gantry system transports 
the cartons to the folding tables, where a 

a sysTem as sTrong 
as esPresso

-
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in use

punch makes a blank cut in the shape 
of the carton. The first adhesive points 
are set. In the next station, a u-shaped 
inlay is put into on the cartons in which 
robots insert the capsules (as previously 
described). After traveling through ano- 
ther gluing station, the carton lid is folded 
down and the side flaps sealed. 

Process checks ensure that the total fill 
weight is reached, and that all ten caps are 
in place and the flaps are sealed. Each time 
before the capsules are inserted, the sys-
tem checks that a carton is in place. 

 
This can be seen 
and insPecTed

Optima engineers designed an easily 
understandable process. This is made ap-
parent in the numerous viewing windows 
in the OPTIMA CFL that allow operators 
to look at the contents of capsules or the 
available coffee supply in the auger fillers. 
Operators can just as easily view and ac-
cess the cartoning process. The OPTIMA 
CBF machine is accessible. 

Ergonomics is also an important as-
pect for operating personnel that proves 
useful in situations such as cleaning the 
auger fillers. After being unlocked, these 
can be moved out of the machine and re-
moved. Some cleaning takes place during 

production so these processes are not in-
terrupted: Euro Caps can clean the carrier 
plates in the OPTIMA CFL automatically 
whenever it chooses to do so. In other 
words, the company can perform clea- 
ning based on time or production inter-
vals. The roller replacement for the lid film 
can be carried out in just a few simple 
steps to thread a new roll. 

sTaying flexible: 
we're rebuilding

The design of the cartoner already paid 
off as early as the project planning phase. 
Though a linear design was planned ini-
tially, Euro Caps later favored an L-shaped 
design due to space limitations. Optima 
was able to accommodate this change 
with only a few additional costs. It also 
would have been possible to have the sys-
tem built in a U-shaped design instead of 
the L-shaped design.

The modular design of the cartoner al-
lowed Optima engineers to make the sys-
tem slightly bigger to create room for ad-
ditional functions that can be expanded 
upon in the future. In addition, Euro Caps 
can use other format parts to create a wide 
array of carton dimensions and shapes if 
the need should arise. In any case, the ro-
bots themselves allow for almost any cap-

sule alignment and grouping.
The advantages of a coordinated line 

integration of the cartoner and filling and 
sealing machine are shown in practice. 
Each system part has its own HMI to sim-
plify operation. However, the two system 
parts are coupled with one another. When 
the filling and sealing machine stops, the 
cartoner only continues production until 
there are no more capsules. If the cartoner 
stops, the filling and sealing machine con-
tinues production until the cartoner in-
feed acting as a buffer is completely filled 

in use

Transparency in the process sequences ...

with capsules. The individual parts of the 
system restart at the optimum time inde-
pendently of one another (to remove the 
buffer, for example). This ensures that no 
waste is produced – no capsules and car-
tons are lost unnecessarily. 

Euro Caps can also carton capsules 
which have been pre-made and stored 
temporarily. Another operating mode 
transports the capsules from the packag-
ing system in the opposite direction of 
the cartoner. They are taken to another 
system, which packages the capsules in 
individual bags.  

Turnkey: conserving resources, 
achieving The besT resulTs

If the cartoner and filling and sealing 
machine come from one company, the 
system is factory-equipped with function-
ing mechanical and electrical interfac-
es (and interfaces embedded in control 

system software). The filling, sealing and 
cartoning functions were tested as inline 
processes for the entire line as part of the 
FAT carried out at Optima.

The customer benefited from lower 
labor costs in both project management 
and commissioning. Throughout the proj-
ect, Euro Caps had a single central contact 
partner at Optima who coordinated the 
entire project. Ultimately, less coordina-
tion makes it possible to conserve valu-
able resources.

Does the new system fulfill the high 
expectations? It's still too early to make 
a long-term assessment, but the results 
thus far have been impressive. Once again, 
Greenhalgh's thoughts: 

"The Optima team dealt with our proj-
ect in a professional and efficient manner, 
from the beginning all the way to instal-
lation and commissioning. The system 
meets all our requirements. Commission-

ing and the SAT took place ahead of the 
milestones. The stipulated SAT criteria 
were surpassed. All goals that were set 
were implemented perfectly." 

... A visual check of the seal ... and placement in the carton.... Flexible grouping and arranging...

a sTrong markeT PosiTion

Approximately 130 Optima 
machines for serving-size cof-
fee packages are in operation 
worldwide. They produce a 
projected 3.76 million (approx-
imate number) hard or soft
pods every hour. Optima 
Consumer is distinguished 
by its over 75 years of expe-
rience in dosing, industrial 
dosing and coffee packaging.

comPacT Performance

This machine can package 
720 capsules (72 cartons) 
per minute. The filling accu-
racy is +- 0.2 grams. A format 
change can be carried out in 
20 to 30 minutes. The pro-
ject was completed within 
11 months and has been in 
operation at Euro Caps since 
February 2016. 

-
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showroom showroom

THE PErFECT DUO FOr SErvING-SIzE PACKAGES

leading expertise across the board: 
Inline filling, sealing and cartoning
factory-tested interfaces: 
Mechanical, electrical and software

inline: filling 
and carToning

reduced use of resources by the customer: 
From the beginning of the project phase 
to the SAT
up to 720 capsules or 
72 cartons per minute

maximum 
flexibility: 

Formations and 
alignments

Dosing with 
contact pressure –  

No coffee above 
the edge 

of the seal

purging:  
residual oxygen
content below 

1 percent

oPTima cfl

highly precise 
weighing results  

with tendency
control system

freely 
selectable 

linear design:  
Linear, L- or 
U-shaped 

design

oPTima cbf
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A WISH COME TrUE

focus: Technology

One thing is clear after the count-
down: Either the take-off was a success 
or it wasn't. For vertical startup, the fast 
commissioning of a system, things are not 
always this cut and dry. 

During vertical startup, the question 
arises of when the goal is considered to 
be reached. During the dry run without 
product? When all system components 
(stacker, stack handling and bagger) work 

at the push of a button while the machine 
is running? When the first product has 
been packaged in a bag? Or once continu-
ous operation is error-free? Though there 
are many definitions for a vertical startup, 
one thing is certain: The system operator 
will be satisfied if a new system is robust 
in continuous operation. That is the goal.

surPrise? 
modular and well Planned 

Design engineering also contributes to 
a fast machine setup. Optima builds mod-
ules and components that are compatible 
with typical container dimensions wher-
ever and whenever possible. This avoids 
unnecessary disassembly and the subse-
quent assembly steps. Cable connections 
between machine components speed up 
reconstruction on site – and not just as a 
process. The risk of errors in the cabling 

of components is also lower, which helps 
contribute to fast system startup times. 
Another aspect that significantly reduces 
reconstruction time are control cabinets 
which are integrated into the system. 

The last two points mentioned have 
significant effects on the cost side. For this 
reason, it is important to carefully consi- 
der whether these measures are useful in 
the individual case. Because systems are 
usually only built once, it is possible that 
the more labor-intensive option is the 
better of the two: This is particularly true 
if a system does not need to be put into  
operation immediately.

Surprises of any kind are counterpro-
ductive for a vertical startup. Connections 
to supply systems such as compressed 
air, electricity, vacuum, etc., must be cus-
tomized for the installation location and 
the installation position must be deter-

Our goal is clear: The fastest possible commissioning of 
machines on site. How can this be achieved? What kinds  
of technology help us achieve this goal? And why does 
vertical startup not always work? Several aspects are  
crucial for success.

fuel for 
verTical sTarTuP

mined. The connection to upstream and 
downstream systems must be defined, es-
pecially the signal exchange. Active con-
struction site management ensures that 
all prerequisites are in place.

simulaTions and calculaTions: 
very likely!

There is no question that all processing 
steps have to be coordinated in a machine. 
Engineering 3.0 simulation technologies 
offer testing possibilities even before the 
system is designed. The simulation shows 
how a system behaves if, for example, two 
products are missing, one stands up acci-
dentally or sensors do not receive a signal. 
These types of tests are almost impossible 
under real conditions. These types of er-
rors are routine in everyday production. 
A system that has been tested at the fac-
tory is prepared for this. In this type of  

situation, a non-simulated system remains 
and is processed in an undefined status – 
even during machine startup, which is a 
source of many headaches. (For additio- 
nal information regarding Engineering 
3.0, see page 4). Using the results from the 
FMEA is the basis for addressing as many  
influences in advance as possible.

What the simulations mentioned 
above cannot take into account are the 
physical properties of the product such 
as friction, elasticity, rigidity of the pro- 
duct stack and much more. These pro- 
perties come into effect during the actual 
process but not in the simulation where 
there is only an "ideal" product. Missing 
data regarding product characteristics 
for recently developed products results 
in limitations in the simulation. This data  
often only appears in an actual produc-
tion process where the packaging line is 

connected.
The product is not usually in its final 

version during the engineering phase. In-
stead, Optima Nonwovens only has sam-
ples or developmental products. However, 
theoretical calculations enable the engi-
neers to provide the new system with an 
initial midrange of setting values for the 
startup. Based on this, fine adjustment 
processes on site are significantly faster.   

When sanitary napkins in quantities 
of 3500 ppm and diapers in quantities of 
1600 ppm are fed into the packaging ma-
chine, one thing becomes clear: this pro-
duction situation cannot be replicated in 
the same form at Optima. Nevertheless, it 
is possible to simulate short production 
runs using feed systems. But even a sys-
tem functioning under these conditions 
always has to prove it is robust in conti- 
nuous operation. 

zero!10, 9, 8 …

Many factors ensure the perfect  
machine start.
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inTerview inTerview

INTErvIEW WITH Dr. GEOrG PFEIFEr

editorial staff: Dr. Pfeifer, is Optima 
Nonwovens solely responsible for the suc-
cess of a vertical startup?

 
Dr. georg pfeifer: No, that is the job of 

all process participants. The customer, the 
converter manufacturer and Optima can 
realize a vertical startup only by working 
together.

editorial staff: What is the key to a 
successful vertical startup? Specifically, 
what is the key to achieving a start-up that 
is as quick and hitch-free as possible?

Dr. georg pfeifer: It begins as early 
as the selection of the time of installation. 
The ideal times are when the customer 
has been able to build inventory in ad-
vance. But this often only helps over the 
course of a few days before delivery prob-
lems arise. Close coordination is already 

needed at this stage, since we must also 
plan our capacities to stay on schedule. 

editorial staff: Assuming that the tim-
ing works out: Is cooperation still an ad-
vantage during installation?

Dr. georg pfeifer: Absolutely. We 
usually construct our systems while the 
converter is being set up. But this timing 
is not always optimal. For example, this 
is the case for infant diapers consisting 
of around 20 different raw materials. The 
products initially manufactured look only 
somewhat similar to diapers. If you send 
them through the packaging machine 
that way, you even risk damaging the ma-
chine. 

Even when all materials are present, 
the diaper often does not correspond to 
the specifications such as dimensions, 
weight distribution, folding and so on. By 

this point, the inclination is to send this 
product through the packaging machine 
and configure the parameters. But at the 
same time, the process experts are chang-
ing their settings on the manufacturing 
system in order to further optimize the di-
aper product. running these optimization 
trials in parallel with each other but failing 
to coordinate them is rarely a helpful strat-
egy. We're still a long way from a vertical 
startup in this respect. 

editorial staff: How might this situa-
tion be improved?

Dr. georg pfeifer: An adjusted sched-
ule and an understanding of which pa-
rameters are required for collaboration 
would be very helpful. The more complex 
a system becomes, the more important I 
think it becomes to have a project man-
ager who coordinates the project in the 

"…we could go inTo 
ProducTion afTer  
abouT eighT hours…"
"The technology and engineering methods for a vertical 
startup are available. But success can only be achieved 
through interaction among the three participants involved  
in the process: the customer, the converter manufacturer  
and Optima," says Dr. Georg Pfeifer, Managing Director at 
Optima Nonwovens. In the interview, he describes the 
obstacles that must be overcome.  

Dr. Georg Pfeifer - Geschäftsführer
OPTIMA nonwovens

bigger picture. However, the manufactur-
ing and packaging departments are of-
ten organizationally separated from each 
other. This is where the invisible boundary 
of responsibility comes into play, which 
is counterproductive for the entire sys-
tem. Someone who is only responsible 
for packaging will want to keep his/her 
own system running however he/she can. 
This means there's a risk that parameters 
will be adjusted to be able to run a prod-
uct in the first place. In some cases, you're 
still very far away from where you want to 
be. The goal can be achieved more easily 
when smaller modifications are made to 
the product. This frequently happens af-
ter a certain period of time anyway, with 
the consequence that adjustments must 
be made to the packaging system. We run 
the risk that excessive adjustments, modi-
fications, and configurations will be made. 

editorial staff: What does your ideal 
process look like?

Dr. georg pfeifer: If we were to receive 
finished products for putting the packag-
ing system into operation, we could go 
into production after about eight hours 
and deliver ready-to-sell products. Apart 
from replacement investments, howev-
er, that is not the reality. Modifications to 
the product can arise due to the market-
ing department or the materials used on 
the part of the customer. It's not all about 

the converter. But even if we were to wait 
until the last 14 days of the installation 
program to couple our machines or lines 
to the manufacturing process, a vertical 
startup in the plant would be realistic. 

editorial staff: What is Optima Non-
wovens doing to get closer to the goal?

Dr. georg pfeifer: In addition to the 
technical and organizational factors that 
we ourselves can influence, I regularly call 
attention to these issues in speeches and 
factory tours at our company. It's about 
creating awareness of the situation while 
also building on our knowledge, for ex-
ample, about parameters that we require 
for preconfigurations. An understanding 
of how tests should be carried out is also 
important. Letting a machine run for two 
hours doesn't tell us much. We find out 
much more about process capability by 
letting a machine run for two minutes 
sixty times. The typical "survival curve" of 
the entire system gives us the most rea-
sonable test time. The converter manufac-
turers are very interested in the statistical 
background and the limits of the tests. The 
timely coordination with the converter 
manufacturer is also extremely important 
to us. We try to be involved in FAT. It works 
like a mutual education program. 

editorial staff: Wouldn't it be easiest 
just to design packaging systems with 

the greatest possible process window for 
product deviations?

Dr. georg pfeifer: We definitely have 
that desire. Ideally, the packaging system 
should always produce the perfect bag, 
regardless of the product tolerances. And 
this is possible within certain limitations, 
though not without substantial effort 
and expense that extends all the way to 
the manufacturing system of the prod-
uct. Therefore, an agreement is reached 
regarding the tolerances to be adhered 
to. When products lie outside of the tol-
erances, the quality gate helps to prevent 
the entire system from coming to a stop. 
This reduces downtimes and the number 
of rejects.

editorial staff: Does Optima Nonwo-
vens keep statistics on vertical Startups? 

Dr. georg pfeifer: We know the trend 
in the statistical average for each year. 
Every year, there are numerous reference 
examples for vertical startups. But in prac-
tice, we and the customers are not inter-
ested in the deviation from the improved 
statistical average. We are interested in 
putting systems into operation as quick-
ly as possible. That is our goal in invest-
ing ourselves, whatever the customer or  
project. 

qualiTy gaTe – PerfecT for more 
Than jusT The verTical sTarTuP

The quality gate is the perfect indicator of 
quality in the manufacturing process. The 
quality gate involves checking, for exam-
ple, the dimensions of the products, the 
geometric position and the timing of how 
the products arrive in the packaging sys-
tem. The tolerances are adjustable. In the 
vertical startup, the quality gate ensures 
that the packaging system doesn't aban-
don the practical settings when products 

arrive that are outside of the tolerances. 
Products with significant tolerance devia-
tions, the way they often appear in the 
startup phase of a converter in particular, 
can even damage the packaging system. 
These products are rejected reliably.
By the time we reach the production 
phase, the quality gate has paid for itself 
after just a few weeks. A simple calcula-
tion: An individual product is rejected be-
fore it causes a jam in the packaging sys-
tem. Even without the quality gate, 200 to 
300 products are rejected via stopping 

and starting the system. But the probabili-
ty that the entire line will work right away 
after starting up again ("survival curve") is 
only 60 to 70 percent. A single shutdown 
of the packaging system can thus entail 
several hundred or even thousands of re-
jected products. The quality gate is used 
to reject a single product and to produce 
several thousand "good" products in the 
same amount of time.

26 o-com Magazin | 01 | August | 2016 27o-com Magazin  | 01 | August | 2016



Panorama

uct Technology Centre Lebensmittelfor-
schung GmbH, Singen) and Michael Joos  
(OPTIMA consumer GmbH, Schwäbisch 
Hall) discussed this question. They shined 
light on requirements and technical ap-
proaches that enable the communica-
tion capability of system components,  
machines and multiple lines.

No progress without new risks: For  
Industry 4.0, these risks include safety 
risks for networked product systems such 
as attacks from hackers, for example. The 
presentation from Gert Hansen (Ocedo 
GmbH, Karlsruhe) provided information 
about hacker attacks and identified solu-

tions useful for remote maintenance, for 
example.

In his presentation, Chad Owens 
(Nephron Pharmaceuticals Corporation, 
West Columbia, USA) reported on how 
manufacturing, packaging and logistics 
interact in new, state-of-the-art plants. 
Additionally, a SCADA and serialization 
system were introduced into production 
for a large-scale project from Nephron.  
In the meantime, customers enjoy the 
benefits of a precise order status and  
additional information. In his presenta-
tion, Chad Owens relayed his experiences 
from this project.  

Panorama

PACKAGING vALLEY DAYS 2016

A little piece of the future is hiding in every packaging system 
developed today. Track & trace, virtual reality and serialization make sure 
of this. The Packaging Valley Days industry forum on June 23rd and 24th 
also offered inspiration and knowledge – and transitioned perfectly into 
the age of the fourth industrial revolution with Industry 4.0. 

virTual meeTs realiTy: 
Packaging Processes 4.1  

The first day was dedicated com-
pletely to presentations from experts and 
exchanging information. Dr. Pero Mićić 
(FutureManagementGroup AG, Walluf ) 
addressed the question of how compa-
nies can present a more accurate image of 
what the future will provide. His keynote 
speed avoided non-binding scenarios of 
future research. Instead, Dr. Mićić focused 

on real-world approaches for successful 
future management. 

Nik Seidenader (Medipak Systems AG, 
Winterthur, Switzerland) is an expert on 
Track & Trace systems. In the pharmaceu-
tical industry, tracking production routes 
and counterfeit protection are central and 
soon-to-be "mandatory" topics, he illus-
trated. Additionally, an increasing num-

ber of consumers are interested in what a 
product is made, its origin and its produc-
tion methods. An example case illustrated 
the challenges that Track & Trace can face.

What are the key technical require-
ments of industry 4.0? At Packaging 
valley Days, a panel of experts consist-
ing of Dr. rainer Stetter (ITQ GmbH, 
München), Markus Gehrke, (Nestlé Prod-

The fuTure, live: comPany Tours 
in Packaging valley

The second day was reserved for com-
pany tours at the Packaging valley mem-
ber companies. Participants were able to 
choose from various tours options here. 
The following company groups were there 
representing Optima:

oPTima nonwovens, 
oPTima Pharma
oPTima consumer
Within the Optima companies, the 
following also presented:
- HO-MA GmbH
- Seidenader Maschinenbau GmbH
- Karl Marbach GmbH & Co. KG
- OCS Checkweighers GmbH  

In the virtual reality center in 
Schwäbisch Hall, itek GmbH & HEITEC AG 
provided information about current pro-
jects and the advantages of using virtual 
technologies.

This provided visitors plenty of con-
versation topics for intensive network-
ing. The event in the evening to close out 
the first day was a successful occasion 
for exchanging ideas in a relaxed atmo-
sphere. For additional impressions from  
Packaging valley Days 2016, go to 

www.packaging-valley.com 
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service

This is exactly what happened with a 
cosmetics company in France. The situa-
tion was dire and involved almost one ton 
of high-quality, oxygen-sensitive creme. 
90 percent of the batch had yet to be pro-
cessed. Sensitive cosmetic products (and 
many foods) are at risk of expiration after 
no more than one hour. In cases like this, 
the stakes are extremely high.

Both the production personnel as well 
as the management become stressed out 
in a hurry. The advantage of "stress" when 
dealing with technology is that the causes 
can always be traced logically. The ques-
tion is merely how quickly these causes 
can be found and corrected. In this case, 
the operating personnel found them-
selves dealing with a real puzzle. But the 

manufacturer had signed on for Optima's 
remote maintenance program.

jusT in case – daTa connecTion
The error diagnostics detected an er-

ror during the seventh step of the cleaning 
process. "The machine is requesting water 
and isn't getting any," suspected the Opti-
ma service technician. The customer then 
checked the supply lines. The technician 
was right. After the water tap was opened, 
the cleaning step took place as intended 
in the production process, and the batch 
was saved after a mere five minutes. 

Admittedly, errors cannot always be 
corrected so easily. But there is virtually al-
ways an advantage to using remote main-
tenance. This is because the errors can 

be analyzed down to the individual com-
ponents. Even hidden causes are quickly 
identified, e.g. defective sensors or control 
systems.

Without remote maintenance, the sit-
uation is completely different: First, a ser-
vice technician has to travel to the location 
of the system to take a look at it. If a spare 
part is missing, it takes additional time for 
the part to arrive. Using this method often 
means that a week will pass before the 
error is corrected. And that's within the 
European region. remote maintenance, 
on the other hand, brings the system back 
into productive condition right away. 
The value of saving a batch or repairing a 
process chain is worth the cost of remote 
maintenance many times over.

NO TIME FOr PrODUCTION FAILUrE

well-equiPPed, even if iT jams

It's not just stressed-out managers who say "Time is our most 
valuable resource." This principle applies equally to precisely 
timed and cyclical production processes, where each cog 
must interact seamlessly with the others. Time is not on our 
side when so much as one link in this process chain fails. 
What should be done when a packaging system is suddenly 
forced to shut down while the trucks are waiting for the fin-
ished product?

welcome back
remote maintenance even provides 

advantages for more complex repairs that 
require a service technician from Optima 
to be on-site. For example, this allows the 
technician to replace one part of the con-
trol system while the software is being 
tested by the process automation engi-
neer in the laboratory in Schwäbisch Hall 
via the data line. After testing, the soft-
ware is installed on the customer's system. 
Without remote maintenance, the two ex-
perts from Optima would have to be pres-
ent at the customer's location. Working 
outside of the laboratory is much more 
difficult for process automation engineers.

Optima has not collected any statistics to 
date regarding the average turnaround 
time for service cases with remote main-
tenance versus without it. Michael Weber, 
Service Manager at Optima Consumer, 
estimates that about 80 percent of the 
incoming "emergency calls" are handled 
without a visit from a service technician. 
Customers who have used this service 
before always equip subsequent systems 
with vPN modems, according to Weber's 
experience. 

fasTer is beTTer
The previously described situation is 

not a unique occurrence. Many products 
are sensitive (to oxygen etc.). Examples in-

clude coffee, spice blends and many other 
products. In addition, manufacturing and 
packaging operate continuously via auto-
mated systems. This applies to large com-
panies and an increasing number of small 
companies as well. In smaller companies, 
you might only see one system. Even this 
system works "on demand" and is net-
worked all the way to the logistics system. 
The efficiency is high, but any errors that 
arise bring the threat of severe product 
losses, for example, if a fermentation pro-
cess cannot be stopped. This makes fast 
service solutions that much more impor- 
tant. 

service

iT securiTy 
in remoTe mainTenance

Ideally, the IT of a company works like 
a high-security wing. Whenever an exter-
nal company – Optima Consumer in this 
example – requests access to the network, 
it goes without saying that the request 
should be scrutinized. Firstly, it is essential 
for both parties to have virus protection. 
Secondly, Optima's security setup requires 
the customer to actively approve the data 
connection to the machine by entering a 

code. For companies whose IT security di-
rectives do not allow a direct data connec-
tion, Optima Consumer is prepared with 
a backup solution. Service technicians 
rely on special UMTS modems installed 
in the customer's system on-site. This al-
lows a data connection to be established 
independently of the IT network of the 
customer, provided that the wireless con-
nection is strong enough. 

easy billing for 
remoTe service

Quick and hassle-free: remote main-
tenance is billed on an individual basis 
and according to the time required for 
the service. Customers who have used our 
remote service recognize the benefit to 
this and continue to use the service as the 
need arises. This demonstrates the high 
level of customer satisfaction with the 
remote maintenance. Outside of regular 
business hours, the central service hotline 
of Optima is your first point of contact. 
The hotline is staffed 24/7. (+ 49 7333 808-
133). Optima sends spare parts via courier 
service and even by taxi depending on the 
distance and urgency of the request. 

correcTing faulTs 
in The laboraTory

Optima Consumer has set up a labora-
tory for remote maintenance and also for 
development work. Its equipment seems 
typical and straightforward. It's only when 
you take a look at the walls and in the 
cabinets that you realize the special sig-
nificance of the lab. All control systems 
that Optima Consumer works with are 
available, current and older systems alike. 
These control systems receive their com-
mands over a control panel. Faults can be 
simulated and analyzed. Operating errors 
and defective components are detected. 
Approximately three to four service cases 
are handled here each day.

New and old control systems which are used 

to simulate errors that arise. A solution can 

usually be reached with no more than a 

telephone conversation.
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The focus of the new website is on  
Optima's core competency. Leading  
technologies in the areas of consumables,  
nonwovens, pharmaceuticals and life  
science. Specific categories and filters let 
the user explore the machine portfolio of 
Optima quickly and efficiently. The setup 
ensures relevant hits for custom needs. 
The website is structured logically and 
complexity has been reduced.

A wide range of product types and 
packaging materials result in approxi-
mately 110 machine solutions. A specially 
designed and programmed product da-
tabase works in the background for this 
very purpose. The results are updated on 
the fly and with tremendous speed. There 
are additional details for each machine 
as well as the option to contact Optima. 
The product database also provides a 
media-neutral basis so that further de-
velopment stages of the website can be 
achieved quickly.  

search and find.
visitors to the website find what they 

are looking for quickly and easily. After all, 
browsing the pages should be fun. The flat 
hierarchy with only three click-levels helps 
to achieve this. An easy-to-spot search 
function also offers a simple and quick 
alternative to browsing. The trade show 
overview is also convenient and function-
al. Users can export trade show dates from 
the Optima website to their calendar with 
a single click. Anyone who wants to make 
an appointment can get to the appoint-
ment scheduler with one additional click.

The company's new website current-
ly includes its four branches of business: 
Pharma, Consumer, Nonwovens and Life 
Science. The international branches and 
subsidiaries will also appear in the new, 
state-of-the-art look by the end of the 
year. 

www.optima-packaging.com

From the kick-off of the project until the 
go-live of the webpages, up to 20 in-house 
Optima employees were involved. Two of 
them worked full-time on the website. 

1,500 page redirections ensure that "old" 
favorites that are stored in browsers don't 
lead the user to a blank page. Instead, they 
lead to the new website.

Approximately half of the time expense 
was needed for the design and program-
ming of the database for the machine 
solutions. Today, the database guarantees 
quick and accurate results.

Background –  

What you may not assume:

NEW OPTIMA WEBSITE ONLINE

focus: machine soluTions

Do you have a certain product or packaging material and are 
you looking for a packaging solution? It only takes four clicks 
to get there. This is all thanks to the new innovative way that 
Optima now presents itself at www.optima-packaging.com. 

focus: comPany focus: comPany
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OUTSTANDING OvErALL PErFOrMANCE: rEFILLY

ouTsTanding sofTcan
refilly, a SoftCan foil packaging, won 

the coveted "Outstanding Overall Per-
formance" excellence award in this year's 
Alufoil Trophy competition. Huhtamaki 
Flexible Packaging developed the foil can 
in close collaboration with Optima for Ital-
ian coffee specialist Illy. 

Chairman of the jury Louis Lindenberg, 
Director Global Packaging Sustainability 
at Unilever, explained: "A very innovative 
and refreshing packaging that impressed 
the jury!" Lindenberg continued: "'refil-
ly shows the best side of the material. It 
makes use of an elegant solution with re-
fined technology and a finish that reflects 
the high quality of the product."

The flexible, easy-to-open refillable 
packaging fits exactly into existing 250-
gram metal cans from Illy and reduces the 
weight and volume of the empty packag-
ing by 80 %. The coffee is preserved by an 

aluminum barrier laminate covering all 
sealing surfaces, which means that the 
barrier function and thus the existing pre-
servative gas pressure remains in the bag 
throughout storage. refilly weighs less 
than 20 grams and can be compressed af-
ter use, reducing the waste volume.

The Alufoil Trophy is organized by 
the European Aluminum Foil Association 
(EAFA) with more than 100 member com-
panies. The prize is awarded in several 
categories: Consumer convenience, Mar-
keting + Design, product preservation, re-
source efficiency, technical innovation as 
well as outstanding overall performance.

The machine project was introduced 
in o-com (edition 1 -2014, p. 12). In the 
News area of the optima website, this edi-
tion is available as a PDF. 

www.optima-packaging.com

news

July 7 - 15, 
2016

propak china 
SNIEC 
Shanghai New International 
Expo Centre 

September 
27 - 29, 
2016

fachpack 
Nuremberg, Germany

September 
27 - 29, 
2016

Tissue World istanbul 
Trade Show and Conference
Istanbul Congress Center (ICC)
Istanbul, Turkey

August 
12 - 14, 
2016

miac  
Lucca Exhibition Center
Lucca, Italy

OCTOBEr 
19 - 26, 
2016

K 
Düsseldorf trade show
Düsseldorf, Germany 

OCTOBEr 
24 - 27, 
2016

hygienix 
Orlando, Florida

NOvEMBEr 
6 - 11, 
2016

pack expo 
Chicago, Illinois

NOvEMBEr 
14 - 17, 
2016

emballage 
Paris

comPacT

Moritz Böhringer

from fuTure engineer 
To Professional fooTball Player

Until recently, Moritz Böhringer played 
for the Schwäbisch Hall Unicorns football 
team. Then, after an exceptional season 
and thanks to a highlight reel that was 
created and uploaded to the Internet by 
a friend, the German athlete caught the 
attention of talent scouts from the USA. 
He promptly received an invitation to 
drafts of several NFL teams and made an 
outstanding impression due to his speed 
and agility. Multiple American Tv shows 
featured him and his accomplishments – 
which in turn called larger German media 
outlets to the scene who reported on him, 
such as the Süddeutsche zeitung. The 
Minnesota vikings ended up signing the 
22-year-old player to a contract. Böhringer 
was the first player to be selected directly 

from a European league into the NFL. Now 
you're probably wondering what all this 
has to do with Optima? Well, until recent-
ly, Böhringer had been working on his me-
chanical engineering degree in parallel to 
his football training. And if things hadn't 
worked out with the NFL draft, Optima 
Consumer had already had Böhringer 
under contract. It was "just" for a semes-
ter-long internship starting in May. But 
now Optima has its fingers crossed for a 
successful beginning to Böhringer's foot-
ball career!   

Career change: Footballs instead of a computer

Made for each other: 
On the left, the award-winning "Refilly."

Interpack trade show

Moritz Böhringer, professional football player

The Optima machine produces SoftCan 
packaging on site. There is no need to 
transport empty containers.

Trade show 
daTes
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