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Customers can rely on Imaforni know-how 

Win-win: savings for customers, benefits for the environment

Building the future, with an extra 6000 square metres

A perfect blend of reliability and innovation

Summary

Dear Readers

2009 brought the 40th anniversary of the first moon 
landing by man, in July 1969. Everybody can remem-
ber that day! A milestone in the evolution of human 
culture! That venture opened up totally new scenar-
ios for the future expansion of civilisation in outer 
space. What is the scenario facing our sector nowa-
days? Apart from a few geographical areas that have 
suffered a slowdown in their investments, mainly as 
a result of the recent credit crunch, other areas of 
the world have largely compensated for this nega-
tive trend: as forecast in the previous issue of this 
newsletter, year 2009 has so far confirmed the posi-
tive trend of our business – and year 2010 looks very 
promising as well. The “News” section reveals the 
steps that the Imaforni Group is taking to make this 
future come true, reporting at the same time about 
the important investments we have recently com-
pleted. Energy-saving needs and environmental con-
cerns, which are the source of continuous discussion 
within our sector, have not left Imaforni indifferent 
and they are covered in the “Technologies” item. And 
once again we are at IBA 2009, another encounter 
with the market and competition, which we believe 
will stimulate our technical growth!				  
					   
		          Demetrio Castello – Ugo Bademer

on show

news

about us

technologies



to our customers when they 
buy our lines. Our in-depth 
knowledge about the use of 
ingredients of a whole vari-
ety of specifications is now 
available around the world. 
This may involve identifying 
the correct and most suitable 
process parameters to en-
sure consistent and efficient 
production or, upon request, 
providing support at the start 
up of our production lines. 
These are just some of the 
multiple activities our tech-
nological team is requested 
to perform. Personnel train-
ing at customers’ sites is an-
other of the important activi-
ties carried out by our team, 
an aspect which cannot be 
underestimated when a new, 
sophisticated production line 
is put in the hands of local 
operators. In the late 90s 
Imaforni decided to invest in 
enlarging the factory in order 

ON SHOW ABOUT US

In Hall 11, stand 11D16, at 
IBA 2009, Imaforni is show-
ing the two units that best 
illustrate a perfect blend of 
reliability and innovation.
For short dough and cookie 
lines with medium to high 
production rates, the lat-
est model of the Rotary 
Moulder can be seen in a 
version with mould, forc-
ing and rubber rolls that 
are 260 mm in diameter. 
 In line with Imaforni’s tool-
free design philosophy, all 
routine and extraordinary 
maintenance operations on 
the machine can be carried 
out with bare hands! During 
production change-
over, for example, 
the mould can be 
quickly unlatched 
and raised from 
its position with-
out the need for 
tools. The same ap-
plies when the con-
veyor belt needs 
to be replaced: 
the operator can easily tilt 
the hopper, remove the 
mould, the rubber roll, the 
final nosebar, and all the  
supporting rolls with-
out needing any 
tools. 

The whole operation takes 
no more than 40 minutes.
Easy access to the knife 
means it can be cleaned or 
replaced in a very short time. 
All these operations can be 
carried out directly by the 
production operator without 
needing to involve the main-
tenance crew – thus obtain-
ing savings in terms of time 
and specialized personnel 
resources, and slashing the 
overall running costs of the 
unit as compared with tradi-
tional rotary moulders. 
The frame now consists of a 
single piece of folded steel 
plate. The entire structure 

is lighter but guar-
antees the same ri-
gidity as traditional 
ones, which consisted 
of two thick, heavy 
metal frames. This 
also makes it possi-
ble, upon request, to 
construct the frame 
entirely out of stain-
less steel. 

The new design matches the 
new style of Imaforni’s lat-
est equipment: all the mo-
tors are directly coupled to 
the gears and greater space 
underneath the machine 
provides full and easy ac-

cess for clean-
ing purposes.
Control of the 
machine can 
be custom-
ized to suit the 
baker’s needs: 
the basic level 
of control in-
cludes manual 
hand wheels 
for adjusting the knife 
and the distance between 
the various rolls, and all 
speeds can be adjusted 
from the touch screen. 
A basic recipe-storage sys-
tem keeps a record of the 
unit’s set speeds. On the 
next level up, the control 
system can be fully servo-
motorized and all adjust-
ments to the machine can be 
made through the operator 
interface touch screen, with 
a full recipe storage system. 
Several other accessories, 
such as egg wash, sugar/
particles sprinkler, jam de-
positor and ink printer, en-
sure the absolute flexibility of 
the product types that mod-
ern biscuit markets require. 
Another new item is the De-
positing Machine. Its dos-
ing head consists of a pair 
of rollers in the hopper that 

feed a volumetric pump op-
erated by gears. All depos-
iting movements, whether 
intermittent or continuous, 
are possible. The head can 
carry out up-down move-
ments and follow the di-
rection of the band during 
dosing. The movements of 
the head are carried out by 
electrical servomotors that 
allow for the elimination of 
all mechanical transmission 
shafts. The correct timing 
of these movements is en-
sured by a dedicated elec-
tronic device. The adoption 
of a volumetric pump oper-
ated by gears provides uni-
form and constant feeding 
of the dough to each nozzle, 
thus eliminating variations 
in the dosing weight across 
the entire width, which 
is a limitation in all tradi-
tional depositing machines. 

The machine can be equipped 
with dedicated devices which 
make it possible to produce 
the most classic wire-cut 
biscuits. One machine can 
therefore handle a full range 
of soft-dough cookies, with 
deposits also being made 
with turnable nozzles, and 
wire-cut ones. The unit is 
usually  also fitted with a 
jam depositor which further 
expands the range of prod-
ucts which can be obtained 
from this unit.
Flexibility is therefore 
achieved with limited space 
requirements and limited 
capital investments, accom-
panied by a unique and pre-
cise control of the deposited 
product’s weight. The high-
est standards of sanitary 
design are achieved by the 
adoption of tool-free main-
tenance procedures. 

In this fast developing world, 
the customer’s need not just 
for machinery but also for 
complete and professional 
support was perceived by 
Imaforni back in the mid-
1990s. A technological sup-
port team and a pool of free-
lance specialists was thus 
made available to our cus-
tomers to provide qualified 
technological and process 
support upon request. Quali-
fied in-house staff, consisting 
of a technologist with multi-
year experience, helped by a 
junior technologist, put their 
enormous know-how and skill 
at the disposal of our cus-
tomers. Throughout our 47 
years of activity, working on 
countless different projects 
in many part of the world has 
enabled us to build up vast 
technological and biscuit-
making knowledge: all this 
know-how is now available 

Our pilot centre is always ready to invent 
and test your new products.

Rotary moulders and depositing machines: 
improved performance for a wider range.

A new manufacturing hub for an expanding Imaforni.

the first zone of the oven 
consists of radiating heat 
(cyclotherm), while the last 
one gently delivers the heat 
by means of convection. The 
test line and the technologi-
cal staff are available to our 
customers for testing new 
recipes or processes, or for 
help in developing new prod-
ucts or optimizing the baking 
profiles of biscuits in the hy-
brid oven. The Test Center is 

also used by Imaforni’s Tech-
nical Department for testing 
the performance of all newly 
developed or modified equip-
ment, and for adopting new 
materials or components be-
fore putting them into full 
standard production. Profes-
sionalism, knowledge, and 
culture are the important in-
gredients that make Imaforni 
the reliable partner our cus-
tomers now expect it to be.

to house our Inno-
vation & Develop-
ment Center. 
Since then, the 
machines and ov-
ens have been re-
designed several 
times but every 
time we put a very 
simple concept into 
practice: in order 
to collect reliable 
information from 
a test line, only a 
low-output indus-
trial line can be used. 
The current line consists of a 
1.2 by 18 metre oven. Form-
ing is done by a wirecut/
soft-centre machine, or by a 
3Extruder for very sophisti-
cated and unique cookies, by 
a depositor/wirecut (single or 
double head), or by a rotary 
moulder. True to Imaforni’s 
philosophy of using hybrid 
ovens for the baking process,  

piece can be optimised, thus 
significantly contributing to 
more efficient use of fuel.
Experience shows that oven 
settings are often based sim-
ply on the principle of mak-
ing it easy for the operator 
to run the oven. Most tradi-
tional and consolidated bak-
ing profiles these days con-
flict with the most basic rules 
of energy saving. It can be 
demonstrated that the same 
baking process and quality 
standards of the final prod-
uct can be achieved by wiser 
management of the extrac-
tion dampers. It is surprising 
to measure how much energy 
most bakeries tend to waste 
up their chimneys!
The type and specifications 
of the conveyor used for 
baking is too often taken for 
granted. Here again, tradi-
tion might lead to the choice 
of an unnecessarily heavy 
or thick type of conveyor. In 
most cases the same prod-
uct can be efficiently baked 
on a lighter band without any 
loss of quality, appearance or 
texture in the final product. 
The type of conveyor, coupled 
with correct use of an insu-
lated return conveyor system 
wherever possible, can 
contribute to energy 
savings by around 
10-15%.

even be in the range of 30–
40%. The study carried out 
by our specialists has iden-
tified 4 main areas of inter-
vention that lead to the most 
significant savings. For obvi-
ous reasons of space, here 
we can just outline the main 
concepts:
1. Combustion: optimization 
of the mixture of combustion 
air and fuel, ranging from low 
to high flame in a modulating 
burner, has been shown to 
make a significant contribu-
tion to fuel savings.
2. Process: this is probably 
the most ready available tool 
at the disposal of the operator, 
but it is all too often neglect-
ed. It has been seen that fuel 

consumpt ion 
can be lowered 
simply by set-
ting the work-
ing conditions 
of the oven cor-
rectly - i.e. bak-
ing at the right 
temperature or 

extracting only what needs to 
be vented from the chamber. 
 Radiation or convection heat 
have different penetration 
powers into a dough piece. 
By selecting the most suit-
able proportion of radiating 
and convection heating zones 
in a hybrid oven, the ener-
gy transferred to the dough 

A global topic of discussion 
in the modern world is the 
need to reduce energy con-
sumption. The matter can 
be looked at from different 
viewpoints: as cheaper en-
ergy bills for a factory, as a 
reduction in the uncontrolled 
use of fossil fuels, or as lower 
emissions of fumes into the 
atmosphere. Here, business 
needs and environmental 
concerns coincide. Years ago, 
a specially appointed team of 
experts was set up in Ima-
forni to address these impor-
tant topics and to evaluate 
the implications for the sec-
tor as well as the technical is-
sues concerning equipment. 
A very basic preamble first 
needs to made, 
and it is one 
that is all too 
often neglect-
ed: so far, no 
“magic” tech-
nical solution 
capable of pro-
viding “clean” 
energy in great quantity and 
at an affordable price has 
been discovered. A constant, 
daily commitment to carefully 
planned energy savings solu-
tions and to the best possible 
use of available fuel seems to 
be the only reasonable and 
effective way to obtain sub-
stantial savings – which can 

1. Recovery: as previously 
mentioned, a great amount 
of heat is often unnecessarily 
vented from the chimneys. 
Recovering part of this heat 
and reintroducing it in the last 
zones of the baking cham-
bers, or simply exchanging 
it with other services in the 
factory which require a heat 
source, might be some of the 
most immediate ways to re-
duce the factory’s energy bill. 
It would also make a posi-
tive contribution to environ-
mental protection by vent-
ing air into the atmosphere 
at a lower temperature than 
would be possible with tra-
ditional old-fashioned ovens. 
2. Losses: a good slice of en-
ergy savings is obtained 
by properly designing 
the body of the oven, 
by taking into consid-
eration many small 
technical details with 
the aim of reducing 
to the absolute mini-
mum all the possible 
areas of heat loss. 
This can make 
a significant 
contribution 
to savings.

One simple example: very 
thick insulation on the top 
and side walls of the baking 
chamber obviously prevents 
significant heat loss from the 
oven body. In this area, Ima-
forni has led the way since the 
beginning of the millennium. 
The human race has reached 
a point of no return in terms 
of its conscious care for the 
environment. The journey 
has just started and there is 
still a long way ahead of us:  
Imaforni is strongly committed  
to this cultural and technical 
challenge, and we constantly 
undertake to use our know-
how and technical resources 
to achieve this target.

TECHNOLOGIES

Win-win: savings for customers, benefits for the environment
Imaforni is committed to meeting new cultural and technical challenges.

NEWS

Building the future, with an extra 
6000 square metres

Our Group 
has enjoyed a trend of contin-
uous and stable growth since 
the mid 80s. And we have 
been able to keep up with 
this growth in terms of both 
human resources and availa-
ble space. In order adapt our 
business model to the further 
positive trend that we see 
ahead of us, in the first half 
of 2009 we invested in con-
siderable changes to both our 
production and our assem-
bly sites. A big effort, which 
has put us in a comfortable 

position to deal with further 
market expansion. Of the 
two production sites current-
ly available, the workshop in 
the building at our headquar-
ters has become more spe-
cialised. Here we carry out all 
our machinery assembly ac-
tivities, the storage of com-
ponents and spare parts, and 
testing of all control panels. 
Our light-carpentry activities, 
i.e. laser metal cutting, bend-
ing, welding etc., have been 
moved to the second produc-

tion site, which is now 
mainly dedicated to 

production processes. 
A large amount of mechani-
cal components for the form-
ing equipment and for the 
ovens are manufactured at 
this production site. All the 
manufacturing machines and 
tools have been refurbished, 
upgraded, or replaced. 
The oven bodies are manu-
factured and stored in this 
6,000 m² building before be-
ing shipped, sometimes in a 
pre-assembled configuration. 
The space needed to carry out 
pre-assembly operations, as 
well as the space required for 
storing the finish modules, is 
very large, and it reflects the 
volume of business generat-
ed nowadays by Imaforni. In 
the assembly workshop the 
machines are finished with 
all the necessary mechanical 
and electrical components, 

wired up with the purpose-
designed control panels, and 
fully and thoroughly tested 
before shipping. One of the 
characteristics of the Ima-
forni business model is the 
in-depth testing procedures 
that all our equipment is sub-
jected to before going out 
through the main gates of 
the factory. This stage of the 
manufacturing process enor-
mously reduces start-up time 
for the line at the customer’s 
site; this advantage is great-
ly appreciated by those cus-
tomers who have had less 
than pleasant experiences 
with other vendors. We have 
such a strong belief in this 
aspect of our professionalism 
that we have even reinforced 
our quality staff, in order to 
provide even stricter control! 
By having shipment of the 
ovens and of the machinery 
in two separate buildings, we 

have improved our total daily 
delivery-rate capacity, which 
was previously seen to be 
one of the bottlenecks in our 
manufacturing process. This 
reorganisation process has 
greatly reduced idle time, al-
lowing all our departments 
to work more efficiently. The 
improvement targets we set 
ourselves have all been met, 
thanks to the usual outstand-
ing commitment and work 
of the whole staff in all the 
departments involved in the 
change. This did not come as 
a surprise, but it did provide 
pleasant confirmation. We are 
now all set to competitively 
face the market challenges of 
the years ahead, and we are 
ready for further expansion 
as and when needed, thanks 
to the 45,000 m² green field 
we recently acquired, just 
next to our factory. We just 
can’t wait to start using it!


