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Machine series

OCME designs, manufactures and installs filling,
packaging, palletising and handling machines for
all the major mass consumer product manufacturing 
sectors. OCME machines are the result of decades of
experience and are designed to become the backbone of
our Customers’ production division.

High and low level 
depalletisers

DORADO

ANTARES

Roll-fed labeller VELA

Level filler for beverages HYDRA

In-line and rotary  
volumetric fillers LYNX

In-line and rotary weight 
fillers LIBRA

Shrink-wrap and tray-packers VEGA HT

Wraparound packers ALTAIR

Combined wraparound and 
shrink-wrap packers GEMINI HT

High and low level 
palletisers with 90° infeed PERSEUS

In-line high and low level 
palletisers ORION

Robot palletisers PEGASUS

Automated guided vehicles AURIGA

Computerised control system ALBATROS
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Secondary packaging 
with bundles
Heat shrink wrapping of bundles: techniques, solutions, 
comparisons and advantages of a packaging technology that 
has revolutionized industry and distribution alike
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ver recent years, the evolution of distribution platforms has globally 
triggered a process of reciprocal interference between consumer habits 
and packaging technologies. This interaction may be seen mainly in the 
dynamics of the composition of retail packs. In fact, many products, particularly 

in the beverages sector, are now available in retail packs, which are taken from the shelves and 
placed directly in the shopping cart.
However, in order for the consumer to perform 
this simple action, the secondary packaging 
must possess at least two fundamental 
characteristics: it must be manageable and 
it must be light-weight. These two features 
are among the main advantages offered 
by a technology that has revolutionized the 
world of distribution: packaging with heat 
shrink film. This technology was devised as 
an economical alternative to cardboard boxes 
for the manufacturing of wholesale packs, 
and was then instantly adopted, as a result of 
the staggering growth in the consumption of 
mineral water in PET bottles. Over the years, 
this technology has evolved and improved 
immensely, not only meeting technical and 
practical requirements, but also dealing 
with and successfully solving marketing problems and environmental issues. In the first case, in 
particular, it is easy to observe how nowadays heat shrink wrapping materials have become and 
excellent media for complex images, ideal for attracting attention and thus stimulating consumer 
preferences. In the beverages, petro-chemical, food oil, food and animal feed sectors, there are at 
least two other important solutions for combining more than one retail pack in a single secondary 
container: case packing and crating.
However, neither of these solutions may replace heat shrink film wrapping for a variety of reasons, 
the most significant being the costs of the container, its weight, size and poor manageability, 
particularly on behalf of the consumer when the product is chosen and purchased.
Moreover, the bundle is an extremely economical, disposable container, made of recyclable plastic; 
these features considerably simplify distributor logistics, at least as compared to case packing as 
a secondary packaging solution.
This paper will illustrate shrink-wrapping technology as applied to secondary packaging, analyzing 
some of the most advanced technical solutions available and attempting to direct users towards 
those solutions that best meet their specific requirements.

O

Secondary Packaging
Why do products need to be protected?

Species vary over time, evolving from simpler forms into more and more 
complex forms, thanks to a mechanism of natural selection that favors the 

survival of those individuals best suited to the environment in which they live. 

Charles Darwin (synthesis of the concept expressed in “The Origin of Species by Means of Natural Selection”, 1859)

Picture 1 
Detail of the heating tunnel infeed 
section with a tray and film pack.
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The Bundle, history and technology

undamentally, two types 
of technology may be used 
to create a bundle using 
heat shrink film: the sealing 

bar shrink wrapping machine or the 
continuous shrink wrapping machine. 
Sealing bar technology uses film originating 
from two reels that is laminated together and 
wrapped around a bundle of containers. The film 
is sealed using a bar/counterbar sealing unit 
containing a heating element that is activated 
to cut and seal the film around the pack. The 
pack then enters the oven where the film is heat 
shrunk. However, this type of technology has 
limitations in terms of both speed of execution 
and quality of the pack produced. The low 
output speed (up to 20 packs/minute for fixed 
bar models) is a, result of the discontinuous 

F
movement of the packaging cycle. In fact, in order 
to seal the pack, it must be stopped (if only for a 
few seconds) to allow the bar to seal and cut the 
film. Moreover, the sealing line is clearly visible on 
both sides of the pack, which means that printed 
films cannot be used on the sides, as the graphics 
would be spoiled by the seam. Continuous film 
technology was introduced in the early ‘80s with 
a concept that revolutionized bundle packaging. In 
fact, this method allows for continuous operation, 
thereby reaching performance levels that would 
have been unthinkable with the previous models. 
The phases of the packaging cycle follow one 
another without interruption, starting by unwinding 
the film from the reel, then cutting it to the required 
length, transferring it to an upward ramp where 
the film is kept flat by vacuum pressure until 
it is inserted on the container conveyor as the 

Picture 3 
Film path from the reels 
to the heating tunnel.

Picture 4
1988: Coca Cola® bottles 
packed on an OCME 
shrinkwrapper, TH series.

Picture 2 
1986: Pepsi® bottles 
packed on an OCME 
shrinkwrapper, TH series.
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containers transit over the front end of the film 
itself. As the pack advances with the front edge 
underneath it, a rotating bar accompanies the 
film, wrapping it around the pack until the rear 
end of the film is underneath the front of the 
bundle.
In this way, the pack with the film enters the oven 
with the 2 ends overlapping underneath it: the hot 
air and the weight of the pack itself ensure that 
the two ends are welded together, guaranteeing 
pack stability and leaving the other sides of the 
bundle free for advertising.
Continuous film packaging was conceived as 
an exclusively mechanical technology, rigid and 
to be used only for standard formats. Towards 

the end of the ‘80s, OCME entered this market, 
bringing its own contribution and developing a 
design for a much more flexible shrink wrapping 
machine, capable of processing different types 
of containers in different configurations. Over the 
years, shrink wrappers have continued to undergo 
improvements, thanks to enormous investments 
in research and development, focused primarily 
on increasing performance levels and improving 
the heat shrinking properties of the films used: 
important accomplishments that have regarded 
mainly the heat shrink oven that nowadays, along 
with the film cutting system, is considered the 
very heart of the machine.

7

Picture 5
Pack film wrapping and 
shrinking scheme.

Picture 6
Detail of film wrapping 
belt on a Vega HT.
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he advent of the heat shrunk 
bundle revolutionized the 
approach of consumers and 
distributors towards many 

products.  
In 1986, OCME began developing this 
technology with a degree of flexibility never 
before reached.
Vega HT is the result of a process that has 
optimized the solutions to concrete problems 
in bundle packaging: handling thinner films 
and lighter bottles, simultaneously guarantying 
complete adaptability to any type of format, fast 
format changes and low energy consumption.

The novelties introduced in the Vega HT series 
are an addition to the consolidated inning 
features of OCME wrapping machines: film 
cutting and the heat shrink oven.

The film cutting and infeed system is one of 
the primary components of OCME machines. 

T

In the OCME film cutting system, the bla-
de does not come into contact with other 
mechanical parts, ensuring long service 
life and cutting precision.

OCME cutting system

Vega HT, the fruit of over 25 years
of packaging with heat shrink film

Extremely reliable over time, thanks to the 
combined action of blade and counter-blade 
that does not require complicated adjustments 
(unlike the systems used by the majority of 
manufacturers, which require high-precision 
adjustment of the blade and counter-blade), the 
system ensures accurate cutting speed controls by 
means of a brushless motor drive.
Another essential component on which OCME 
R&D has focused its efforts is the heat shrink 
oven, which has become the heart of the machine, 
in order to meet the growing market demands for 
energy savings and bundle quality improvement.
The Vega HT heat shrink oven is designed for total 
control of 3 of the 4 conditions that affect bundle 
quality:

• Amount of time the bundle remains in the 
heat shrink oven;

• Temperature;
• Air flow;
• Film quality and shrinkage percent.

OCME Secondary packaging
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The blade, working as a shear, 
requires a more accurate and 
precise adjustment that is 
difficult to maintain.

Other cutting systems

The forced ventilation oven allows for rapid and 
uniform temperature control: thanks to the care 
given to oven insulation and heating element 
temperature regulation. The heating elements 
are oversized, in order to reach the operating 
temperature quickly. Significant improvements 
have also been made in terms of energy savings.
The latest generation of Vega HT heat shrink 
ovens consumes 30% less than the previous 
model. Flow control channels the hot air only 
where it is needed: pipes made of a heat-
resistant material channel the hot air incoming 
from the fan-heating unit to the side blowers 
to heat shrink wrap the bundle and to the air 
flow channels under the oven conveyor to seal 
the pack. The side blowing “inflates” the film, 
so that the material begins shrinking in excess 
away from the sides of the container, thus 
avoiding wrinkling and curling. Ongoing research 
is perfected side by side with the leading 
producers of shrink wrapping films, testing films 

that are increasingly thin and with shrinking 
coefficients that differ length-wise and width-
wise, so as to achieve perfect esthetics and 
increased savings.

Picture 7 
Detail of brushes and 
blade cutting roller.

Picture 8 
Cooling fans for packs at 
the outfeed of the heating 
tunnel, with automatic 
adjustment of packs guides.
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Vega HT in detail

The Vega HTV shown in the these pages 
is a flexible machine, able to produce film 
only packs, pad and film packs, tray and 
film or tray only packs. This machine has 
been equipped with optional items designed to 
reduce the changeover time and improve the 
handling of containers, such as the centralized 
adjustment of infeed guides and the electronic 
selection of containers. 

Container infeed 
It is of fundamental importance that the infeed 
be shaped in such a way that the containers do 
not jam. Therefore, Vega HT has been equipped 

with solutions that render its operation abso-
lutely unique: it has shaped guides especially 
designed for all container shapes and a bridge 
breaker system that intervenes only when a jam 
is detected. The brushless motor drive avoids 
jerky stops and starts.

Container selection
The aim is to select the number of containers 
according to requirements, without dropping or 
damaging them and simultaneously reducing 
the work required for format or configuration 
changes. OCME can offer various solutions: 
in the Vega HT systems, up to 60 cycles/min, 

containers may be separated using pin bars 
(two servomotors managed by means of high-
performance axis control) or by an Electronic 
Selection system (a patented OCME system 
for selection without parts coming into contact 
with the product). For extremely high speeds, 
OCME has another patented device that uses 
a double product selection system, to avoid 
product dropping and collisions, especially in 
case of unstable containers.

Infeed conveyor, with centralized 
adjustments (width of the guides and 
guides centering on the machine axis)

Electronic Selection of the 
containers, without contact, with 
no pressure on containers, with no 
change parts for size change over 
(OCME patent)

Wheels for the adjustment of the 
conveyors of the electronic selection 
(to adapt them to the diameter of the 
container)

Roller Conveyor to feed tray 
blanks to the tray destacker 

Tray destacker with gripping 
system with suction cups and 
adjustable with wheels

Tray feeding ramp with two 
independent chains, able to manage 
all the starts and stops of the  
machine “in phase”

Wheels for the centralized 
adjustment of the guides of the tray 
feeding ramp

Tray insertion and conveying 
on chains: the outer chain is shaped 
like a “step” to treat very small trays

OCME Secondary packaging
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Brushless Plug & Play
To reduce mechanical maintenance and facilitate machine 
synchronization, chain transmissions have been replaced by direct drives 
suing only Plug & Play brushless servomotors: if a servomotor breaks 
down, the machine signals the breakdown. Once the motor has been 
replaced, the parameters of the new servomotor are loaded automatically 
and the machine can begin production. 

Full Vision Guards
The Vega HT is fitted with total-vision guards for complete control of all 
machine components and the machine may be easily inspected even while 
it is running. The operator side is easily accessible as it is absolutely 
obstacle-free. The operator panel may be shifted along the machine and 
positioned as desired.

Tray flaps bending and clo-
sing devices mounted directly on a 
servomotor to avoid all the operations 
of mechanical re-phasing

Glue group: it can also be  
installed outside the machine or  
with pneumatic loading systems

Centralized control of the width 
of the chains for tray conveying

Film cutting and feeding ramp: 
can be pulled out of the machine 
frame for easy maintenance

Operator panel touch screen: 
it can be moved along the machine 
frame and it is equipped with a USB 
slot for data storage

Film wrap group, it is easily 
accessible and requires a few minutes 
for the replacement of the carpet

Film reels group, film unwinding 
and film sealing

Heating tunnel with forced 
ventilation, allows a rapid and 
accurate control of the conditions of 
the shrinking of the film
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Reel unwinding
OCME has designed various systems to feed the film to the cutting 
unit without tugging it and at the speed requested by the machine, 
adopting the various solutions based on the speed ranges. For 
output speeds up to 60 cycles/minute, the spindle on which the 
reel is fitted is controlled by a hydraulic brake, but to handle thinner 
films the reel may be unwound by a brushless motor that subjects 
the film to less strain. The standard solution for outputs of over 60 
cycles/minutes is reel unwinding controlled by brushless motors.

Reel sealing 
Whether manual or automatic, all sealing parameters may be set 
through the operator panel.

Film tensioning
A roller system, the so-called “dancer roller”, absorbs sudden 
speed changes that normally take place during the production cycle. 
This is a simple system and the operator can feed the new film into 
the circuit with the greatest of ease. A pneumatic cylinder is used 
to adjust the tension of the film and facilitates raising the “dancer 
roller” when the new film is being fed into the circuit.

Electrostatic charge
To eliminate static electricity and therefore keep the film from 
sticking to itself or curling, for output speeds of up to 60 cycles/
minute, Kevlar brushes are used. At output speed of over 60 cycles/
minute ionized antistatic rods are used.

Film cutting system
To guaranty good quality re production of graphics using pre-printed 
films, the film must be cut cleanly and precisely at the required 
speed, always repeating the cut in precisely the right point.
For this reason, the cutting blade is driven by a brushless motor. 
For output speeds of over 60 cycles/minute, the entire cutting unit 
moves, and may be automatically positioned at the point where 
unwinding speed is low, based on the length of the film and speed 
of the machine.

Film feeding ramp
This is the system that feeds the newly cut film to the wrapping 
area. The film is kept taut and in position as it goes up the  
ramp by means of a container with holes to which a vacuum  
has been applied.

OCME Secondary packaging
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Film winding system
This is a particularly delicate stage in which the film enters the 
upper section, threading its way between the containers as the film 
winding bar captures the free end of the film and completes the 
wrapping process before the pack enters the shrink oven.
To optimize this stage, the Vega HT has an independent brushless 
drive that regulates the speed of the film winding bar based on 
the speed of the machine. The brushless motor generates an 
acceleration ramp that manages winding in a smooth, stress-free 
manner. Tapes or striker brushes are used to keep the film from 
slipping out of the bar during winding, based on the speed of the 
machine. 
The film winder also has a special chain length recovery system 
that allows for adjustment of the unit height so that products with 
different heights may be processed on the same machine, always 
using the system’s potential to the best advantage (e.g. changeover 
from 0.33 l can to 2 l bottle).

Connecting belt
In order to ensure that each pack enters the oven at the right 
speed, the two sections of the machine are connected by a belt 
conveyor controlled by a brushless motor that guarantees smooth 
pack transit. The stability of each pack is guaranteed by an upper 
containment belt that is synchronized with the lower belt, so 
that the pack does not come apart, keeping the containers from 
accidentally falling.

Easy Maintenance
Vega HT has been designed with particular attention to ordinary 
and extraordinary maintenance requirements. For example, the 
cutting and film feeding unit is fitted on tracks that make it easy 
to remove for extraordinary maintenance purposes (e.g. replacing 
the film cutting blade, replacing the film pulling tapes, cleaning 
the film feeding rubber rollers, etc.), the film winding unit has been 
designed for easy replacement (in about 20 minutes by 2 operators). 
All the components used may be easily purchased, are available 
in any country and, as they adapt to all OCME machines, they 
considerably reduce spare parts storage space requirements.

13
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Heat shrink oven
The latest generation of Vega HT heat shrink 
ovens has been designed placing special emphasis 
on limiting energy consumption and improving 
quality. In earlier models, hot air was injected into 
the oven without any real flow control.
The current design has been developed around 
the concept of hot air flow channeling. The result 
is a 30% reduction in consumption and better air 
flow management that delivers only the required 
amount of air and only to those areas where it is 
needed. Indeed, if we consider the diameter of the 
heat shrink tunnel, we may note that the infeed 
opening is normally much larger than the size of the 
actual bundle, so that larger sized bundles may enter 
the tunnel easily. The air flow channeling system, 
which conveys the air to the side partitions, directs 
the heat only where it is needed for each size of pack. In 
addition to the clear advantages in terms of energy savings 
and greater bundle quality, the mesh conveyor is not subjected, 
thus reducing all problems resulting from melted plastic, dirt and 
maintenance. The cooling system fitted at oven outfeed is simi-
larly important. This unit is composed of a pair of fans installed on 
the upper part of the tunnel to stabilize the temperature of the pack 
as soon as it exits the oven, thereby ensuring that it does not come 
apart as it transits down line along the conveyor, and by a pair of fans 
located underneath the belt, to cool the mesh of the oven conveyor. 

For better shrinkage and thermal efficiency, the heating elements 
are concentrated in boxes located near the fans. These elements are 
cooled by the “cold” air drawn inside the oven and re-directed by a 
nozzle directly into the blowers. Temperature control is carried out on 
sever interdependent sections inside the oven; variability is reduced to a 
minimum (±2°C) to guaranty a constant temperature throughout the section. 
The temperature is monitored by high-precision sensors. The oven elements 
are made of Incoloy®, a special oxidation-resistant material helps keep the 
elements intact. The number of elements has been increased, using a lower 
specific power, to increase service life. The range of Vega HT ovens currently 
includes 2.5, 3.5, 4.5 and 6 m long models to offer all possible customization, 
in terms not only of time spent inside the tunnel, but also of capacity and air 
temperature. All adjustment parameters may be set from the operator panel 

The heat shrink oven,  
more compact, more efficient

Picture 19 
OCME laboratory: 
thermography of hot 
air in a blowing panel.

Picture 18 
Electrical 
resistances block.
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1 2 3 4Full page Picture 
View of the heat shrink oven with schematic 
drawing of the air flow inside the oven.
The different colored arrows empirically indicate 
the temperature of the air in that position.

Phase 4
The bundle 

assumes its final shape 
at the end of the process.

(temperature, transit time, blower opening, etc.) 
and may be saved for format changes..

Accessibility for maintenance
The oven has been designed for easy access to 
the heating unit for maintenance and replacement. 
The heating elements are located on the top of the 
tunnel, in easy to access compartments.
The installed power is 30% greater than the 
maximum absorbed power in normal working 
conditions. This feature, in addition to allowing 
for faster oven startup, also permits continuing 
production even if a few elements in the unit burn 
out. Therefore, inspection of the heating elements 
may be carried out as ordinary yearly maintenance.

Cleaning the mesh
A metal roller brush removes any plastic residue 
that could cause a malfunction is heated.

Cooling
The oven mat is cooled by two fans and two more 
fans cool the bundle and oven outfeed.

Connection to outfeed conveyors
The transition from the oven mat to the conveyors 
down line is a critical stage, as the bundles, which 
are still hot, may easily come apart in the event 
of sudden transitions. For this reason, Vega HT is 
equipped with a second conveyor made of a fine wire 
mesh that ensures a smooth transition of the bundle 
from the oven to the conveyors.

Phase 3
Proceeding 

through the machine, the 
film is heated even more 
and begins to shrink.

Phase 2
The air coming 

from the side blowers 
inflates the film.

Phase 1 
The products 

enter the heat shrink 
oven.

Picture 20 
OCME laboratory: analysis 
of shrinking conditions 
with a “test” pack.
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Vega HT: greater flexibility,  
increased customizing

OCME Secondary packaging

ega HT offers various 
optional features and 
possibilities for customizing 
and facilitate machine 

operation, speed up format changeover, 
increase energy savings and reduce the 
consumption of raw materials.
Electronic Selection, Energy saving, centralized 
adjustments, are all ideas that have been 
transformed into innovative solutions for the 
Vega HT.

Electronic Selection “NO PRESSURE,  
NO BARS” 
New market demands, focused on reducing 
the consumption of raw materials, have led to 
the use of thinner plastic to manufacture PET 
bottles. Furthermore, the increasing focus on 
containers that are difficult to select or easily 
damaged (e.g. unstable or complex-shaped 
bottles, cardboard clusters, baskets etc,) have 
led OCME to develop a solution capable of 
selecting the containers without the use of 

devices coming into contact with the product.
The absence of contact-based selection devices, 
such as pin bars, also allows for simpler and 
faster format changeover, without the need for 
tools or instruments.
Each channel has independent-control 
adjustments that make the machine easily 
adaptable to containers of very different shapes 
and sizes.
The operating principle behind Electronic 
Selection is based on the independent feeding 
of containers for each channel of the machine’s 
infeed conveyor, and it may be applied to 
all machines with output speeds of up to 60 
cycles/min. Each channel has a chain conveyor 
driven by a brushless motor and a photocell 
that verifies the position of the containers: 
the conveyor corrects the speed of the row in 
continuous interface with the control photocell. 
Stability during the transfer from the dosing 
conveyor to the machine conveyor is ensured by 
a stabilizing belt, one for each channel.
This device is protected by a European patent.

Energy Saving Kit 
Usually, the heat shrink oven in a shrink wrap 
packer is an element on the line that is adjusted 
to work in the heaviest of operating conditions. 
For example, a line that works at rated output 
speeds of 35000 bph at the filler is usually 
designed with a heat-shrink wrap packer suited 
to working at an output speed of at least 
42000 bph (20% over speed vis-à-vis the filler) 
in order to recuperate normal micro-stops along 
the line.

Instead, an oven with an energy saving kit 
may be set to work at the line’s instantaneous 
operating speed. As it can monitor the load 
conditions of the line upstream of the heat 
shrink wrapper in real time, the machine is able 
to modulate the speed of the oven conveyor, 
the cooling fans and the absorption current 
of the heating elements in advance, so as to 
always ensure the best pack formation and heat 
shrinking conditions.
In practical terms, the oven will work varying 

 V
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its speed in perfect harmony with the rest of 
the line. What this means in terms of energy 
savings is easy to imagine. 

A further feature of the oven fitted with this 
kit is the presence of motorized flaps at oven 
infeed and outfeed. These motorized flaps close 
when the heat shrink wrapper is not receiving 
products from the line. Closing oven infeed and 
outfeed, along with slowing down the feeding 
speed of the conveyor and of the cooling fans 
and reducing the current absorbed by the 
heating elements, preserve the heat inside the 
oven, minimizing dispersion and consumption.

Thus, the oven works with the least possible 
energy consumption, while keeping the internal 
temperature high enough to be able to restart 
the ideal heat shrinking process as soon as the 
shrink wrapper receives product from the line.
This minimum energy consumption with closed 
flaps may also be applied during oven start 
up at the beginning of production and during 

momentary line stoppages (e.g. shift changes).
The energy savings kit may be fitted as an 
optional feature on newly supplied ovens or as 
a retrofit on existing ovens (after a technical 
feasibility study). The main elements that make 
up the kit are:

• Temperature sensor for the oven conveyor mat.
• Speed control for cooling fans, to reduce heat 

dispersion without reaching the film fusion 
temperature.

• Conveyor mat cooling fans with inverter.
• Adjustable air flow based on conveyor mat 

temperature data.
• Adjustable oven conveyor mat speed.
• Automatic adjustment of transit time of the 

pack in the oven, based on the format and the 
current production load.

• Flap opening width based on the format being 
produced and automatic closing in case of 
absence of product at infeed.

• Thermal power adjustable in real time vis-à-
vis the production load.

If there is no product present at oven infeed, the 
oven automatically goes into “stand-by” mode 
(flaps close, heating elements cool slightly, mat 
and cooling fans slow down).

Energy Savings Average Assessment 
On machines fitted with a heat pump oven (from 
2006 to current day): ~ 28%. 
On machines not fitted with a heat pump oven 
(from 2001 to 2006): ~ 15%.

Picture 23
Heating tunnel: curtains are 
adjustable according to pack width.

Picture 24
Energy Saving Kit: infeed and 
outfeed curtains functioning scheme.

Picture 25
Energy Saving Kit: 
HMI parameters.

Picture 21
Selection of round bottles 
with Electronic Selection.

Picture 22
Selection of squared bottles 
with Electronic Selection.
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18 OCME Secondary packaging

Automatic reel sealing
This optional feature reduces idle time espe-
cially in highly automated systems in which the 
operator is responsible for supervising various 
machines. The operator has more time to 
dedicate to other activities between reel change 
operations, thanks to the automatic reel chan-
ging system. When a new reel is loaded, the 
leading edge of the film simple needs to be pla-
ced in position and the machine automatically 
splices the film and restarts operation with the 
new reel when the previous reel comes to an 
end. The film is spliced head to head, meaning 
there is only one visible sealing line; moreover, 
a pneumatic sealing control system draws the 
film taut to check the joint line before releasing 
it. This system minimizes the risk of login the 
film because the seal splits and therefore having 
to waste precious time to recover and re-seal 
the film.

Size changeover
The ideal size changeover should be tool-free, 
easy, fast and repeatable.
To meet these requirements, Vega HT offers 
various possible customized features, such as 
systems with centralized adjustment for guides 
and conveyors to allow for fast and, most of 
all, tool-free adjustment. The repeatability of 
any size adjustment is guaranteed by numerical 
counters and tables that show an adjustment 
value for each size and format. In the motorized 
model, the guides are adjusted automatically 
and the operator need only launch the procedure.
A step-by-step guided procedure, complete with 
photographs, may be uploaded onto the operator 
panel to help the operator during size changeo-
ver: thus, size changeover becomes easy even 
for operators without specific training, who need 
only carry out all the steps in the correct order.
In the model with the PDA device, the machine 
adjustment points are identified by bar codes.

Picture 26
Size Change Over: centralized 
adjustment of the infeed guides.

Picture 27 
Size Change Over: detail of the 
centralized adjustment of the guides;  
the complete system can be moved to 
be centered on the axis of the machine.

Picture 28 
Quick Change Over: bar 
code reading with PDA.

Picture 29 
Automatic Film Welding, 
with welding test.
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A PDA reader scans the code that reproduces 
the description of the adjustment to be made 
and respective value. The tray packer version 
of the Vega HT produces not only film and tray 
packs, but also film and layer-pad packs or 
film only packs, in single, double or triple row. 
This machine offers maximum flexibility and 
reliability during dispensing for a wide range of 
pack sizes, by thickness and by type of carton. 
Moreover, all the adjustments are centralized 
for easy and fast size changeover.

The blank dispensing system includes a main 
blanks magazine located in line with the machi-
ne, onto which stacks of horizontal blanks may be 
easily loaded, and an optional, orthogonal, sup-
plementary magazine, to increase the ergonomics 
of stack loading, as it is performed completely 
outside of the machine clearance area.
A suction cup dispenser with pneumatic, self-
cleaning vacuum generators picks the blank 

from the well and deposits it on the horizontal 
conveyor towards the tray inserter.
The orthogonal supplementary magazine is also 
designed to automatically feed stacks of blanks 
directly from the pallet.

Feeding trays from the pallet
The capacity of the blanks magazine may be in-
creased by means of a robotic system that picks 
the stacks of blanks directly from the pallet. The 
pallet incoming from the paper manufacturer 
must merely be placed on the conveyor by the 
lift-truck operator, who must simply remove the 
plastic bands, after which the machine runs 
completely automatic for a long time (autonomy 
varies based on the machine speed, pallet con-
veyor capacity and thickness of the blanks).
Thus, the operator does not need to manually 
lift stacks of blanks, an action which, by the 
end of the work shift, can total several tons of 
material that no longer need to be lifted.

Vega HTV, film and carton

Picture 30 
Vega HT V: detail of the chains for tray 
conveying and the flap bending devices.

Picture 31 
Detail of the chains for tray blanks 
feeding, divided in two parts.

Picture 33 
Detail of the centralized adjustment 
of the chains for tray conveying.

Picture 34 
Picking head for tray blanks (from pallet).

Picture 32 
Tray blanks roller storage in 90° version.
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Vega HT and Gemini HT:  
a range of solutions for shrink wrap packaging

he range of shrink wrap 
packers includes the 
Vega HT families 24 of 
machines and the Gemini 

HT combined machines in which a heat 
shrink wrapper works in-line with an 
Altair wrap-around packer.

Vega HT
The Vega HT series is designed to cover a 
speed range of up to 150 cycles/min, single, 
dual or triple track, based on the bundle 
format, and can process containers such as 
bottles, cans, jars, etc., packed in film only, 
layer-pad, u-board and tray.

Gemini HT: combined wrap-around and 
shrink wrap packer
Gemini HT is the version that combines the 
functions of the Vega HT shrink wrap packer 
with those of the Altair series wrap-around 
packer. The use of this kind of combined 
machine is mainly aimed at obtaining a flexible 
system with the capacity to process various 
pack configurations on the same packaging line.

 T

Four main types of packs may be obtained with  
Gemini HT machines:

• Loose containers or multipacks in  
wrap-around cardboard;

• Loose containers or multipacks in trays without film;
• Loose containers or multipacks in trays with film;
• Multipacks (in bundles or cardboard) in film only packs.

In the first two solutions, the oven and the wrapping 
system of the shrink wrap section are disabled while  
in the second two solutions they operate normally.

Picture 35
Gemini HT: detail of the 
closing system with internal 
flap for Wrap Around cartons.

Picture 36
View of a Gemini HT 60.
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Vega HT range Film only Layer  
+ film

Tray + 
film

Tray  
only

Sizes

VEGA HT

SINGLE 
TRACK

DUAL 
TRACK

TRIPLE 
TRACK

[p/m] [p/m] [p/m] [p/m] [p/m] [p/m]

VEGA HT 40 40 40+40 40+40+40 - - - L 12820 mm
W 2300 mm

VEGA HT 60 60 60+60 60+60+60 - - - L 14300 mm
W 2300 mm

VEGA HT 80 80 80+80 80+80+80 - - - L 15300 mm
W 2300 mm

VEGA HT 100 100 100+100 100+100+100 - - - L 16870 mm
W 2300 mm

VEGA HT 150 150 150+150 150+150+150 - - - L 16870 mm
W 2300 mm

VEGA HT F (the Vega HT F may be configured to produce film only bundles in single, dual or triple track)

VEGA HT F 40 40 40+40 40+40+40 40 - - L 12820 mm
W 2300 mm

VEGA HT F 60 60 60+60 60+60+60 60 - - L 14300 mm
W 2300 mm

VEGA HT F 80 80 80+80 80+80+80 80 - - L 15300 mm
W 2300 mm

VEGA HT F 100 100 100+100 100+100+100 100 - - L 16797 mm
W 2300 mm

VEGA HT VA

VEGA HT VA 40 - - - - - 40

L 11935 mm
W 2300 mm

VEGA HT VA 60 - - - - - 60

VEGA HT VA 80 - - - - - 80

VEGA HT VA 100 - - - - - 100

VEGA HT VA 120 - - - - - 120

VEGA HT V the Vega HT F may be configured to produce film only bundles in single, dual or triple track,  
or bundles in film and layerpad in single track

VEGA HT V 40 40 40+40 40+40+40 40 40 40 L 16115 mm
W 2300 mm

VEGA HT V 60 60 60+60 60+60+60 60 60 60 L 17595 mm
W 2300 mm

VEGA HT V 80 80 80+80 80+80+80 80 80 80
L 18565 mm
W 2300 mm

VEGA HT V 100 100 100+100 100+100+100 100 100 100

VEGA HT V 120 120 120+120 120+120+120 120 120 120 L 20135 mm
W 2300 mm

GEMINI HT (the Gemini HT may produce Wrap-Around cartons, tray and film or layer pad and film bundles, trays without film and may be 
configured to produce film only bundles for clusters or packs incoming on two lines)

Carton and  
wrap-around

Film and 
layer pad

Film and 
tray

Only 
tray

Film only  
For clusters and 
packs on 2 lines

[c/m] [p/m] [p/m] [p/m] [p/m]

GEMINI HT 40 40 40 40 40 40 L 21000 mm
W 2300 mm

GEMINI HT 60 60 60 60 60 60 L 22482 mm
W 2300 mm

GEMINI HT 80 80 80 80 80 80 L 27985 mm
W 2300 mm

OCME has 4 ovens with different lengths that may be paired with any machine model and adapted to work on single, 
dual or triple track. The typical oven length (diagram above) is indicative and may be varied to obtain optimal shrinkage 
conditions for different sized packs.

 Optional
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Film Only Film Only Film and Layer pad Film and Tray
Bottles

Bottles

Bottles

Multipack

Cans 

Cans 

Cans 

Bottles and cans

Bottles and cans

Bottles and cans

Bottles

Bottles

Bottles

Bottles and cans

Bottles 
and cans
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High productivity and low T.C.O.  
(Total Cost of Ownership)

Efficient technology should not only be an expression of high 
performance, but should, first and foremost, make the full production 
potential for which it was designed at user’s disposal and, today more 

than ever, it should do so while optimizing costs and resources.

owadays, the environment forces us 
to seriously reflect on issues such as 
sustainability and the exploitation 
of natural resources. Respect for 

the environment means reducing the consumption of 
raw materials and energy: OCME has demonstrated the 
capability to combine this pressing requirement in high-
efficiency and low consumption machines.
First of all, the Vega HT has been designed to work with 
increasingly thinner films, which are almost always more 
economical, first of all reducing the consumption of raw 

materials, and as a consequence the environmental impact 
of the packs thereby obtained, and secondly, reducing the 
machine’s energy consumption.
Finally, design engineers focused on maintenance aspects, to 
reduce the wear on components and machine idle time.
By also minimizing less evident costs, such as machine idle 
time for maintenance purposes, OCME has minimized the 
Total Cost of Ownership (TCO), that is, all the costs sustained 
during the machine’s service life. Considering the TCO as an 
investment means looking towards the future with the right 
perspective: sustainable and competitive development.

Film only [A, B]
This is the classic configuration dedicated to 
detail packs such as, for example, 3x2 1.5 liter 
PET bottle packs, a format that is extremely 
widespread in the mineral water sector. 
Another typical retail pack is the multipack 
containing 33cl bottle or cans, for which 
printed film is often used to render the pack 
more attractive. In recent years, thanks to 
technological improvements in shrink wrap 
ovens and film manufacturing, the film-only 
option has also been adopted for wholesale 
packaging, which previously requires layer 
pads or trays to guarantee the stability of the 
pack. A typical example is the pack containing 
24 33 cl cans, thereby cutting costs related to 
the blank and the glue previously required.

Barefoot Pack [C]
This is a specific type of film-only pack, in 
which the containers are arranged so as to 
optimize the occupied space.

Film + layer pad [D]
This is the most economical solution for who-
lesale packs: the layer pad provides stability to 
the pack, which is generally composed of loose 
containers or multipacks. 

Film + tray or tray only [E] 
In this case, the wholesale pack is created using 
a blank with folded and glued side flaps to form 
a tray. Generally, the sides of the tray as sued to 
advertise the product brand.

Wholesale pack with U-board [F]
This is an economical alternative to the tray 
that allows saving on glue and blanks. The 
system developed by OCME folds the blanks 
precisely, guaranteeing excellent resistance 
even at high speeds.

Available packs and configurations

N
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Vega HT, a new marketing lever

OCME Secondary packaging

he improvements made in 
packaging technology and the 
refinement of printing techniques 
have today led to the production 

of bundles with colorful, high quality graphics. 
This aspect is extremely important for marketing 
departments, always on the look-out for new media and 
innovative solutions to communicate with consumers. 
Like all secondary packaging, bundles provide a large 
surface that may be used to print the image of the 
product, a surface that is much larger than that offered 
by a label or by the product itself. Thanks to this 
feature, graphics with a greater appeal and that are 
more easily recognizable, and therefore more attractive, 
may be created and used. Heat shrinkage quality also 
plays a fundamental role, as it determines the legibility 
of the message and naturally contributes to increasing 
product appeal.

Another important aspect is the practicality of the bundle 
as a secondary container. In actual fact, an extremely 
stable pack that is easy for the consumer to hold and lift is 
provided, without adding to the weight of the product. 
At the same time, bundles meet distribution requirements 
thanks to the fact that even heavy, unstable containers 
such as 1.5 liter PET bottles may be left on their pallets.
Both for containers of this type and for smaller bundles, 
this characteristic contributes to simplifying shelf filling 
activities, and guaranteeing a tidier point of sale, as 
it solves the problem of individual primary containers 
toppling over on the shelves.
OCME has improved the Vega HT to guarantee higher 
standards in terms of the esthetic and functional quality 
of the bundle, in order to provide not only a packaging 
machine, but rather a reliable, efficient and flexible 
resource on which customers may base business 
development plans.

T
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Corporate environmental respect programme
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Vega HT and environmental protection

films are examples it is possible to reduce the 
impact of industrial production on environmental 
resources by rationalizing the technology in use.
For years, OCME has been committed to the 
OCME WorldCare project, a corporate plan 
aimed at education and proactive intervention 
in environmental protection issues through 
separated waste collection and the careful 
re-use of energy and raw materials in general. 
The principles of the project focus on raising 
the awareness of design engineers to issues 
such as environmental protection and windling 
resources.
The aim is to develop new lines of machines and 
systems whose performance will evolve side by 
side their capacity to guarantee an ecologically 
sustainable development.

oday, comapnies can no longer 
ignore the important ecological 
implications of their activity. 
Although this is 

partly an ethical consideration, it also 
has important commercial and economic 
implications. Increasingly more consumers are 
choosing companies sensitive to environmental 
protection issues. Moreover, it is important 
not to forget that the rational use of raw 
materials and energy is often associated with 
an immediate cost reduction. Machines such 
as the Vega HT shrink wrap packer have been 
designed to meet the needs of companies 
sensitive to these issues. The re-designing of 
the heat shrink oven and the innovations that 
have led to the use of increasingly thinner 

OCME Secondary packaging

T

Corporate environmental respect programme

All rights reserved. All registered trademarks herein mentioned belong to their respective owners,.
OCME declines all responsibility for the contents of this document as the technical data, specifications and descriptions herein contained may be subject to variation without 

notice. OCME will not be held liable for any damage deriving from incomplete or inexact information provided in this document.



All the OCME technologies dedicated  
to your sector

One of the characteristics for which OCME is renowned for in the 
market is the company’s flexible approach to customer needs. 
We believe that each sector must be followed with specific care, 
because each has specific needs. For this reason, our staff of 
professionals is specialised in responding to the needs of every 
single customer, based on the unique characteristics of each 
sector.

Beer

Mineral water

Soft-drinks

Wines and spirits

Food

Edible oils

Tissue

Petrochemicals

Pharmaceuticals

Products for personal and home care



www.ocme.com

This technology is part of  
the IntegraPack.it Project

MOVING IDEAS

OCME S.r.l. 
Via del Popolo, 20/A 
43122 Parma (Italy) 
Phone +39-0521-275111 
Fax +39-0521-272924
e-mail: info@ocme.it  

OCME UK Ltd.  
King John House, Kingsclere Park 
Kingsclere - Newbury 
Berkshire RG20 4SW (UK)
Phone: +44-1635-298171
Fax : +44-1635-297936
e-mail: sales@ocme.co.uk 

OCME AMERICA CORPORATION  
5300 N.W. 33rd Avenue, Suite 105
Ft. Lauderdale, FL 33309 
Phone:  954-318-7446
Fax: 954-634-0238
e-mail: info@ocmeusa.com 

OCME FRANCE  
42 avenue Montaigne
75008 Paris
Phone:+33 (0) 6 27.89.36.20
email: commercial@ocme.fr

OCME Packaging Equipment (Jiaxing)
Nr. 86 JiuLiTing Road,
Jiaxing Economic Development Zone,
314003 Jiaxing City,
Zhejiang Province, P.R.China
Phone: +86-573-83971680
Fax: +86-573-83971690
E-mail: info@ocme.cn

OCMEXICO Embalaje, S. de R.L. de C.V.
Homero 425 Torre “A” Desp. 102
Col.Chapultepec Morales
México D.F., CP 11570
Phone: +52-55 52542401 ext. 103
Fax: +52-55 52542401  ext. 106
e-mail: info@ocme.com.mx

OCME and secondary packaging

Our task, as suppliers of packaging technologies, is not merely to 
install a system, simply providing the solution to an immediate 
problem. Rather, we believe that our job is to provide a vision of the 
future of the packaging industry and to produce solutions that 
are ahead of their time. At least, this is what we have been doing 
since 1954. Since then, OCME has affirmed itself as a market leader 
on a world level. Mainly in secondary packaging and specifically in 
heat shrink packaging, OCME is responsible for the development 
of what today may well be considered milestones in the history 
of packaging. In this publication, we are pleased to share our 
experience and our vision of secondary packaging. We describe 
the backdrop against which our Vega range of shrink wrap packers 
was developed. Speaking of OCME shrink wrap packers is not the 
same as speaking of any machine whatsoever; these machines are 
the cream of the crop, high performance systems, ultra-high output 
systems, systems developed to form the very backbone of our 
clients’ production department. OCME has also focused on a crucial 
aspect that is becoming increasingly important for customers: T.C.O. 
(Total Cost of Ownership). What we aim to do in this publication is 
to demonstrate how one of the best packaging systems in the world 
is also extremely cost-effective.
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