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Innovative culture for 
sugar reduction

Sweety® Y-1

  Enhance sweetness by 
converting the existing 
sugars in milk

  Tasty and healthy products 
during shelf life

  Create natural products 
avoiding the use of artifi -
cial sweeteners

  Clean Label
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Much more whey

Fonterra Manufacturing Europe increased capacities  
of the Heerenveen plant

T
o be able to process whey from 
the new Mozzarella production 
at A-ware in Heerenveen, the 
Netherlands, Fonterra’s Euro-
pean plant that is located right 

beside the A-ware cheese factory had to 
increase capacities. With a € 10 Mio. invest-
ment, a new building was erected on top of 
the existing production which now houses 
a membrane filtration plant supplied by 
ALPMA/LTH. 

IDM had the exclusive chance to visit the 
new premises. Fonterra and A-ware have 
been partnering in whey utilization since 

2015 in the industrial estate of Heerenveen. 
Initially, this agreement covered whey from 
semi-hard cheese making. When A-ware 
decided to enter the growing Mozzarella 
market, large-style of manufacturing capac-
ity, Fonterra simply had to pull right away to 
cope with a massive flow of new whey.

“We knew exactly the time when the ad-
ditional whey would have to be processed and 
prepared accordingly,” explains Diana Krabbe, 
General Manager Operations Fonterra Europe 
& Africa. “But the process itself was quite diffi-
cult as everything had to be done right in time 
and as we had to integrate the new capacities 

into the existing processing environment with-
out interruption”. 

Suppliers presented  
individual solutions
Fonterra opened a tender for suppliers in 
which it thoroughly specified all requirements 
in detail. Participating suppliers had to present 
their individual turnkey solutions. Fonterra 
then decided on the basis of the quality of the 
proposed solutions and CAPEX aspects. The 
team that did the job of selection consisted 
out of specialists from a number of fields such 
as QA, processing, engineering etc. In the 

The turnkey project supplied by ALPMA/LTH encompassed not only the RO plant, 
but also automation (for which long-term partner Beenen was subcontracted) 
and a CIP solution (photo: IDM)

Fonterra plant  
in Heerenveen, NL

Fonterra opened the plant in Heerenveen, 
the Netherlands, at the end of 2014. It 
was built in a whole-through-the-wall 
way to process all whey coming from the 
neighboring cheese factory operated by 
A-ware. The Fonterra plant processes only 
sweet whey from semi-hard cheese as well 
as Mozzarella whey. The portfolio is WPC 
80, WPI and functional WPC‘s for infant 
formula, sports nutrition and medical ap-
plications. Most of the products are sold in 
dry form but Fonterra can supply their B2B 
customers also with whey concentrates 
of >28% dry matter. Since the start of the 
factory, Fonterra increases production 
capacity and product portfolio ongoing. 

Products manufactured in Heerenveen are 
of superb quality. The whey arriving at the 
plant has passed a bactofuge for additional 
safety and will almost inline processed.
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end, ALPMA/LTH’s solution was chosen as best 
fitting to the processing requirements.

Thorough checks
This happened in December 2018. But then, 
things became tough for ALPMA/LTH. Fonterra 
has a habit of being involved in all develop-
ment stages of equipment its sources on 
worldwide scale. This meant that ALPMA/LTH 
had first to produce the P&ID (Process and In-
strumentation Diagram). Once this was agreed 
by Fonterra, everything had to be transferred 
into 3D drawings incl. all peripheral equipment 
such a tanks, fittings, valves and pumps. This 
draft was then reviewed by Fonterra again, 
with team members on aspects like HACCP, 
Hazard Analysis, Maintenance etc. stating their 
demands for adaptations and changes. “This is 
all quite time-consuming and tedious,” admits 
Johan Hoeksma, Project Manager at Fonterra. 
“But an in-deep preparation of such compli-
cated projects in a very strict process avoids 
mistakes in the end. We never assume that our 
counterparts might have understood what we 
mean or need, we make sure that there is real 
understanding, assumption are not allowed”. 

The final agreement took place in mid-
February 2019 and ALPMA/LTH were told to 
start the at site installation in mid-September. 
At the same time, Fonterra had to arrange 
for space to house the new whey processing 
line. The solution proposed by Advies- & ing-
enieursbureau Het4kant was to build a new 
plant on top of the existing one. The 30x30 
meter building on the rooftop was finished 
right in time when ALPMA/LTH sent the skid-
mounted equipment in seven trucks. Every-
thing had to be lifted by a crane into the new 
building for which purpose one of the side 
walls was left open. Of course, all trucks had 
to arrive in an orderly manner, everything ex-
actly on time. As the project was prepared so 
precisely by Fonterra and ALPMA/LTH every-
thing was right from the start which was con-
firmed by a FAT in August. The first Mozzarella 
whey was processed in November 2019.  

The turnkey project supplied by ALPMA/
LTH encompassed not only the RO plant, but 
also automation (for which long-term part-
ner Beenen was subcontracted) and a CIP 
solution. Before Beenen came into the game, 
Fonterra made sure that their IT solutions were 

exactly fitting to their very structured and 
global proprietary automation concepts.

“The project was all a brownfield opera-
tion. Much more complicated than equipping 
a greenfield plant,” is the resumé of Wietze 
Jongsma who is the representative of ALPMA/
LTH in the Netherlands. He adds: “We had to 
do seven open heart surgeries when installing 
and integrating the new whey processing ca-
pacities into the running operation. And given 
the thorough preparation and the joint team 
spirit of Fonterra and ALPMA/LTH we succeed-
ed in doing all this without causing havoc to 
the ongoing whey processing that was to be 
kept running and his high quality”.

Johan Hoeksma comments from Fonterra’s 
side: “ALPMA/LTH performed well above the 
regular level. They made things right first time, 
what isn’t always the standard in projects. Over-
all, when taking into account waste water and 
utilities consumption, installation and quality of 
work, we are absolutely satisfied”.

The solution
The heart of the Fonterra project is a new 
ALPMA RO HighTS plant with integrated RO-

Get your trucks off the road!
Realize with the ALPMA RO HighTS application reductions in

transportation costs up to 80 %

energy costs up to 50 % compared to an evaporator

LTH Dresden  Salzburger Str. 40  01279 Dresden  www.lthdresden.de  Branch of ALPMA Alpenland Maschinenbau GmbH, Germany
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Polisher, designed for two different modes of 
production: a feed flow from 6 % to 30 % total 
solids and a feed flow from 6 % to 9 % total 
solids Both in a capacity that meets the volumes 
of Mozzarella Whey. 

Solids from the RO Polisher section are 
returned to the feed tank to prevent drain 
losses. The plant can be operated with a 20 
% turn down in capacity related to the maxi-
mum. An automated citric acid dosing system 
reduces the pH of incoming whey based on 
measurement for automatic control of the pH. 

The new RO plant supplied by ALPMA/LTH 
Dresden comprises additional equipment. A 
new manifold for Mozzarella whey with two 
filling lines has one emptying line to the new 
RO plant. Also the integration of the new tank 
storage was part of the design and implemen-
tation from Alpma. 

Manifold valves were installed in the feed line 
to the UF plant to send RO concentrate with 9 % 

The building

The Fonterra project from 2019 is an 
extension on the existing production 
plant, built in 2013, also engineered 
by Advies- & ingenieursbureau 
Het4kant b.v. When developing in 
2012, Het4kant advised Fonterra to 
take future expansion into account. 
Especially to anticipate upon a load 
bearing roof, as there was little free 
space for high-care rooms next to 
the building. This provision now ben-
efited the realization. 

Issues during the process of en-
gineering and realization of the 
expansion were, after all, that the 
factory was in constant operation 
for production; hygiene and existing 
constructions had to be maintained 
as they were. Not in the least be-
cause the plan was well developped 
from the start, and thanks to the 
various parties and consultation with 
the customer, the end result seems 
as if it has never been different.

Het4kant is a civil engineering com-
pany with 18 employees, including 
project managers, project lead-
ers, building engineers, construc-
tion calculators and 3D-modellers. 
The professional scope includes all 
engineering activities from feasibility 
study up to support during construc-
tion. Het4kant do Greenfield as well 
as Brownfield projects, big and small. 
Among the clientele there are mainly 
dairy companies.

The heart of the Fonterra project is a new ALPMA RO HighTS 
plant (photo: IDM)

Fonterra confirmed: ALPMA/LTH performed well above the 
regular level (photo: IDM)

The leaders in the team that managed the plant expansion (from left): Johan Hoeksma, 
Diana Krabbe and Mike Toplis, Fonterra, and Wietze Jongsma, ALPMA/LTH (photo: IDM)

dry matter or to dose RO concentrate with 30 % 
solids for blending with low solid whey. The cor-
rect dosing is controlled by inline measurement.

New polished water storage and connec-
tions to existing manifold were installed. A line 
from the new RO plant for RO concentrate and 
cooling of the concentrate to 5 °C was integrat-
ed. Via this line it is possible to store the concen-
trate (30 %) or to bring the 9 % concentrate 
direct from the RO plant to the UF plant.

An additional circuit was introduced to 
the existing CIP plant. Delivery and installa-
tion of all necessary supply and return valves 
with same design as the existing valves was 
part of the package.

Fonterra uses Grundfos booster pumps, 
valves from GEA and the loop pumps from Alfa 
Laval. They all were arranged in way to ease 
maintenance. The RO-Polisher permeate is, af-
ter treatment, used for some phases of the CIP 
process. 




