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Have you ever thought 
about what’s behind a colour?

There’s a brand you can trust, 
with decades of experience.
There’s a perfect match 
between all the puzzle pieces, 
and this is possible 
thanks to our people.

There’s absolute dedication 
to product quality, 
in both treatment and preparation.
There’s attention to detail: 
from the biggest to the smallest. 

And when we talk about details, 
we mean it.

There’s a chance to touch 
with your hands something 
you’ve just imagined…
an amazing variety of feelings and 
sensations rush in.

Behind a colour 
there’s a perfect journey 
through curiosity, 
courage and a little bit of madness.
A journey that starts with inspiration.

Because without inspiration 
nothing could really exist.
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FOOD AND BEVERAGE
HOUSEHOLD
PERSONAL CARE AND COSMETICS
PHARMA

A COLOUR
IDENTITY

Advanced packaging solutions are 
becoming today as important as the 
product itself.
The packaging must not only fulfil 
international requirements in terms 
of safety, content preservation and 
hygiene, but packaging aesthetics 
can crucially contribute to the appeal 
of the product and strongly influence 
its success on the market.
REPI helps brand owners to design 
and custom make packaging driven 
by aesthetics and performance, and 
supports packaging manufacturers 
to efficiently supply their products 
and solutions.
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PET PREFORMS, RIGID 
CONTAINERS, HDPE AND PP CAPS 
AND CLOSURES, PLASTIC PARTS

BOTTLES – CONTAINERS

HDPE AND PP BOTTLES AND 
CONTAINERS 

PET FILMS AND SHEETS
PP/PVC/PS/EPS SHEETS

HDPE CAPS AND CLOSURES 

INJECTION MOULDING

ISBM TECHNOLOGY

EBM TECHNOLOGY

EXTRUSION

COMPRESSION 
TECHNOLOGY

DOSING WITH 
LIQUID COLOURS

The dosing unit is fitted with gear 
pumps, enabling high dosing 
precision even at very low addition 
rates.
The unit works on a volumetric 
principle with gravimetric control by 
means of a load cell.

The dosage constantly adapts to the 
real screw speed, giving non-stop 
feedback on the screw run time.
Dosing control at each shot 
provides a constant check on colour 
consumption. 
The gear pumps allow for quick 
colour change with minimum waste 

of material. Easy cleaning means 
there is no need to use different 
pumps for different colours.
Latest innovations are: Wi-Fi 
connection, auto refill (closed loop).

LIQUID COLOUR TECHNOLOGY

ADDED VALUE 
FOR PLASTICS
HIGH COLOUR STRENGTH 
AND UNIFORM 
COLORATION
Liquids easily cover resin granules 
and ensure the best colour 
dispersion in the final product.

ACCURATE DOSAGE 
EVEN AT VERY LOW LDR
Dosage with liquids, especially for 
transparent colours, can be very 
low, making for an advantageous 
coloration cost.

QUICK COLOUR CHANGE 
Liquids are normally dosed in the 
injection moulding machine or in 
the extruder directly under the 
hopper, making for a quick and easy 
cleaning of the machine and sensibly 
decreasing scraps and machine 
down time.

ENHANCED PROTECTION 
AND PERFORMANCE
For specific applications, additives 
can be added to protect product 
surface as well as content from 
damaging atmospheric influence 
(eg. Visible light and UV light) and to 
enhance mechanical performance.

CUSTOM MADE 
SOLUTIONS
Liquid colours can be formulated to 
achieve any given shade, including 
transparent, opaque and special 
effects. Colours and additives can 
also be combined in a two-in-one 
product, offering an efficient solution 
for the customer.

LIQUID BASIC COLOURS
For some applications, a few basic 
colours can be mixed in order to 
produce the desired shade in the 
right quantity required for any 
specific production batch.

EFFICIENT LOGISTICS 
AND STORAGE
The stock of liquids is limited due to 
their high yield, making for easy and 
practical handling and storage.
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Liquid colours for food and 
beverage applications must 
not only enhance the appeal 
of the container improving 
the marketability of the final 
product, but are also required to 
comply with international food 
contact regulations (FDA, EU 
Directives, Mercosur and country 
specific positive lists).

Additives are instead important 
in preserving and protecting 
the quality of the content, 
thus extending its shelf life 
while improving the container 
performance.

FOOD
AND
BEVERAGE

The range of colours for carbonated 
soft drinks and energy drinks is very 
wide, from transparent to metallic/
pearl effects to neon colours, both in 
translucent and covering effects.

ADDITIVES
UV Absorber / Anti Yellow / 
IV Enhancer / Blowing Additive / 
Process Aid

CSDS 
AND ENERGY DRINKS

The colours normally used for 
fresh juices must not only enhance 
aesthetics and therefore the appeal 
of the final product, but they should 
also preserve vitamin content and 
sensorial properties of the liquid 
while maximizing its shelf-life.
Common colours for non-carbonated 
soft drinks go from transparent 
effects, to translucent, opaque and 
fluorescent colorations.
Special additives are necessary to 
protect the liquids from UV oxidation 
and visible light damages.

ADDITIVES
UV Absorber / Anti Yellow / Blowing 
Additive / Process Aid / IV Enhancer

COLOUR BARRIERS
BS Colour Barriers

JUICES

High opacity white, blue and special 
translucent/ semi-transparent 
colour technologies are widely used 
to improve bottle and preform 
aesthetics and marketability of the 
final product, thus extending product 
shelf life, especially in monolayer 
packaging. Special additives and 
approved colour barriers are added 
to prevent from UV oxidation and 
visible light damages.

ADDITIVES
UV Absorber / Optical Brightener / 
Blowing Additive / Process Aid / Anti 
Yellow / IV Enhancer

COLOUR BARRIERS 
LS Colour Barriers

DAIRY

Oxygen sensitive foods like sauces, 
jams, chutneys, need to be protected  
from oxidation in order to extend 
the shelf-life without renouncing the 
container aesthetics.
Transparent as well as opaque 
colours are widely used.
Special additives and approved 
colours for barrier solutions are 
required to protect from O2 ingress 
and in some cases from UV rays and 
visible light damages.

ADDITIVES
UV Absorber / Anti Yellow /
IV Enhancer / Blowing Additive / 
Process Aid

COLOUR BARRIERS
BS Colour Barriers

FOOD AND SAUCES

Above transparent colours with 
superior dispersion and clarity, 
specific effects like glass clear, 
sparkling, frosty or special shades 
are more and more appreciated by 
the market.
For vitamin/flavoured waters special 
additives are used to preserve from 
UV and visible light degradation. 
Additionally SenzAA™ acetaldehyde 
reducers allow controlling the AA 
level in the preform and bottle.

ADDITIVES
AA Reducers / UV Absorber / 
Anti Yellow / IV Enhancer / 
Blowing Additive / Process Aid

WATER

Amber and dark green transparent 
colours are the preferred shades for 
packaging for beer, malt-based and 
alcoholic drinks.
Colour solutions tailored for active 
and passive barrier material 
are necessary to protect from 
O2 ingress, CO2 loss and UV 
degradation.

ADDITIVES
UV Absorber / Blowing Additive / 
Process Aid / Anti Yellow / 
IV Enhancer

COLOUR BARRIERS
UVS Colour Barriers / BS Colour 
Barriers

BEER, WINE AND SPIRITS
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Liquid colours and additives for 
personal care and cosmetics 
applications enhance the aesthetic 
properties of the container and 
therefore its marketability. Widely 
used colours in this field go from 
whites and pastel pearl shades to 
higher intensity colours.

ADDITIVES
UV Absorber / Anti Yellow / 
IV Enhancer / Blowing Additive / 
Process Aid

Liquid colours and additives for 
pharmaceutical containers must 
comply with the international 
requirements for pharmaceutical 
contact (USP Regulation).
Widely used colours in the 
pharmaceutical industry are 
especially amber shades.

ADDITIVES
UV Absorber / Anti Yellow / 
IV Enhancer / Blowing Additive / 
Process Aid

Liquid colours for household 
applications enhance the 
aesthetic properties of 
the container, improving 
marketability of the product, 
while being compatible with 
the chemical composition of the 
content.
The colour range is very wide 
going from whites, pastel 
and opalescent colours to 
metallic and pearl effects, both 
translucent or covering.

Additives contribute to preserve the 
quality and the characteristics of the 
content.

ADDITIVES
UV Absorber /  Anti Yellow /
IV enhancer / Blowing Additive / 
Process Aid

HOUSEHOLD

PERSONAL CARE AND 
COSMETICS

PHARMA





15

ADDITIVES
IMPROVING 
PROCESS 
PERFORMANCE
REPI process aid additives help 
improve the customer’s process 
efficiency by allowing for fewer 
scraps, lower energy consumption 
and  higher machine productivity.   
The result is an overall economic 
cost savings and therefore a more 
competitive final product.

A BETTER AESTHETICS
Besides containing and protecting a 
product, the function of any package 
is also to make the product stand 
out amongst others, making it more 
visible, appealing and therefore 
more desirable to the buyer. 
REPI liquid additives enhance 
transparency, eliminating the 
yellow/grey effects of R-PET 
and giving a shiny and sparkling 
appearance.

IMPROVING 
PROTECTION
One of the main requirements of 
a plastic container is providing 
adequate protection to the content 
from external influences, such as UV 
and visible light damage, as well as 
CO2 losses or O2 ingress.
Liquid additives provide the highest 
protection even with lightweight 
packaging solutions.

RECYCLING 
PROPERTIES
As a response to the growing trend 
in plastics recycling, REPI offers a 
range of additives, which facilitate 
plastics processing while improving 
its aesthetic appearance.

KEY FEATURES
• UV radiation absorption: 300-400 nm
• Low viscosity liquid
• No influence on the natural transparency
• Let Down Ratio: 0,05 – 0,20%
• Meet EU and FDA food contact regulations
• Suitable for standard liquid dosing units
• Can be blended with liquid colours
• Shelf life: 6 months, in sealed containers
• Standard package: 25, 50 and 200 kg drums, 1 ton IBC container. 

Customized solutions available on request

UV radiation is one of the causes of 
alteration in taste, smell, colour and 
biological characteristics of products 
packed in PET.
Many products contain light sensitive 
ingredients and PET alone cannot 
protect them from degradation.
Several grades of REMAP UV 
ABSORBERS are available to cover 
the different protection requirements 

UV
ABSORBER

according to final product needs; this 
enables the customer to select the 
proper additive, optimising the cost/
benefit ratio.
REMAP UV ABSORBERS capture 
UV radiation from 300 to 400 
nm, creating different levels of 
protection, depending on the LDR 
and the packaging wall thickness.

PET CLEAR UV ABSORBER 00394 LDR 0.15% UV ABSORBER 00282 LDR 0.15%

UV ABSORBER 00370 LDR 0.15%
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REMAP BA additives have been 
specifically designed to give 
enhanced characteristics during the 
blow moulding process. The different 
formulations allow the PET preform 
to be homogeneously reheated, due 
to better infrared absorption.
These additives provide lower 
blowing energy costs and reduced 
percentage of scraps, especially 
for thicker preforms, while leaving 
productivity unaltered when not 
even increased.
Remap BA additives can be used as 
alternatives to fast re-heat resins.

BLOWING 
ADDITIVE

KEY FEATURES
• Improve heat absorption
• Energy saving (5-15% depending 

on preform design and weight, and 
on blowing machine settings)

• Improve productivity 
• Reduce scraps
• Low viscosity liquid
• Let Down Ratio: 0,02 – 0,05%
• Meet EU and FDA food contact 

regulations
• Suitable for standard liquid dosing 

units
• Can be blended with liquid colours 

and additives
• Shelf life: 6 months, in sealed 

containers
• Standard package: 25 and  50 kg 

drums.
Customized package solutions 
available on request

ENERGY ABSORPTION
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KEY FEATURES
• Can reduce AA by more than 75%, at the recommended loading levels
• Preserve natural taste of water
• No black specks, no plate-out, no sublimation
• Suitable for bottle to bottle recycling
• Meet EU food contact regulations
• Suitable for standard liquid dosing units
• Can be blended with REPI liquid colours
• Shelf life: 3 months, in sealed containers for the liquid version; 1 year for the 

solid masterbatch version
• Standard package: 25 and 50 kg drums.

Customized solutions available on request

The presence of acetaldehyde 
(AA) in PET packaging is a critical 
parameter affecting the taste of 
water.
The                      additives can 

AA 
REDUCER

reduce the levels of AA in PET 
preforms by more than 75%.
The                       additives (AA) 
are available both in liquid and in 
masterbatch form.
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KEY FEATURES
• Reduce the yellow index (b value of 

CIELab coordinate)
• Stabilise the grey shades (L value 

of CIELab coordinate)
• Stabilise the red/green shades (a 

value of CIELab coordinate)
• Improve aesthetics on recycled 

PET
• Low viscosity liquid
• Let Down Ratio: 0,01 – 0,05%
• Meet EU and FDA food contact 

regulation
• Suitable for standard liquid dosing 

units
• Can be blended with liquid colours 

and additives
• Shelf life: 6 months, in sealed 

containers
• Standard package: 25, 50 and 

200 kg drums, 1 ton IBC container. 
Customized solutions available on 
request

The use of recycled PET for the 
production of preforms and sheets 
is increasing and taking an ever 
larger share of the market.
REMAP Anti Yellow (AY) additives 
increase R-PET aesthetics, restoring 
the look of virgin material.

ANTI YELLOW

YELLOW INDEX
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KEY FEATURES
• IV increase from 0,05 dl/g to over 0,10 dl/g depending on the LDR
• Balance of IV “peak” – it gives more homogeneity to final mixed resins
• No cross link: they enable the molecular weight (MW) and mechanical 

properties to increase accordingly
• High thermal stability, no black specks
• Let Down Ratio: 0,2 – 0,3% (masterbatch)
• Meet EU food contact regulations
• Shelf life: 12 months in sealed containers
• Standard package: 25kg drum

Recycled PET is generally 
characterised by a lower Intrinsic 
Viscosity (IV). The use of recycled 
PET in the production of preforms 
or sheets can affect the mechanical 
behaviour of the final products.
REMAP IV Enhancer (IVE) used in 
extrusion allows for better thickness 
distribution of the final sheet and 

IV
ENHANCER

TOP LOAD RESULTS ON PET BOTTLES
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acts positively on the extruder 
ingress and output pressures, as well 
as enabling better cleaning of the roll 
mills.
REMAP IVE additive can increase IV 
over 0,05 dl/g.
REMAP IVE is available in solid  
masterbatch form.
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KEY FEATURES
• Improve process productivity
• Enhance process parameters stability
• Optimise preform storage (+5-10%)
• Reduce static charge
• Reduce scratches
• Low viscosity liquid
• Let Down Ratio: 0,12%
• Meet EU and FDA food contact regulations
• Suitable for standard liquid dosing units
• Can be blended with liquid colours and additives
• Shelf life: 6 months, in sealed containers
• Standard package: 25, 50 and 200 kg drums, 1 ton IBC container. 

Customized package solutions available on request

REMAP Process Aid (PA) additives 
allow for process enhancement, 

PROCESS
AID

better preform quality and storage 
optimisation.

~+10% of storage capacity for each box 
depending on perform design

WITH REPI PROCESS AIDWITHOUT REPI PROCESS AID

KEY FEATURES
• Increase gloss (bright shades)
• Enhance the whiteness
• Low viscosity liquid
• Let Down Ratio: 0,2 – 0,3%
• Meet EU and FDA food contact 

regulations
• Suitable for standard liquid dosing 

units
• Can be blended with liquid colours 

and additives
• Shelf life: 6 months in sealed 

containers.
• Standard package: 25, 50 and 

200 kg drums, 1 ton IBC container. 
Customized solutions available on 
request

BLUE INDEX
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Bright shades can determine 
consumers’ packaging choice.
The use of white colours often 
requires high load, thus reducing the 
white effect. REPI has developed 
REMAP Optical Brightener additives 
(OB), to increase brightness and 
enhance whiteness of the final 
product.

OPTICAL 
BRIGHTENER
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The U2011 dosing unit family is 
the latest development among 
the REPI electronically controlled 
dosing systems for thermoplastic 
applications.

Suitable for injection moulding 
machines as well as extruders, it 
is normally fitted with gear pumps 
ranging from 0,06cc to 10cc. (other 
sizes available upon request), which 
ensure high precision and constant 
dosage of colours or additives. 
The unit gets the input signal from 
the  machine, thus adapting to the 
output possible fluctuations, in 
order to maintain the same dosage 
throughout the production. The 
metered quantity can be checked 
in real time on the unit screen 
and adjusted if required, while the 
machine is in motion. The amount 
of colour in the service drum is  
constantly checked, and a minimum 
level can be set at which the unit 
gives an alarm, allowing the operator 
to refill the drum.

Pumps are quickly installed and 
removed, and easily cleaned by the 
operator for colour change.

The U2011 is designed to be a user-
friendly instrument. Calibration 
of the specific colour or additive 
is required only once and is a 
straight-forward and relatively 
quick operation. The parameters are 
stored in the unit memory and can 
be recalled when needed, by simply 
pressing the specific program name. 
A vast amount of data is available, 
including a historical log going back 
for months and colour consumption 
data related to the pump turns.

U2011 has a digital touchscreen 
and an intuitive software. A limitless 
number of programs can be stored.

Calibration is required only once, it 
is stored in the control unit memory 
and can be recalled simply by 
pressing a button. It can be saved 
as an excel file and transferred to 
computers and other U2011 dosing 
units speeding up the set-up time 
of the machine and giving the 

U2011 DOSING UNIT
EQUIPMENT

opportunity to analyse and compare 
product consumption trends and 
therefore correct inefficiencies for a 
more accurate dosage.

CONTROL UNIT
• Touch-screen display
• Manual and automatic 

operational modes
• Dedicated software with 

LOG, large memory capacity
• Digital input: open close 

powerless contact
• Analogical input: 4-20 mA 

and 0-10 VDC
• Interfaces: I/O, PC, LAN, USB, 

SD
• Acoustic and visual alarm 

interfaces
• Pump feedback and external 

alarm connections 
• Type of connection: 230v – 

50hz (110v also available)
• Colour level control by load 

cell; +/- 1 gram tolerance and 
max 50Kg load

• Gravimetric control during 
production

• Auto refilling system
• Colour management System

MOTOR
• Low tension motor: 48 VDC 

(220VDC with inverter for 
10cc pump)

• Encoder control
• Power: 190W standard (750-

1500 W for 220VDC)
• Maximum speed: 3.000 rpm
• Motor reduction: standard 

1:20

PUMPS
• Gear pump output: 0,06-

0,2-1,0-2,0-5,0-10,0 cc/
revolution

• Screw pump output: 1,1 and 
3,0 cc/revolution

• Pump speed (min/max): 
1-150 rpm

OPTIONALS
• Digital pressure switch for 

colour pressure control: 
0-250 Bar 

• Colour drum with quick 
connection

EQUIPMENT
A range of dosing units is available 
for both injection moulding and 
extrusion machines. Fitted with 
gear pumps of different sizes, they 
guarantee precise and constant 
dosage of REPI liquid colours and 
additives even at very low LDR. 
Pumps are quickly installed and 
removed and can be easily cleaned.

130 cm
51.2 inch

48 cm
18.9 inch

65 cm
25.6 inch
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LIGHT METER
EQUIPMENT

OPERATING 
INSTRUCTIONS
• Fit the preform into the support.
• Automatically load all the preform 

data requested for the test.
• Press “MEASURE”, and the 

following occurs automatically – 
light discharge
• capture of the light (volt/time)
• peak integration
• signal elaboration

• An “ok” or “fail” message appears 
on the test report.

RANGE OF 
MEASUREMENTS
The use of different light sources 
allows the definition of the best 
compromise, colour by colour.
Depending on the model, different 
measurements can be carried out: 
• Analysis on transparent, semi-

transparent and opaque preforms
• Analysis of the UV content 
• Analysis of IR absorption
• Analysis of preforms with very high 

levels of opacity

OPERATING 
PRINCIPLE
A light source is positioned inside the 
black test cell, which is completely 
isolated, allowing no light to enter. 
The preform is placed on the fixed 
light source emitter  in the middle of 
the test cell area.  This is surrounded 

PREFORM COLOUR 
CONSISTENCY 
CONTROL
Most beverages need special 
protection from visible light, in 
order to maintain their sensorial 
and nutritional characteristics. In 
food packaging applications, such 
protection is often obtained by using 
colours, which are dosed at different 
addition rates. One of the best ways 
to ensure that the final container will 
have the necessary light protection 
is to measure light transmission 
directly on the PET preform, before it 
passes to the blowing stage.  
The colour amount level in 
the preform is tested by 
spectrophotometer techniques or, 
very often, just by visual control. The 
first approach is expensive, requires 
lab skills and often yields more data 
than needed. Moreover, it is difficult 
to apply to opaque preforms.
Visual checking is a standard 
practice for checking preforms on the 
shop floor, but there is a limitation 
with opaque preforms and the 
reliability of the result depends a lot 
on the operators’ experience.
Light Meter measures all opaque, 
semi-transparent and transparent 
preforms, offering a more scientific 
alternative to visual control for all 
coloured preform ranges.
Depending on preform opacity 
and on the purpose of the control, 
different options are available:
• Flash
• RGB
• RGB-UvIR (for standard and         

XL preforms)
• Light Meter Plus

SOFTWARE
All information on the preform 
required by the system to carry out 
the test is automatically loaded 
into the system through an internal 
preform data base. It is possible to 
store the colour level opacity and the 
acceptable measurement tolerance 
(%) for all preforms. At the end of the 
measurement, the system produces 
automatically a message of “ok” 
or “fail”. It is possible to store and 
to print data analysis directly from  
the instrument. USB and Ethernet 
ports are available to connect the 
instrument to the company net and 
for data backup. 
NEW of Light Meter Plus:
• Control on CIELab and DeltaE
• Control of PET humidity in the 

preform
• No preform database limits
• Direct loading and consultation of 

historical data on the instrument
• Wi-fi connection 
• Touchscreen

by several sensors able to catch, 
at different levels of sensitivity, the 
light passing through the preform 
wall to the test cell. The sensor 
systems give an electrical signal 
which is proportional to the amount 
of light passing through the preform. 
Depending on the preform light 
barrier properties, different values 
are registered. 

Innovative production processes 
and high quality standards require 
special attention and often involve 
the development of tailor-made 
solutions to specific customer needs.
A successful example is a special 
dosing system  developed to meter 
high concentrations of liquid colours, 
necessary to achieve the suitable 
light barrier for UHT and ESL milk 
preforms.

The goal at REPI is not only to 
provide high performance products, 
but to act in synergy with customers 
and partners, supporting innovative 
ideas and shaping new solutions 
together.

CUSTOM 
MADE 
SOLUTIONS

The user-friendly software allow 
also unskilled people to use the 
instrument properly. 
Languages available are: Italian and 
English.
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GLOBAL 
PRESENCE
REPI SpA 
Via B. Franklin, 2
21050 Lonate Ceppino VA - ITALY

REPI LLC 
2825 REPI Court
Dallas, NC 28034 - USA

OOO “REPI” 
St. Alekseya Dikogo 18B, 
office 307
111396 Moscow - RUSSIA

REPI (UK) LIMITED 
36 Dunes Way
Wellington Employment Park
Liverpool, L5 9RJ - UK 

Copyright REPI - All rights reserved. 
The content of this publication (texts and pictures) is based on our current experience and knowledge and is intended to provide 
general information on our products and their uses. All information is given in good faith but without warranty of certain properties 
nor the suitability for a specific purpose. Any data given herein may change without prior information and we reserve the right to 
make any changes according to technological progress or further developments.
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