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Kitchen cleaning tool that

adjusts
to the task.

The universal Scolch-Brite™ Fryer and Kitchen Cleaning Tool is designed
to make cleaning a vanety of commercial kitchen surfaces fast and safe.

It features an extended reach, can withstand high temperalures and is
veny versatile with multiple pad options, positions and applcations for
just about any kitchen claaning job.
Great for all types of grills, flattops, hoods, ovens and fryers
+ Tool and pads are heat-resistant up to 350° F

- All components are dishwasher safe

1-800-698-4595  www.3M.com/kitchencleaningtool




Welcome

It seems like only a few years ago that HACCP International celebrated the establishment of its
regional office in The UK and Hong Kong and we now approach another important milestone in our
development with the opening of our fourth regional office in The United States. We are delighted to
announce the commencement of American operations through our new base in Orlando, Florida in
conjunction with Newslow and Associates, a renowned and respected food safety enterprise.

It is fitting that the opening of this new regional office coincides with this year's SQF conference
in that same city in October. The SQF scheme has its origins in Australia and, we like SQF, are proud
to be ‘moving across the pond’ from Australia, a nation with the highest reputation for food industry
innovation and quality to one with a similar approach to this important subject. We hope to see
many of you at the SQF conference.

We are delighted to welcome Debby Newslow and her team to the HACCP International family
and look forward to working with them and the American food industry in the years ahead. Newslow's
technical staff are truly excellent and we are pleased with the technical, as well as cultural fit, that we
have found with that company (see page 11).

We are delighted to announce the
commencement of American operations
through our new base in Orlando, Florida.

Our scheme ‘Food safe materials, equipment and services' has been very well received across
Australasia, Europe, Asia and, in recent years, The USA. It has attracted the attention of the food
industry and suppliers there by meeting the precise due-diligence needs that modern HACCP based
food safety and quality systems now require from non-food products that have incidental food contact
or a major impact on food safety in their application. Importantly, and unlike many other schemes, ours
addresses all the elements that such due diligence requires and is not limited to individual facets. As
our promotional literature says, items carrying our mark are completely fit for their purpose in every
respect of food safety — not just material selection, cleanibility or other individual requirements. The risk
based methodology together with the key criteria gives the supplier and buyer alike confidence and
assurance in a product’s fitness for purpose.

In recent months, our regional and Australian technical teams have been evaluating some excellent
products that have been submitted for certification. These include products from 3M, Kimberly Clark, SCA
Hygiene, Electrolux, Bayer, BASF, Deb, Hoshizaki and Testo to name a few. These are all companies with
excellent reputations for quality and it is no coincidence that they devote significant effort in ensuring
their products are particularly appropriate for use in supporting food production and handling. Ingredient
risks have been well addressed by the food industry over the last 10 years or so but, until recently, the
risks from non-food products had less attention. This is changing and making for safer food products and
a drop in food safety incidents and recalls. For more details of our certification scheme and the qualities
that our mark represents, | encourage quality managers to contact any of our regional offices.

In other news, our branch offices are also seeing increased activity. It is particularly pleasing to see
our workload in Fiji rising rapidly with food safety becoming the focus of improvement in the small
island nation. Fiji is a country with ambitions in international food trade and the industry there is
making big efforts in terms of food safety. We have seen high levels of both enthusiasm and effort in
this and if these are indicators of an outcome, they will succeed. They deserve to do well and we are
delighted to have a role in that.

We are old or old fashioned (actually both in my case!) at HACCP International and, in an attempt
to move with the times, we intend to begin a migration to electronic bulletins next year. These paper
based bulletins have been very popular and | hope that the e-version will prove equally so. Please stick
with us and subscribe by sending your email address, to subscriptions@haccp-international.com or
hit the tab on our web page. Thanks for reading.
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For more information on any article in
this magazine or to submit editorial or a
comment please email to :
ifsh@haccp.com.au

For more information about HACCP
International’s services, please email :
info@haccp-international.com or contact
one of our regional offices

AMERICAS

Debby Newslow, VP — Americas
T:+1407 992 6223

E : debby.n@haccp-international.com

ASIA

Bill Simos, Managing Director — Asia
T:+852 2824 8601

E : bill.simos@haccpasia.com

AUSTRALASIA

Clive Withinshaw, Director — Australasia
T:+6129956 6911

E : jew@haccp.com.au

EUROPE, MIDDLE EAST, AFRICA
Richard Mallett, Director — Europe
T:+44 1227 731745

E : richard.m@haccpeurope.com

For a free subscription, please email your
name, company, job title and postal address
to subscriptions@haccp-international.com
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Your global partner
for first-class industrial flooring

Reactive resins and polymer concrete for industrial floors
and civil engineering projects
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UltraCella platform

The innovative solution for your cold rooms Get it now!

QuickFinder, the right app for
UltraCella is the result of analysis, experience and understanding of current and future market refrigeration professionals.
requirements.
Itis a new generation of controllers based on the latest CAREL technology: this powerful
platform can connect more probes and loads than other standard solutions, managing these with
optimised and advanced control algorithms, for total cold room control.

ADRUCIIVOD

carel.com
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HIGH EFFICIENCY SOLUTIONS

HAND-IN-HAND WITH FOOD SAFETY
FROM CAREL

Ever since ancient times, mankind has needed to learn how to
preserve food, so as to be able to survive periods in which there
was scarce availability of game or between harvests.

However, it was only the advent of “mechanical cooling” in
industry and subsequently the progressive introduction of home
refrigerators (the first model went on sale in 1913) that allowed
food to be transported and stored for long periods of time,
maintaining its original properties.

Availability of fresh, healthy and good quality food,
anywhere any time, for the most part depends on “cold chain”
management, or in other words, ensuring the right temperature,
fundamental for both frozen foods as well as fresh produce.

The guidelines established by international organisations and
food and environmental experts recognise the following priorities:

Food safety

Food security

Food waste reduction
Environment

Energy saving

For operators in the food industry, the following are also
important

Food quality

Shelf life

Reduction in running costs

Return on investment.

Here we look at how these objectives can be pursued by
exploiting the best modern mechanical, thermal and electronic
technology, combined with increasingly intelligent software.

In a conventional scenario, the devices and systems
responsible for managing installations, compressor racks,
showcases and cold rooms, lighting, ventilation, air-conditioning
and so on operate totally independently from each other,
consuming significant quantities of energy. Frequently, needs are
divergent and reciprocal effects lead to an increase in costs and
a decline in performance. Failures and malfunctions, for example
high temperatures, are only identified when the negative effects
are already evident and have an impact on food preservation.
Repairs thus become more urgent and more expensive, and
the food itself, in the worst cases, will no longer be fit for
consumption and will need to be discarded (food waste).

With the latest solutions, such as the Carel Retail
sistema, all the components in the system are designed to
cooperate with each other, for the purpose of achieving the
highest possible performance, in real operating conditions
and in response to continuous changes to the systems. Energy
consumption is reduced, and food preservation conditions are
improved. (note: in a supermarket, around half of the energy
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Supermarket energy consumption

consumption is accounted for by cold storage!)

With the PlantVisor PRO supervisory system, the first
symptoms of a malfunction are recognised in advance (a key
performance indicator), meaning corrective actions can be
adopted before the faults become critical, and maintenance
operations can be organised more affordably and at more
convenient times.

So how can energy be saved while ensuring the best
possible food preservation?

Energy consumption = costs:

Compressor racks are the devices that use the most energy.
These systems supply the various units with gas or heat exchange
fluid in suitable conditions to remove the required heat.

In a refrigeration cycle, energy consumption increases with
the pressure difference between suction (cold side, from the
refrigeration unit) and compression (hot side, in general the heat
removed from the process).

This difference can be reduced * using electronic expansion
valves (Carel E2V), optimising compressor rack operation (Carel

@ Defrost

@ Anti-sweat heaters
@ Floating

@ Erv

Potential savings for refrigeration

CONTINUED ON PAGE 06
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pRack), improving heat exchange in the refrigeration unit, and
removing excess heat in the most efficient possible way (Carel
Chillbooster or heat recovery systems).

Quite considerable energy savings can be achieved in this
way, even up to 25-30%.

Benefits for stored food:

Every type of food has an optimum storage temperature and
humidity level

- Outside of these parameters, produce tends to spoil quickly,

its organoleptic characteristics are altered and a process
of deterioration begins that can lead to the food becoming
unsafe for consumption.

- The importance of temperature and the effects of time are

quite easily understandable.

- The importance of humidity and the moisture content of

foods is however not as clear.

In simple terms, it can be stated that the more the
refrigerated air temperature and humidity deviate from the ideal
values for the produce, the more this “hygrothermal stress”
affects food quality. Even frozen foods, albeit to a lesser extent
than fresh produce, are affected by this problem.

The most evolved systems
automatically create performance

analysis, indicators of deviation
from optimum behaviour

In a traditional system, the refrigerant fluid temperature is
fixed in the compressor rack at the value needed by the unit with
the highest demand, thus assuming the least favourable cooling
load conditions. As a consequence, the system and specifically
the evaporators in the cold rooms and on the showcases (heat
exchanger coils) always work at a lower temperature than is
actually necessary, at higher costs - about 2% more energy for
each degree less than needed.

The air is thus cooled excessively, and following a cooling cycle
the system switches off in order to return to the set temperature,
meaning the produce is subjected to heat-cool cycles with
variations of several degrees around the ideal average value.

With the Carel Retail Sistema, on the other hand,
compressor rack operation constantly reflects the demand of
each unit connected, adapting dynamically to real conditions
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while the E2V valves on the units adjust refrigerant flow, and
the MPXPRO controllers minimise fluctuations in temperature
even in the most critical stages, such as when defrosting or in
response to variations in load.
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Food safety and CCPs.

The application of correct HACCP procedures in supermarkets
and food industries that use modern control and supervision
system is simplified by the availability of large quantities of useful
information, through dedicated functions such as temperature
graphs and tables, alarm signals and logs, print-outs, reports etc.

The most evolved systems automatically create performance
analysis, indicators of deviation from optimum behaviour,
alarm warnings for system malfunctions or inappropriate use
by operators. In other words, all the critical points that may
generate situations of risk to the produce and the equipment are
managed at the origin.

This increase of food safety and quality does not however
imply additional costs, as the savings obtainable in energy
consumption mean a very short return on investment. i

* see www.carel.com for case studies, presentations and
congresses, including many produced in partnership with
research institutes, universities, customers and leading
companies in the industry.

Carel in brief:

“We recognise environmental
issues as a Corporate priority”

This is the motto that guides Carel in the
design and development of the most advanced
technologies for effective food cooling control
and management.

Over its 40 year history, CAREL has become a market-
leading designer and manufacturer of humidification systems,
microprocessor-based electronic controllers and solutions for the
HVAC/R industry. It has gained an international reputation with
over 70% of sales abroad, operating directly through 14 sales
subsidiaries (France, Great Britain, Germany, Spain, Sweden,
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Australia, Brazil, China, HK, India, South Korea, Russia, South

Africa, USA), production plants around the world (ltaly, Brazil

China, USA), and a large international commercial network.
The CAREL Group has over 1000 employees with a turnover

BIOCOTE
of 170 million euros in 2013.

CAREL offers a wide range of solutions for manufacturers, TH E

installers and designers operating in the HVAC/R sector, CAREL A NTIMICRDBIAL

is also a global supplier of solutions and control systems for the

retail market, and is heavily committed to basic and applied BRAND
research into energy savings, reduction in environmental impact
and innovation in the management of systems. 1 YUU CAN

The entire range of Carel products designed
specifically for refrigeration and retail applications,
from NTC temperature sensors to control devices
for stand-alone and centralised refrigeration units
(Easy, IR33, PowerCompact, PowerSplit, MPXPRO) & g . .
and for cold rooms (SmartCella, UltraCella) is Permanent Antimicrobial Protection

certified by HACCP International. for food contact surfaces

Completing the system are the PlantWatchPRO mm + @0 @0

and PlantVisorPRO supervisors, and Remote PRO
software for centralised site control. These are also COMPLETE RANGE OF ADDITIVES FIRST-CLASS SUPPORT SERVICES

certified by HACCP International.

The only HACCP International approved
provider of antimicrobial technology

For further information visit: 0 C A R E I_ BioCote ———————————
www.carel.com solutions. \x.___.gf +44 (0) 333 240 8308

AL —— —

info@blocote.com » www.blocote.com
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ALLERGENS -

practical control measures in the food industry

Look closely at the food safety alerts released on the U.K.’s
Food Standard Agency’s website - 24 allergy alerts have already
been issued so far up to the beginning of May 2014.

Let's compare that to 5 years ago. In 2009 there were
approximately 50 allergy alerts. If we consider that the figure of
24 for 2014 is not quite a half year figure it becomes apparent
that the number of allergy alerts for 2014 is not likely to show
an improvement on 5 years ago. According to the European
Academy of Allergy and Clinical Immunology (EAACI) about 17
million Europeans have a food allergy.

A study released in 2013 by the Centres for Disease Control
and Prevention, showed that food allergies among children
increased approximately 50% between 1997 and 2011. So
clearly this is an issue which is not going away. Here at HACCP
International we thought it might be interesting to show an
approximate break-down of allergy alert by food type implicated,
from data collected by the Food Standards Agency over these
first 5 months of 2014. Data showed that 38% of all alerts were
for meat and chocolate products specifically, mostly as a result of
allergen information not being declared. (see Fig.1)

50

4.0
3.0
20
JIRnan

E F G H J
Food type

H = Crispy potato slices/
crisp products

| = Meat products

J = Chocolate products

K = Tinned products

L = Stuffing products

M = Biscuits products

Number of alerts up to May 2014

A = Rice products

B = Lentil products

C = Meal bars

D = Curry products

E = Fish products

F = Sugar coated mixed
fruit products

G = Cake products

Fig. 1 Breakdown of allergy alert by food type implicated

Allergy alerts are issued when foods have to be withdrawn
or recalled if there is a risk to consumers because the allergy
labelling is missing, is incorrect or there is some other food
allergy risk.
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The figures are perhaps surprising considering the legislative
pressure that has been applied to food processors by the
European Union, requiring, back in 2005, the mandatory labelling
of 12 specified food allergens. That list has now extended to
14, as specified in the Food Information for Consumers (FIC)
Regulations and more are potentially on the horizon.

The Food Information for Consumers Regulations also tightens
up the declaration, and formatting, on labelling, of allergens. The
enforcement authorities throughout Europe take this issue very
seriously and a food processor’s allergen management programme
comes under close scrutiny during inspections.

The issue is also tackled by the GFSI benchmarked Global
Food Safety Standards including the British Retail Consortium’s
(BRC) Global Standard for Food Safety, adopted by
approximately 20,000 food processors worldwide, with other
standards such as IFS and FSSC 22000 not that far behind.

Within these Standards there are stringent, mandatory clauses
requiring a processor to perform risk assessment, taking into
account the nature and source of allergen, and adopt appropriate
allergen controls, normally, though not always, through a pre-
requisite control based allergen management process.

The aim is to reduce the number of allergen related incidents
that require withdrawal or recall from the market. Loss of
allergen control can arise from three main failures:

Practical allergen controls

A HACCP based allergen risk assessment programme is key to
allergen management and control. As an example of this approach
the BRC Global Standard for Food Safety requires risk assessment
to establish the presence and likelihood of contamination by
allergens, and the implementation of controls taking into account
the nature of those allergens (dusts, liquids, solids).

Systems must be implemented to ensure integrity and
compliance with specification throughout the supply chain. The
following areas, managed as HACCP pre-requisite procedures
can all help to reduce the potential for allergen misinformation
or contamination:

e Supplier and ingredient control requires the review and
management of supplier ingredient specifications to identify
those which intentionally contain allergens and those which
may, unintentionally, be contaminated. One of the potential
pitfalls here is reformulation of the ingredient by the supplier
without the provision of amended and updated specifications.
Knowledge of the supplier’s allergen management procedures
is a factor and can be facilitated by something as simple as
an allergen management questionnaire to determine allergen
control procedures on the supplier’s site and therefore the

ISSUE 9 2014



overall risk of allergen cross contamination by the supplier.
This can be followed, as necessary, or where information is
scarce, by a formal on-site allergen audit.

¢ Controlled on site food storage by the processor
requires segregation or other validated control to ensure
contamination of non allergenic foodstuffs or ingredients by
allergens is eliminated or reduced to a safe level. For very high
risk, low threshold allergens such as nuts this might require
entirely separate storage areas. For foodstuffs more likely to
be the cause of intolerance, rather than severe anaphylactic
shock, such as gluten containing foods, it may be sufficient to
use separate shelves or racks, within common storage areas.

¢ Segregated handling or processing of foods, during
production, may require entirely separate processing halls

or even factories, especially in the case of high risk allergens
such as nuts. Otherwise, and where risk assessment allows,
the processor can employ time separation, so that allergen
containing foods are made at the end of the production day
and this activity can be followed by a deep “allergen clean
down” which might not be possible during shorter, between-
batch production breaks. Test kits and methods are quite
widely available to measure residual allergen traces following
clean down and to help with validation of this control. It is
worth remembering that these test kits themselves, when
used in house require validation. Alternatively allergen residual
swabs can be tested by an accredited laboratory, having first
checked that the scope of accreditation covers such testing.

e Staff awareness and staff movement control is a key
area to consider. Higher risk allergens such as nuts may
have to be handled, not only in separate areas, but by
separate, visibly identifiable staff, wearing specific, often
colour coded protective clothing. Staff training should always
now encompass an element of allergen awareness and
competence with regard to allergen management procedures.
This training must be provided before food handling duties
commence. Staff should be made aware of the types of food
allergens that exist and that are legislated for. They should be
made aware of potential sources of allergen cross control and
misinformation such as use of the wrong labels or packaging.

e Control of labels and packaging, especially during
product change-over, can prevent a foodstuff entering the
market with incorrect or absent allergen warnings. This is a
supervisory issue requiring a check that labels and packaging
have been correctly changed over when a new product is being
packed. The information that must be placed on labels and
packaging, with regard to allergens, is a technical management
and new product development issue. Common pitfalls are
the use of a new or reformulated ingredient, new allergens
being handled on site, new equipment being used, new
layouts implemented, new production schedules drawn up
or new cleaning regimes being put in place. Just as in Principle
6 of Codex HACCP, a review of the allergen risk assessment

is crucial to ensure that changes to the allergen status of a
product is identified and reflected on the label and packaging.

ISSUE 9 2014

¢ Allergen audits can be implemented as part of the
internal auditing process. The audit should ideally pick

a final, packaged product and trace back through all
storage, formulation, processing and packaging steps to

the ingredients used, ingredient specifications held and the
information supplied by the supplier in regard of their allergen
controls. In this way the risk of allergen contamination and
inclusion of intentional allergens can be validated against the
allergen declaration and “may contain” information provided
on the label or packaging for your chosen product.

e Equipment selection and use, together with materials of
construction and design of surfaces such as floors and walls is
often overlooked, even when all other allergen management
controls are in place. Yet this control is just as key as the
others. For instance, as a rough guide, the higher the IP
rating on equipment the less likely it will be for particles of
food, some of which may be allergenic of course, to become
trapped. In more general terms equipment and materials
selection must be influenced by cleanability and accessibility.
Ask yourself the following question — Can | access all surfaces
easily and are they designed to facilitate a deep “allergen
clean down” to prevent them becoming a source of allergen
cross contamination.

The same principle extends to cleaning equipment. In general,
those surfaces and pieces of equipment, which can be cleaned
and then disinfected to reduce to safe levels bacteria such as
Listeria monocytogenes, should be at minimal risk of being a
source of allergen contamination.

Allergen thresholds

The European Commission, using recent internationally
recognised scientific evidence, has introduced compositional and
labelling standards (Commission Regulation (EC) No. 41/2009)
that set levels of gluten for foods claiming to be either ‘gluten-
free’ or ‘very low gluten’. This came into force in January 2012
and stipulates the following levels:

e ‘gluten-free’: at 20 parts per million of gluten or less

e ‘very low gluten’: at 100 parts per million of gluten or less

- however, only foods with cereal ingredients that have been

specially processed to remove the gluten may make a ‘very

low gluten’ claim

¢ These regulations apply to all foods, pre-packed or

sold loose, such as in health food stores or in catering

establishments.

The sulphur dioxide and sulphites threshold has been around
for some time now and is clear from the new FIC Regulations:

Sulphur dioxide and sulphites at concentrations of more than
10 mg/kg or 10 mg/litre in terms of the total SO2 which are to be
calculated for products as proposed ready for consumption or as
reconstituted according to the instructions of the manufacturers.

This and any future threshold developments may well
have some consumer and industry benefits. For the allergic or
intolerant consumer a reduction in unnecessary “may contain”
warning statements will increase choice.

For industry some clear, quantified guidelines will undoubtedly
help in the quest to devise sensible risk assessments and controls. Il
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To request your FREE TRIAL:

email talktous@debgroup.com or telephone 01773 855177
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SNIMACAZINE XyBAC" takes first

5l AWARDS prize for innovation
and excellence

The annual Food Magazine ‘Food Awards’ were held in
Sydney on Friday 8th August. This is Australia’s leading industry
awards ceremony which recognises new and innovative
products in the food and beverage industry sector.

Against stiff competition from a wide range of innovative
products, the independent judging panel recognised the
qualities of OxyBAC™ which resulted in them winning this
prestigious award. With the
category being open to so many
products, the winner really does
have to display a high degree
of excellence and innovation.
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manufacturers of consumables,
materials and equipment which
are so important in supporting
the food industry — especially in
terms of food safety.

OxyBAC™ is a new, rich-
cream foam, antibacterial hand
wash that combines Deb Foam
Technology™ with Accelerated
Hydrogen Peroxide antibacterial
agent to provide unique benefits
compared with all other antibacterial hand wash products used
in food industry environments.

OxyBAC™ has excellent physical cleaning properties to
remove both visible food contamination and invisible bacteria
and unlike all other antibacterial actives, hydrogen peroxide
(H202) does not leave any toxic residual environmental
contamination after use as it simply breaks down into oxygen
and water.

OxyBAC™ carries
HACCP International’s
food safety certification.

Clive Withinshaw,
Director of HACCP
International said ‘we
were delighted that
the judging panel
recognised the qualities
of this product not just
because of the product
itself but because of the
importance of effective
hand-washing products in
food safety. This product
is one of the few that
has overcome all the
issues surrounding anti-bacterial products and delivers a best
practice solution’. I

Jason Rigley from Deb Australia (L)
receiving the FOOD SAFETY & INNOVATION
award from Clive Withinshaw from

HACCP International
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HACCP International’s

new USA office to service clients
on the American continent

Welcome to the new Vice President, Debby Newslow

HACCP International is very pleased to announce the opening
of its fourth regional office - in The USA. This office will be
responsible for managing technical and commercial affairs for the
American region. Debby Newslow of Newslow and Associates has
taken up an additional role to become ‘Vice President - Americas’
for HACCP International, combining HACCP International’s
specialist services and certification programme with Newslow’s
current food safety and training operations. Debby is supported
by an expert team of food scientists as well as the resources of
HACCP International staff in The UK, Hong Kong and Australia.

The HACCP International office based in Orlando, Florida,
allows HACCP International to offer its full suite of services to
the food industry in The United States as well as Canada and key
South American countries.

Debby Newslow, Vice President -
Americas, HACCP International

Bill DuBose, Food Technologist and
Business Development Specialist

Coupled with other regional offices in Australia, Hong Kong
and The UK, HACCP International now offers truly global
support to clients whose products carry the HACCP International
certification mark and their customers.

Debby is a native of Needham, Massachusetts and is President
of D. L. Newslow & Associates, Inc. After earning a Food
Science & Technology degree from the University of Florida,
her career began as a Quality Control Manager with T.G. Lee
Foods, a division of Dean Foods. In 1985, Debby joined The Coca-
Cola Company in its Minute Maid Division (CCF) as a Research &
Development Food Scientist. In 1987, Debby transferred to Quality
Assurance as a Corporate Auditor and Project Specialist, where she
was instrumental in developing a GMP audit program, creation of
a company standard Quality Assurance Manual, and assisting with
ISO 9002:1994 certifications of three different process operations.

Debby’s team include outstanding food technologists with
excellent food industry pedigree. Bill DuBose is one such technologist.
He is well known in the industry and has extensive experience
with food industry equipment and materials and has already put
those skills to use on our behalf. Clive Withinshaw, a director
of HACCP International says’ we are very lucky to have Debby, Bill
and their USA team on board. Our food technology gene pool was
already deep and has just got deeper! We really look forward to
working with these outstanding people in the years ahead. i
HACCP International’s contact details in the USA are:

T +1407 992 6223 F +1407 290 0252
E debby.n@haccp-international.com www.haccp-international.com
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Halton MobiChef - Unleashed
Business Opportunities!

Catering s not just about eating food, it's
an experienca. The kitchen of today is open,
putting on & show for guests who want 1o
sge the preparation of what they are gong to
Savaur.

Halton MobiChaf 1s a plug and phay, highly
effiment and totally autonomous mobile
cooking station, usable with alectric hobs or
700/200 mm modular cooking appliances.

Halton MobiChef concentrates all of Halton's
expenence and knowledge in the Feld of
ventilation and emissien control,. Unleashed
from any ventilation ductwork, this innovation -
mwes the show amongst the ouests. notthe
grease and odours,

The avarage clant-spend gained by such live
cooking concepts; based on fresh ngredients,
is significantly  higher, Halton  MobiChet:
unleashed business opportumines!

a1EE o

Your perfect ingredients

Altro Whiterock White™ wall cladding
combined with Altro Stronghold™ 30
safety flooring — the perfect solution
for safety and hygiene.

For more information, contact us on:

% ‘n.l"
Q' 01462 707600 %
Baliirs s

a enquiries@altro.com

@ www.altro.co.uk/WR v

' @altroflooring R T ——

the future is safer with altro
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REDUCE YOUR AUDIT COSTS

by Martin Stone, Director of HACCP International

With the increase in requirements for demonstrating
compliance to a given standard, audit costs are steadily rising
across the industry. The ultimate cost of a food safety audit is
based on the amount of time an auditor spends on site plus a
travel component, also based on time. Typically, that total time is
multiplied by a rate to yield the total cost. The trick to reducing
auditing costs therefore, is to reduce the time of the audit.

There are three areas that | regularly see as having potential for
reducing audit time which are under the control of the auditee.
These include the evidence provided to the auditor, preparation
for the audit and activities on the audit day itself.....here are some
practical tips to ensure you are minimising your audit costs;
Evidence.

e Auditors base decisions on evidence. The better the
evidence, the less time an auditor will take to make a
decision. The best supporting evidence consists of relevant
documents that get to the heart of a matter. Documents
should be titled, signed and dated. Photographs should be
headed and dated. Cross references should be logical and
easy to follow. Make it easy for the auditor to join the dots
and come to a correct and timely decision.

e Remember that facts are quicker for an auditor to respond
to...compared to opinions....The provision of hard, concise
and factual evidence will save auditing time and money.

Preparation.

¢ Read the last audit report carefully. Consider
recommendations or any issues requiring close outs at this
audit and be prepared with the chain of evidence that will
be required. Expect the auditor to want to investigate any
anomalies raised at prior audits and again, have relevant
information at hand to provide to the auditor.
¢ Pre-audit yourselves. Imagine the non-conformances
or questions that could be raised...be prepared with an
answer and chain of evidence to support your assertions.
By anticipating the questions to come from an auditor, you
can be ready with the answers.
¢ Many facilities have lengthy induction/site entry
programmes which are underpinned by the requirement
for visitors to read and respond to lengthy documents.
Consider if some of the induction programme for visitors
can be conducted off site. A system that allows an auditor
to complete some or all of an induction programme prior to
arriving on site will reduce site time of the audit.

The audit day

¢ Ask the auditor; “Can we proceed quicker if possible, what
can we do to reduce the time required?” Let the auditor know
that you wish to keep audit time to a minimum and will do
what you can to facilitate this. Ask the question at the start of
the audit and again, for next time, at the closing meeting.
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¢ Get a plan for the audit and ensure the relevant people
available at each stage. If a key person is not available at a
particular time, alter the audit plan to suite. Do not get in a
position where you are waiting for a key person to finish a
meeting before interacting with the auditor.

e Have someone available for the auditor to access at all
times.... Think “assistant auditor’ and assigning someone
like this can save you a lot of time. This ‘someone’ needs to
know where all the references are and how to find anything
that the auditor may request. The idea here is to keep the
information flowing to the auditor, rather than receiving a
big list of requests that result in dead auditing time whilst the
required information is retrieved.

Get the documents ready to speed up this review component

¢ Ensure complete access to the plant is available for a single
plant inspection. Having to go to and from the plant because
one section or another is closed or in wash down or ‘starting
up later’ wastes time. Tour the facility in a logical common
sense manner. Start with receivals and end with dispatch. This
makes the process easy to understand and will speed transit
through the facility. Auditors need guiding, tell them where
key monitoring takes place and point out ‘places of interest’
and those locations relevant to the programme being audited.
Again, do everything you can to ensure the tour is a ‘one-pass’.
Coming back to the plant to check on something that was not
observed in the first pass wastes large amounts of time.

¢ Develop a one page index of your system so that an auditor
can find a relevant section quickly and easily. A diagram of
the system component parts is also great to help an auditor
who is unfamiliar with your system, pull it all together in their
own mind. Understanding your system always takes some
audit time but you can minimise this.

¢ Provide somewhere quiet and not cramped for the auditor

CONTINUED ON PAGE 14
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