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GUIDANCE DOCUMENT-Food Safety Implementation


 
              HAZARD ANALYSIS:  CANNING


	NO
	PROCESS STEP
	POSSIBLE HAZARD
	HAZARD TYPE
	CCP?
	POSSIBLE PREVENTIVE MEASURE



	1
	Receiving (Raw Material)
	
	CCP
	-Have supplier contracts and specifications in place.

	2
	Product receipt
	-Product could contain C. botulinum or other pathogenic bacteria, yeasts or moulds.
	Biological
	CCP
	

	
	
	-Product that does not comply to agricultural chemical residues.
	Chemical
	CCP
	-Procedure for monitoring of pesticide residues/ supplier monitoring.

-Procedure for checking spraying records to allowable MRL.

-Verification via laboratory test results.

-Auditing growers application of chemicals and records thereof.

	
	
	-Could contain heat-stable staphylococcal enterotoxin from improper grower handling.
	Biological
	CCP
	-Training of growers on handling raw product

-Ensuring growers use proper, effective refrigeration equipment.

-Ensuring proper personal hygiene of workers

-Ensuring prompt delivery of product after picking.

	
	
	-Improper storage temperature & humidity could result in an increased bacterial load.
	Biological
	PRP
	-Procedure for controlling temperature/humidity.

-Effective record-keeping is important.

	
	
	-Product could be contaminated by insects, glass, wood stones from the environment.
	Physical
	CCP
	-Good Cleaning programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

-Pest Control programme in place.  Records must be available of applications, sightings etc.

	3
	Empty Cans/Ends Storage
	-Cans could be delivered with metal plate defects, physical damage, double seams, that could result in leakage that can cause post-process contamination.
	Biological
	CCP
	-Supplier monitoring programme in place.  Purchases must only be made from an approved supplier, with valid contract specifications.  Lot identification is important for traceability if any defects should aoocur in the process.

-QC personnel to do regular checks on empty cans to see that it complies to specification.

-Training programme for receiving personnel.

-Supplier contracts.

-Good Cleaning programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

-Pest Control programme in place.  Records must be available of applications, sightings etc.

	
	
	-Cans can be contaminated with cleaning chemicals/lubricants.
	Chemical
	PRP
	

	
	
	-Could contain filth from insects or the environment
	Physical
	PRP
	

	
	
	-Ends could arrive with compound skips, metal plate defects, or damage, which could result in leakage, causing post-process contamination.
	Biological
	CCP
	

	4
	Dry Ingredients Storage
	-Could contain bacterial spores
	Biological
	PRP
	-Good Cleaning programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

-Pest Control programme in place.  Records must be available of applications, sightings etc.

	
	
	-Could contain filth from insects or the environment.
	Physical
	PRP
	

	5
	Dumping /Washing Product
	-Water could contain pathogens/not potable standard.
	Biological/Chemical
	PRP
	Water must be monitored to comply to potable standard.

	6
	Depalletizing of Empty Cans /Ends
	-Using incorrect cans or damaged cans, can result in contamination after processing
	Biological
	PRP
	-Training programme-staff

-QC procedure for checking/positive release.

	7
	Dumping of dry Ingredients
	-No hazard identified

	8
	Blanching of Product
	-Improper cleaning of the blancher can cause a build-up of thermophilic bacteria.
	Biological
	PRP
	-Good Cleaning/Sanitation programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.



	
	
	-Improper cleaning of chemical residues can cause product contamination.
	Chemical
	PRP
	

	
	
	-Inadequate removal of gasses could cause the can seams to stress, and cause leakage.
	Biological
	PRP
	-Calibration records of monitoring equipment.

	9
	Conveying of Tins/Ends
	-Physical damage can cause the formation of poor double seams, which could result in post process contamination.
	Biological
	PRP
	-Maintenance programme in place.  Records essential.

	
	
	-Equipment design and protection against hazardous extraneous material could result in contamination.
	Physical
	PRP
	

	10
	Mixing of Dry Ingredients
	-No hazards
	
	
	

	11
	Conveying/Inspecting
	-Excessive cleaning chemicals can lead to product contamination.
	Chemical
	PRP
	-Good Cleaning/Sanitation programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

	
	
	-Equipment design and protection against hazardous extraneous material could result in contamination.
	Physical
	PRP
	-Maintenance programme in place.  Records essential.

	12
	Washing of Tins/Ends
	-Water not being of potable standard
	Chemical/Biological
	PRP
	Procedure must be in place to monitor and verify water used, complies to potable water standard.

	13
	Slicing/Dicing of Product
	-Slice thickness and % fines, can affect the heat penetration-underprocessing
	Biological
	PRP
	-Procedure & records in place to verify that correct parameters have been reached.

	
	
	-Excessive cleaning chemicals can lead to product contamination.
	Chemical
	PRP
	-Good Cleaning/Sanitation programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

	
	
	-Equipment design and protection against hazardous extraneous material could result in contamination.(Metal particles).
	Physical
	PRP
	-Maintenance programme in place.  Records essential.

	14
	Brine / Sugar Solution Injection
	No hazards identified
	
	
	

	15
	Foreign Object Removal
	-Inadequate cleaning and monitoring of the foreign object remover, can allow FO to contaminate the product.
	Physical
	PRP


	-Maintenance programme in place.  Records essential.

	16
	Filling of cans
	-Product compaction during filling can result in under-processing
	Biological
	PRP
	-Procedure & records in place to verify that correct parameters have been reached.

	
	
	-Excessive cleaning chemicals can lead to product contamination.
	Chemical
	PRP
	-Good Cleaning/Sanitation programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

	
	
	-Equipment design and protection (filler) against hazardous extraneous material could result in contamination.
	Physical
	PRP
	-Maintenance programme in place.  Records essential.

	17
	Weighing of filled cans
	-Cans that has not been rejected for overweight, can result in overfilled cans being underprocessed.
	Biological
	CCP
	-Calibration and check records of weighing equipment must be in place.

-Manual wighing of rejected cans must be done to prescribed filling weight.

-Records must be kept of hourly fill weights.

	18
	Water Filling
	-Inadequate temperature can result in low initial temperature(IT)
	Biological
	PRP
	

	19
	Head Spacing
	No hazards identified
	
	
	

	20
	End Feeding/Closing of Tins
	-Ends with damage can result in leakage.
	Biological
	CCP
	-Operator to keep record of all can defects.  QC personnel to compare with supplier contract specifications.

	
	
	-Improperly formed double seams could result in leakage.
	Biological
	CCP
	-Hourly checks on container integrity.

-QC evaluation after adjustments have been made to sealer, before discharge of sealed cans.

	
	
	-Excessive cleaning chemicals can lead to product contamination.
	Chemical
	PRP
	-Good Cleaning/Sanitation programme in place.(Cleaning methods, frequency, responisbilities, achieved standard.)  Record-keeping is essential.

	
	
	-Equipment design and protection against hazardous extraneous material could result in contamination.?(metal particles).
	Physical
	PRP
	-Maintenance programme in place.  Records essential.

	21
	Chlorinating of Cooling Water
	See 23.
	
	
	

	22
	Thermal Processing
	-Lack of adherence to time, temperature and other critical factors could result in inadequate heat treatment.
	Biological
	CCP
	-Procedure & records in place to verify that correct parameters have been reached.

	
	
	-Excessive time lapse between closing and retorting can result in excessive build-up of bacteria.
	Biological
	PRP
	-Check heat sensitive indicator tape.  Product without tape/colour change must be segregated.

-Daily management of retort records against thermograph.



	23
	Cooling
	-Insufficient chemicals in cooling water, can result in contamination of product during vacuum creation.
	Biological
	CCP
	-Detectable residual chlorine levels - to desired level.(Once every hour @ exit of cooling water)

-Records of adjustment in level should be kept

	
	
	-Excess chemicals could result in corrosion and subsequent leakage
	Biological
	CCP
	

	
	
	-Insufficient cooling can result in thermophillic spoilage 
	Biological
	PRP
	

	24
	Conveying/Drying of Tins
	-Physical damage to cans can result in leakage and contamination of product
	Biological
	PRP
	-Prerequisite programs must be in place for handling of equipment and training of operating personnel.


	25
	Container Integrity/Labelling
	-Physical damage to cans can result in leakage and contamination of product.
	Biological
	PRP
	-Prerequisite programs must be in place for handling of equipment and training of operating personnel.

	
	
	-Failure to reject serious defects can result in contaminated product going to the market.
	Biological
	PRP
	

	26
	Storing of Cans
	-Physical damage to cans can result in leakage and contamination of product.
	Biological
	PRP
	

	27
	Shipping
	-Physical damage to cans can result in leakage and contamination of product.
	Biological
	PRP
	


Typical CCP Control Plan – Canning

	PROCESS STEP
	HAZARD

TYPE
	PREVENTIVE MEASURE
	CRITICAL LIMIT / MEASURE
	MONITORING
	RESP
	CORRECTIVE ACTION
	VERIFICATION

	
	
	
	
	PROC
	FREQ
	REC.
	
	
	METHOD
	FREQ & RESP

	Receiving Raw material
	Product containing pathogens (Biological)
	Good supplier hygiene operating practices
	Product must be bought from a listed supplier delivering to specifications
	Receiving checks
	Every delivery
	Receiving qc checks
	Receiving Clerk / Q Controller
	Reject batch from supplier.
	Micro spot checks 
	Ad-hoc, Q Controller

	
	Physical
	
	
	
	
	
	
	Reject batch from supplier.
	Can-evaluation after processing for defects
	Each batch, Q Controller

	
	Chemical
	
	
	
	
	
	
	Recall product / reject
	Residue sampling
	Each grower/season

	Weighing
	Overfilling resulting in under-processing and growth of pathogens (Biological)
	Maintenance checks on filler / Start-up checks
	Maximum fill weight as prescribed in product standard
	On-line weigher
	Every can
	N/a
	Line Operator
	Adjust weight of cans by manually adding/taking away weight
	-Calibration of scales 

-Check weigh 
	-Monthly, Calibration Body

-hourly, QC Assistant

	Closing of tins
	Biological
	Maintenance checks on filler / Start-up checks
	Can manufacturer’s specifications / No defects
	Continuous monitoring by operator
	Continuous
	QC Hourly
	Operator
	Remove damaged tins and inform QC
	-Hourly checks by QC

-Can integrity checks before labelling
	Q Controller

	Thermal Processing
	Biological
	
	-Maximum time lapse between can-closing and retorting

-Minimum IT
	-QC checks on limits
	Once per period
	Time/temp records
	Retort Operator
	Adjust time/temp  as per contingency plan and inform QC
	Heat sensitive indicator
	Every Batch

	Cooling
	Contaminated cooling water (Biological)
	Potable cooling water
	Detectable levels of 2ppm Bactericide in cooling water
	Bactericide checks
	Hourly
	ppm checks
	Retort Operator
	Adjust bactericide levels
	Residual bactericide level records and consumption checked by QC
	Daily, QC
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