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Outcome-Based 
Approach to Regulations 
and  Inspection  
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From traditional / prescriptive regulations, to outcome-
based approach to regulations and inspection… 

Outline 
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Absence of inspection in early 1900’s… 
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To the implementation of traditional 
inspection… 
 
• Various food inspection acts were enabled in the early 1900’s 

following public pressure to address food safety and fraudulent 
practices concerns. 

• These very detailed regulations described exactly what an 
operator had to do and how to do it in order to comply. 

 
 

 

• The plants had to 
comply to and was 
evaluated against 
these detailed 
prescriptive 
construction, 
sanitation and 
hygiene requirements. 
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To the implementation of traditional 
inspection… 
 
• Under the traditional inspection approach, the inspector 

identified deviations to the prescriptive requirements and then 
the plant took corrective actions. The inspector fulfilled the role 
of QA/QC and because the system relied  heavily on final 
product inspection, mistakes were not identified until after the 
product was already processed.  
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Then came HACCP… 
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The implementation of government-approved 
mandatory food safety management systems (i.e. 
FSEP, QMP) has allowed the food industry to: 
1. Become fully accountable as they exercise due 

diligence to identify the risks associated with their 
operations; determine appropriate control measures 
to mitigate those risks; and then monitor and 
document application of the control measures to 
demonstrate compliance.   

2. Commit  time and resources to understand and 
mitigate risk rather than simply follow a set of 
detailed specification and process requirements.  
 

 

HACCP in the Food Industry… 
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Before HACCP HACCP 
Reactions to food safety issues 

when they occur 

+ 

Prevention of food safety issues 

+ 

Detailed regulations prescribe 
what the operator has to do to 

produce safe food 

= 

Regulations place emphasis on 
specific and measurable outcomes  

= 

Prescriptive approach to food 
safety 

Outcome-based approach to 
food safety 

Through the implementation of mandatory HACCP and 
the advancement of science and technology, the food 

industry has reached a level of sophistication where the 
food system is understood to a point where risks can be 

managed via a variety of measures.  
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• The rapidly evolving and increasingly complex 

operating environment is driving the Agency toward 
increased use of an outcome-based regulatory 
approach.  

• As such, the CFIA has recently embarked upon a 
change agenda with a goal of allowing Canada to 
modernize and maintain one of the best food safety, 
and plant and animal health systems in the world, 
while allowing for adaptation to consumer, global and 
scientific trends.  

The Next Level… 
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What is an…. 

Outcome-Based Approach to Food 
Safety? 
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First… what’s an “Outcome”? 

Definition: The impact or end result of a solution/action on a 
problem/ situation.  
 

A Problem 
or 

Hazard 

A Solution 
or 

Control measure 

 
 

An Outcome 
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Hazard Control measure 
 

An Outcome 
 

Outcome-Based vs. Prescriptive Regulations 
 

Prescriptive 
regulations: the 
detailed solution 
to the problem is 
the regulation 

Outcome-based 
regulations: the 
outcome is the 
regulation, not 
the solution.  
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Example: Prescriptive vs. Outcome-Based 
Prescriptive Regulations Outcome-based 

Regulations 
The regulation contains all the 
requirements for the operator to meet.  
For example: 
“The sanitation program shall contain the 
frequency of cleaning, the concentration, 
temperature and other specifications for 
the detergent, sanitizer or other chemical 
agent to be used (…) The written 
sanitation program shall address food 
contact surfaces and equipment, 
specialized cleaning procedures for 
particular equipment (e.g., injectors, 
grinders, cleaning-in-place, vehicles, 
etc.), floors, drains, walls, ceilings, 
lighting fixtures, refrigeration units, 
overheads and anything else affecting 
food safety.”  

The regulation is 
“vague” and gives the 
discretion to the 
operator to design their 
program in a way that 
“fits” their operation.  
For example: 
“Sanitation activities 
must be adequate in 
order to produce safe 
food.” 
 
 

Flexible 
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Pros and Cons 
Prescriptive Regulations Outcome-Based Regulations 

• Requirements for compliance are 
defined in regulatory text that 
prescribes a process to follow or 
action to take by a regulated party.  

• Advantage of clarity and precision in 
terms of what is necessary for 
compliance, but the process to modify 
regulations takes time.  

• Adjusting to changes in technology or 
process improvements can be difficult.  

• Lacks flexibility to adjust to changes, 
which can be constraining. 

• Industry not bound by a specific 
procedure, they can “raise the bar” by 
applying new technologies and/or 
improved procedures that enhance 
safety and/or reduce costs.  

• Provide the opportunity for industry to 
comply, while also choosing and 
designing the most efficient and 
effective program for their operations.  

• The flexibility of an outcome-based 
approach will help the Agency be 
better able to incorporate scientific and 
technological advancement without 
compromising safety.  

• Facilitate international equivalence. 
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Hazard 

 
 

Regulatory 
Outcome 

 

Validated  
Control measure 

Foundation of an Outcome-Based 
Approach… 
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Hazard 

 
Regulatory 
Outcome 

 

The Operator can implement food safety controls 
and interventions based on the Regulatory 
Outcome to be achieved. 

Control measure 

Cost effective,  
scientific, 

and/or  
technological 

measures to best achieve  
a given regulatory  

outcome 
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Encourages “outside-the-box” thinking… 

Examples in the past few years: 

• HPP to control post-lethality contamination 
• Celery powder instead of nitrate to preserve 
• Steam pasteurizer and Hide-On Carcass Wash to control 

surface contaminants 
• Etc. 
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• They are a set of variables directly measurable in 
response to an action/solution (a control measure). 

• They are the indicators to assess whether or not 
the outcome was achieved. 

• In other words, they show if the control measures 
(action) were delivered as                                     
intended and/or effective                                           
at achieving the regulatory                              
outcome. 

• Each regulatory outcome                                        
must have a list of                                                               
Performance Measures. 

 

Importance of performance measures 
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Examples 
Regulatory 
Outcomes 

Control 
Measures 

Examples of performance 
measures that shows the 

outcome was met 
Effective sanitation 
program to prevent 
contamination 

…..Operator’s 
control measures 
XYZ 

RTE food-contact surfaces sampling 
results always show less than 10 cfu per 
site sampled. 

Zero pathogen on product. 

The products always meet shelf-life. 

Effective cooling 
program in order to 
produce safe food. 

…..Operator’s 
control measures 
XYZ 

The largest product in the cooler always 
reach less than 4ºC in 7 hours in the 
warmest spot of the cooler. 

Effective heat 
lethality program in 
order to produce 
safe food. 

…..Operator’s 
control measures 
XYZ 

The thickest product temperature in the 
oven is always higher than 165ºF at the 
coldest spot of the oven. 

20 

Validation of control measures 

• Validation assesses whether an 
approach will work as it was 
designed. 

• The aim is to confirm that the 
approach is capable of controlling a 
given hazard or meeting a specified 
outcome within established limits 
and that it can be achieved 
consistently, if properly 
implemented.  

• The regulated party must maintain 
records and documents that 
demonstrate such validation. 
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Validation of control measures 

• Validation is necessary when an alternative 
compliance approach—a new practice or procedure 
not covered by a model system—is designed and 
implemented, or when an existing preventive control 
system is amended. 

22 

 

 

 
How is CFIA verifying compliance? 
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• Since an outcome-based approach affords 
regulated parties greater flexibility, reliable and 
appropriate information regarding their performance 
is imperative.  

• As such, the Agency will need considerable 
information from regulated parties to sustain its 
regulatory oversight.  

• CFIA verification will assess if the approach has 
been implemented as it was designed and is 
operating to achieve the outcome.  

• This may require that the Agency adjust its 
approach to inspection.  
 

Compliance under Outcome-based 
Regulations 

ABC 

24 

Recap: Inspection of the future… 
The Agency envisions the following regarding outcome-based 
regulations:  
1.Clear outcome-based requirements, accompanied by quantitative 

or qualitative performance measures, in regulatory text.  
2.The Agency provides examples of acceptable approaches for 

compliance through model systems, guidance material, and other 
compliance promotion tools.  

3.Where the regulated party uses an alternative compliance 
approach, the party would need to establish or validate that their 
approach meets the outcome. They also need to maintain records 
and documents of such validation.  

4.The regulated party must be in a position to demonstrate 
compliance with the outcome and, upon inspection, provide the 
Agency with all relevant records and documents.  

5.The Agency’s inspectors verify compliance with the requirements.  
 

ABC 
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Thank You 

Questions? 
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Food Safety Enhancement 
Program (FSEP) Updates 

2 

Outline 

Proposed changes to the FSEP Manual  

 Clarification on validation requirements: 

1. Which control measures must be validated; 

2. Guidelines on how to validate a control 

measure. 
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Food Safety Enhancement Program 
(FSEP) 
• FSEP specifies minimum requirements for an 

effective Hazard Analysis Crtitical Control Points 
(HACCP) system. 

• FSEP is based on the principles of HACCP 
developed by the Codex Alimentarius Commission. 

• A HACCP system as set out in the FSEP Manual 
is mandatory in registered Meat & Poultry 
establishments. 

• FSEP outlines the process for HACCP recognition 
by the CFIA for the following federally registered 
commodity groups: dairy, processed fruits and 
vegetables, shell eggs, processed eggs, honey, 
maple and hatcheries.  

4 

HACCP SYSTEM 
Prerequisite 

Programs 

HACCP 
plan(s) 

Validation 

HACCP System 
Reassessment 

Premises, Food carriers, Purchasing, 
Receiving, Shipping, Storage, 
Equipment, Training, GMP, Sanitation, 
Pest Control, Allergen Control, Recall 
Plan, etc. 

7 principles of HACCP as per  
Codex Alimentarius 

To demonstrate that the CCP and other 
control measures are capable, on a 
consistent basis, of achieving the 
intended level of hazard control 

+ 

HACCP System 
Maintenance 

+ 

+ 

+ 

Continuous changes to a HACCP 
system to keep it up-to-date 

Assessment of the HACCP system 
currently in place to ensure that it is 
complete and effective 
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What are the proposed changes to the 
FSEP Manual? 

 
• Clarification of the 

Validation requirements.  
• The addition of 

guidelines that will help 
establishments ensure 
that their HACCP system 
is properly validated. 
 

 
 

Why are these changes required? 

Reason #1 
• CFIA has determined from its verification activities 

that many establishments do not clearly understand 
what to validate and how to validate. 

Reason #2 
• Inadequate validation has been linked to food 

safety problems in the USA. More focus on 
Validation of control measures is expected during 
the next USDA Food Safety Inspection Service 
(FSIS) audit of the Canadian Food Inspection 
System. 
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Why to validate? 

 

To obtain evidence that a control measure or 
combination of control measures, if properly 
implemented, is capable of controlling the hazard to a 
specified outcome. 

 
 
Control measure: “Any action and activity that can be used to 
prevent or eliminate a food safety hazard or reduce it to an 
acceptable level” 
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When to Validate? 

1. At the time a control measure is designed and, 
whenever possible, before full implementation 

2. System failure 
3. Changes made to a control measure 
4. New scientific or regulatory information 

• Emergence of a previously unidentified hazard (e.g. new 
pathogen) 

• New information indicating that the hazard is not being 
controlled to the level specified (e.g. new internationally 
accepted analytical technologies) 
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What is the current validation requirement 
in the FSEP Manual? 
Every establishment shall demonstrate that the critical 
control points are capable, on a consistent basis, of 
achieving the intended level of hazard control. 
 
Validation is performed at the time the CCP is 
designed, or when changes indicate the need for re-
validation. Validation of a CCP is, whenever possible, 
performed before it is fully implemented. 
 
CFIA may request validation documentation for any 
control measures within the HACCP system that have 
an immediate impact on food safety. 
 9 

What needs to be clarified? 

• Which control measures other than the CCP must 
be validated. 

• Guidelines on how to validate a control measure. 
 The Canadian guidelines will be similar to the 

USA guidelines. 
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What should include a 
Validation Protocol? 

1. The control measure to be validated 
2. The hazard(s) that is intended to be controlled 
3. The acceptable level of the hazard in the finished 

product 
4. The scientific or technical support to validation  
5. A description of the in-plant validation methodology 

including the parameters and the decision criteria  
6. A summary of the results and conclusion 
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How to carry out validation of a control 
measure? 

Step #1 
Gather scientific or technical support to demonstrate 
that the control measure under validation works in 
theory. 
 
Step #2 
Gather In-plant validation data to demonstrate that the 
control measure under validation works in practice. 
 
Step #3 
Analyze in-plant validation data and document results.  
  
 

http://incomebully.com/top-5-web-design-guidelines-in-2015/
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How to meet Step #1 

• Gather scientific or technical support that: 
 closely matches the actual process, and  
 shows that the establishment’s control measure 

is capable of controlling the identified hazard to 
a specified outcome 

 
• Define the parameters from the scientific/technical 

support relevant to the establishment's process 
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Parameters are the specific conditions that the 
intervention must operate under in order for it to be 
effective. For example: time, temperature, concentration,  
Aw,  pH, best practices,  etc. 
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Scientifical or Technical Support 

• Published processing guidelines 
• Regulatory performance standards 
• Peer-reviewed  scientific  or technical journal articles 
• Best practices guidelines 
• Pathogen modeling programs 
• Challenge studies 
  
 

This information theoretically demonstrate that the 
control measure is designed to meet the intended 
outcome. For example: 
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What is considered adequate 
scientific or technical support? 
The scientific or technical support should identify:  

• The hazard that is intended to be controlled, 

• The expected level of hazard reduction or prevention to be 
achieved,  

• All critical operational parameters or conditions necessary,  

• The processing steps that will achieve the specified reduction 
or prevention, and  

• How these processing steps can be monitored.  

 

The establishment should evaluate the scientific support to 
determine whether it sufficiently relates to the process, product, 
and hazard identified in the hazard analysis.  

 15 

Why is it important the scientific 
support matches the actual process? 
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• In March 2011, there was a recall of a 
Lebanon bologna product that was 
associated with a foodborne illness 
outbreak of E. coli O157:H7.  

• An investigation revealed that the 
establishment had not properly 
validated their process.  

• In particular, there were difference in the 
diameter and type of casing material 
between the product studied and the 
actual product that likely led to a lower 
reduction in foodborne pathogens of 
concern than what was demonstrated in 
the scientific support.  

Impermeable 
glass “casing” of  
product studied 

Diameter of product  
studied – 27 mm 

Semi-permeable 
casing of actual 
product produced 

Diameter of product 
produced –  
52 to 119 mm Ref. USDA-FSIS HACCP System Validation Training 

https://www.google.ca/url?sa=i&rct=j&q=&esrc=s&source=images&cd=&cad=rja&uact=8&ved=0ahUKEwiLwKT_h-vLAhWLtIMKHZEyDk4QjRwIBw&url=https%3A%2F%2Fwww.stwater.co.uk%2Fwater-connection&bvm=bv.118353311,d.amc&psig=AFQjCNFTdNs-Jv7eIcBZzgj2wxP5u94XSQ&ust=1459518425336510
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Step #2: In-plant Validation Data  

• In-plant observations and/or measurement 
• Commissioned data for a piece of 

equipment to demonstrate that it is 
capable of meeting the selected critical 
limit 

• Microbiological test results 
• Other information demonstrating the 

process/control measure under validation 
is achieving the intended outcome 

  
 

Data that show that the actual process and/or control 
under validation can perform as expected within a 
particular establishment. For example: 

How to conduct In-plant Validation? 

• Implements parameters in the actual production 
process consistent with the parameters in the 
scientific or technical support.  
 

• Collects in-plant data demonstrating the 
effectiveness of the implementation of the 
parameters. 
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http://www.google.ca/url?sa=i&rct=j&q=&esrc=s&source=images&cd=&cad=rja&uact=8&ved=0ahUKEwjU7tSqiOvLAhVikIMKHVfYDEAQjRwIBw&url=http%3A%2F%2Fwww.selby.co.jp%2Fhajimete%2Fh1.html&bvm=bv.118353311,d.amc&psig=AFQjCNGC_UHVrQYf3YZEHTFyk9fFYuwrHQ&ust=1459518502618900
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Step #3 Analyze data and document 
results   
• Analyze the data to determine whether the 

parameters are being implemented effectively.  
• Document the validation results that demonstrate 

that the control measure is capable  or not of 
controlling the hazard to the intended outcome. 

• If the validation results show that the control measure is not 
capable of controlling the hazard to the intended outcome, 
different parameters must be implemented and validated.  

 
• The supporting documents must  
    be kept for the life of the HACCP 
    Plan. 

19 

What Are the Key Points to Take Away? 
 • Validation encompasses activities designed to 

determine whether the CCPs and other control 
measures are functioning as intended.  
 

• There are three steps to validation: 
• Step 1:  Scientific Support Documentation (Design) 
• Step 2:  In-plant Demonstration Data (Execution) 
• Step 3:  Analyze in-plant validation data and document results    

 
• By ensuring that the control measures are designed 

and executed properly, establishments can reduce 
the likelihood for product contamination and 
foodborne illnesses in the future.  

 
20 
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Validation Checklist 
A validation checklist is included in your binder. It can 
be used to document: 
• The control measure to be validated 
• The hazard(s) that is intended to be controlled 
• The acceptable level of the hazard in the finished product 
• The scientific or technical support to validation  
• The in-plant validation methodology including the 

parameters and the decision criteria  
• The results and conclusion 
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Next Steps 

• To finalize validation guidelines 
• To send proposed FSEP Manual changes and 

guidelines to Industry Associations for comments 
• To publish updated FSEP Manual 
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Validation checklist 
Establishment name and registration number:   

Name of establishment contact responsible for 
validation: 

  

Establishment contact phone number:   

Establishment contact e-mail address:   

1. Control measure to be validated                                                                                         
  

Description/Reference/Results/Comments 

Identify the hazard(s) that is intended to be controlled:        
Identify acceptable level of the hazard in the finished 
product:  

      

Identify the control measure(s) to be validated:        
2. Identify the approach or combination of 
approaches to validation:    Yes No 

Description/Reference/Results/Comments 

A) Reference to scientific literature. (Reference name. 
Specify information used for this validation. Attach 
copy.) 

      

B) Reference to technical literature. (Reference 
name. Specify information used for this validation. 
Attach copy.) 

      

C) Reference to previous validation studies. 
(Reference name. Specify information used for this 
validation. Attach copy.) 

      

D) Reference to regulations or regulatory 
performance standards. (Reference name. Specify 
information used for this validation. Attach copy.) 

      

E) Reference to government directives. (Reference 
name. Specify information used for this validation. 
Attach copy.) 

      

F) Reference to industry standards. (Reference 
name. Specify information used for this validation. 
Attach copy.) 

      

G) Reference to international standards or guidelines. 
(Reference name. Specify information used for this 
validation. Attach copy.) 

      

H) Reference to processing authority documents, 
instructions, or research. (Reference name. Specify 
information used for this validation. Attach copy.) 

      

I) Reference from written materials from equipment 
manufacturers. (Reference name. Specify information 
used for this validation. Attach copy.) 

      

J) Reference to in-plant historical data. (Attach 
sufficient historical data to demonstrate that the 
hazard is under control) 

      



K) Mathematical modeling. (e.g. pathogen growth 
model) (Validation based on the use of 
mathematical modeling should take into 
consideration the uncertainty/variability 
associated with the models predictions. Real-time 
experimental data (Approach L) must be collected 
to show that the values used for calculation 
purposes are representative of the actual process 
used) (Complete sections 3, 4 and 5) 

      

L) Collection of data during operating conditions. 
(sampling, testing, observation)  (When this 
approach is used data relating to the hazards of 
concern are collected for a specified period (e.g. 
3-6 weeks of full scal production) during regular 
operating conditions. Sampling should be based 
on the use of appropriate sampling techniques, 
sampling plans and testing methodology. Data 
collected should be sufficient for the statistical 
analyses required) (Complete sections 3, 4 and 5) 

    

  

M)  Testing data specific for a piece of equipment. 
(For examples, pasteurizer, smokehouse, metal 
detector) (Complete sections 3, 4 and 5) 

      

N) Scientific experimental data - Laboratory challenge 
testing. (Complete sections 3, 4 and 5) 

      

O) Scientific experimental data -  Laboratory-based 
experimental trial in a pilot plant.    (Complete 
sections 3, 4 and 5) 

      

P) Other       
Note: When establishments rely on validation 
approaches A to I, they must ensure that the 
conditions of application at their establishment do not 
differ from the conditions under which the control 
measure was previously validated. Approaches A to I, 
K, M, N and O must at least be combined with 
Approach L (Collection of data during operating 
conditions). This is because validation must 
demonstrate not only that the control measure is 
theoretically sound, but also that the establishment 
can implement it and make it work on a day to day 
basis. 

      

3. Parameters & Decision criteria    Description/Reference/Results/Comments 
Define the parameters and decision criteria that 
will demonstrate that the control measure or 
combination of control measures, if properly 
implemented, is capable of consistently 
controlling the hazard to the specified outcome 

    

  



Parameters                                                                            
Note: Worst case conditions must be taken into 
consideration.  (Examples of parameters: log 
reduction to be reached, temperature in the coldest 
spot of a piece of equipment under validation, 
minimum internal product temperature to be reached, 
minimum holding time at the minimum internal 
temperature to be reached, target level of specific 
microorganisms tested, water activity to be reached, 
shelf life to be reached, etc.)  

    

The control measure will be considered effective if 
(specify decision criteria) 

    

4. Validation Protocol                                                              
Describe or attach information.     

Description/Reference/Results/Comments 

Duration of validation (start date, end date)     
Information specific to Approach M                                          
Description of the piece of equipment (e.g. type, 
brand, capacity of equipment, type and location of 
temperature sensors, divert or shutdown features, 
calibration practices/schedules, shutdown/alarm 
features, etc.) 

    

Information specific to Approach M                                         
Description of processing conditions (e.g. batch vs 
continuous, amount of product treated per batch, etc.) 

    

Information specific to Approach M                                         
Product description processed in the piece of 
equipment. (Product type, size, initial form (e.g. raw, 
pre-processed), final form (expected use of the 
product by the end user, e.g. ready-to-eat). 

    

Information specific to Approach M                                         
Description of equipment used to monitor/control the 
process as well as related calibration 
procedures/schedules, if applicable. 

    

Information specific to Approach M                                         
Describe how the process/piece of equipment is 
controlled (monitoring and deviation procedure) What 
is measured, when, how and by whom? What are the 
limits used to decide if the process is acceptable or 
not? What procedure is used if the process is 
unacceptable? How are controls documented?  

    

Information specific to Approach M                                         
Describe methods to determine worst case for any 
parameters identified as necessary for monitoring. 
Attach results. (E.g. How to determine the coolest 
spots of a smokehouse for different product layouts 
(full house, half full), How to determine appropriate 
location of temperature probes). When the "worst 
case" spot or product is not where process monitoring 
is routinely done, the operator has to conduct tests to 
show how the surrogate location and values used will 
accurately predict that the "worst case" spot or 
product has been sufficiently treated. 

    



Information specific to Approach M                                          
Attach testing data specific for the piece of equipment 
that demonstrate that it is capable of meeting the 
selected parameters. 

    

Describe validation methodology if Approaches K, L, 
N, O, P are used. 

    

Describe any methods used to analyse the results.                    
(e.g. statistical evaluation) 

    

Attach results (data, calculations)     
Describe methods to demonstrate that the monitoring 
procedures are effective enough to detect loss of 
control of the measure in place and this, before the 
finished product leaves the control of the 
establishment. Attach results. 

    

Other     
5. Conclusion     Description/Reference/Results/Comments 
Summarize results and conclude.                                                 
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By 

Ananth Kasic 

QA Manager (The Meat factory Ltd) - TMF Foods 

Examples of validation 
(processing)  

TMF Foods – Overview 



12/05/2016 

2 

TMF Foods 

• Established in 1978 / www.tmffoods.com 

• Produces Ready To Eat, Par Cooked and Raw products 

• Produces products from different species - Beef, Pork and Poultry 

• Company famous for Lou’s Peameal Bacon of  Canada, Lou’s Double-Smoked 

and Applewood Back Bacon, Lou’s Fully Cooked Original and Whisky Ribs, 

Lou’s Quick & Easy Entrees such as Pulled Pork, Beef  Au Jus, Turkey Roast, Full 

line of  Peameal and fully cooked meats for Foodservice  

•   Also does business as – Lou’s BBQ Co, Peameal Bacon of  Canada, TMF Foods 

 

Types of  Validations done at TMF 

 • Defrost – Water and Air – CCP-1B 

• Cooking - Cook in bag and Tray cooked – CCP-2B 

• Chilling – Cook in bag, Tray cooked, Pulled products – CCP-3B 

• Freezing (post packing) 

• Metal – Metal Detector  

- All the validation studies are followed by reassessments each year to ensure that 
validation studies are in good standing.  

- Smoke House performance validations 

 

http://www.tmffoods.com/
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FLOW CHART  

Cooked Poultry 

products 
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Critical Limits 

Types of  CCPs 

• CCP- 1B – DEFROST – CCP –  Meat temperature ≤4ºC  

• CCP-2B – COOKING – CCP – Cook to more than 72°C  

• CCP-3B – CHILLING – CCP - 54°C to 27°C within 120 minutes 

                                                     -54°C to 4°C within 420minutes  

Metal – Covered under the pre-req program (was a CCP in the past) 

Covered under FSEP program – Section G.2.1 
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CCP-1B  

CCP- 1B – DEFROST – CCP –  Meat temperature ≤4ºC 
Must meet all the requirements of  4.2.3 of  the CFIA Meat Operating Procedures 

  

 
• Select the lot number of  the meat that is to be defrosted 

• Insert probe in between two blocks of  meat – sandwich method (for continuous monitoring) 

• Document the temp of  the room 

• Hang the probes in the water for continuous monitoring 

• Start time/date of  defrost  

• Document temp of  the meat   

• Finish time/date of  Defrost  

• Document temp of  the meat – Must be less than 4 deg C 

• Document total time(in hours) it took to defrost 

• Done via manual and continuous monitoring 
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CCP- 1B – DEFROST – Manual Monitoring form (sample) 

 

 

 

Time (AM/PM) 
Product 

Temperature 
Water Temperature 

Room 

Temperature 

Continuous Water Exchange, 

Air Agitation, (Yes/No) 

Overflow          

(Yes/No) 
Initial 

3.45pm Frozen 9.8 3 Continuous Water Exchange yes Initial 

11.15pm -2.4 9.4 2 Continuous Water Exchange yes Initial 

7.00am -0.1 9.5 3 Continuous Water Exchange yes Initial 

3.00pm -0.6 9.3 3 Continuous Water Exchange yes Initial 

11.00pm 0.2 9.4 2 Continuous Water Exchange yes Initial 

7.00am 1.3 9.3 2 Continuous Water Exchange yes Initial 

0 

-2.4 

-0.1 -0.6 
0.2 

1.3 

9.8 9.4 9.5 9.3 9.4 9.3 

3 
2 

3 3 
2 2 

-4

-2

0

2

4

6

8

10

12

3.45pm 11.15pm 7.00am 3.00pm 11.00pm 7.00am

Defrost Validation 

Product Temperature Water Temperature Room Temperature

CCP- 1B – DEFROST – Continuous Monitoring - Sample 

 

 



12/05/2016 

7 

CCP-2B 

CCP- 2B – COOKING – CCP –  Meat temperature more than 72°C   
Must meet all the requirements of  Annex D - Cooking of  the CFIA MOP 

  

 
• Check the fat percentage of  the raw material for poultry 

• Select the lot number of  the meat that is to be cooked 

• Insert probe into the biggest piece of  meat (for continuous monitoring) 

• Monitor online using smoke house computer remotely 

• Measure core temp, humidity and house temp 

• Internal temp must meet above stated temp as per Annex D 

• http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-
procedures/chapter-4/annex-d/eng/1370527526866/1370527574493 

 

 

http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
http://www.inspection.gc.ca/food/meat-and-poultry-products/manual-of-procedures/chapter-4/annex-d/eng/1370527526866/1370527574493
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CCP- 2B – COOKING – CCP –  Meat temperature more than 72°C  
Must meet all the requirements of  4.4.1 and Annex D - Cooking of  the CFIA MOP 

  

 
• 7.0D reduction in Salmonella spp. in meat products containing poultry 

• A validation referencing a combination of  internal product temperatures and 
minimum holding time (Annex D), or submission of  a scientifically validated 
alternative from a Process Authority that suitably demonstrates that the 
manufacturing process is designed to deliver the necessary amount of  
thermal lethality. 

• Monitoring equipment capable of  measuring within the limits of  temp       
+/- 1°C 

 

 

CCP- 2B – COOKING – CCP –  Meat temperature more than 72°C 
Example of  a smoke house chart 

  

 
•   
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CCP-3B 

CCP- 3B –  Final Meat temperature -54°C to 27°C within 120 minutes 

                                                                        -54°C to 4°C within 420minutes  

Must meet all the requirements of  4.5.1 CFIA MOP 

  

 
• Cooking and chilling validations are done at the same time 

• Temp recorders are always calibrated before using for validation of  the product 

• Select the lot number of  the meat that is cooked and transferred to the blast cooler  

• Insert temp recorder probe into the biggest piece of  meat (for continuous 
monitoring – every minute) 

• Must meet the requirements of  rapid cooling rate of  MOP at TMF 

• Manual temperatures are taken for five data points  

• Manual temps taken of  the same piece of  meat that is used by temp recorder.  
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CCP- 3B – CHILLING 
Sample – Chilling of  a continuous recorder 

  

 

FINAL NOTES 
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Final Notes  

 • At TMF, we strictly follow the CFIA-MOP rules to the fullest 

• MOP regulations are always incorporated into validation studies 

• Potential failures are incorporated into the validation studies 

• Validation Studies affect shelf  life studies of  new products 

• Scientific studies, regulations and in-plant trials form the back-bone of  
validation studies  

• Validation studies are redone once every three years 

 

 

Final Notes - Applicable Regulations at TMF Foods  

 • CFIA  

• US-FSIS 

• GFSI - BRC , Issue 7 

• Customer requirements 
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Thank You 
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CFIA & CMC  
Industry Information Sessions 2016  

INDUSTRY EXAMPLES OF VALIDATION 
 

“THINK OUTSIDE OF THE BOX” 

Prepared & Presented By; 

  Peter Stein 
Peter Stein Food Safety Solutions Inc. 

Purpose of this Presentation: 

• We just heard what CFIA is looking for regarding Validation.  

• As you can see there will be a much greater emphasis on Validation moving forward. 

• This presentation will outline the importance of Validation today and moving 
forward under the new Modernization Regulation coming out soon.  

• As well examples of what would trigger the validation process.  

• To give you an idea of the role of Validation and what it means to your relationship 
with CFIA now and in the future.  
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Validation vs Verification: 

• Validation: (Proof) 

• Obtaining evidence that a control measure or combination of control measures, if 
properly implemented, is capable of controlling a hazard to a specified acceptable 
outcome. 

• Should be scientifically supported as a control measure that works as well in practice.  

• Gathering validation data confirming ongoing effectiveness in controlling the hazard specifically 
in your facility.  

• Verification: (Proof that control is still being maintained) 

• The application of methods and procedures tests and other evaluations in addition to 
monitoring, to determine whether a control measure is or has been operating as 
intended.  

Responsibilities; 

• Industry; 

• Is responsible for the Validation of Control measures and any other activities that may 
introduce a hazard into a plant and to a product. 

 

• Regulatory Authority; 

• They insure that Industry has effective systems in place for validation, and that control 
measures are appropriately validated. 
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The Process; 
HACCP System Re-Assessment Process 

  
HACCP & Pre-Requisite Re-assessment – Annual Schedule 

 
         

HACCP 
 

CCP’s        Pre-Req’s 
 
 
 

Triggers for Re-Assessment (Annual Schedule, CFIA Log Book, Change form R&D, Equip, Construction Etc) 
 
 

Re-Assessment Procedure (Appendix IV or New FSEP Recognition Report ) 
 
 

HACCP Plan Forms ( #1 thru #10) 
 
 

No - New Hazard           Yes - New Hazard  
 
 

            Done, Sign off             Move onto Validation 

 

The Process  - An Example; 

• There has been a change – Total product salt content in Product-X has been reduced by 33% , 
allowing a reduced salt or reduced sodium claim.  

• QA is notified and a “Reassessment” has been triggered.  

• Re-Assessment Procedure (Appendix IV or New FSEP Recognition Report ) 

• Go through and complete the HACCP Plan Forms ( #1 thru #10) 

• The decision tree will tell you if your current control programs also control the Hazards introduced by the 
formula change, in this case it’s not “yes” but maybe? So this then triggers the validation process. 

 

• Validation process; 
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Validation Process; 
• Pre-validation Tasks: 

• Hazard: 

• Reduced salt may not help inhibit the growth of Pathogens (E. coli O157:H7, Salmonella, Listeria monocytogenes) and Trichinella spiralis survival (pork 
products only) due to a potential reduction in osmotic pressure. 

• Food safety outcome required: 

• Reduction of microbial load by 7 log (poultry products) or 6.5 log (non-poultry products) or 5 log (fermented products) and elimination of Trichinella 
spiralis thereby ensuring the product is safe for human consumption and allowing the product to be classified as Ready-to-eat (outcome based on CFIA 
Meat Hygiene Manual of Procedures Chapter 4).  

• And that the current declared shelf life is maintained.  

• Control measures to be validated: 

• Critical limit: 

• Cooked product (not containing poultry) - ≥ 71°C 

• Cooked product (containing poultry) - ≥ 74°C for 10 seconds 

• Method for checking product core temperature. 

• Resources Used: 

• CFIA Meat Hygiene Manual of Procedures Chapter 4 Controls to address hazards related to Verotoxinogenic E. coli (E.coli O157:H7) and Salmonella 
Option 1 (July 29, 2010). 

• CFIA Meat Hygiene Manual of Procedures Chapter 4 Annex D: Cooking Time / Temperature tables for Ready-to-Eat and Poultry Products (July 29, 
2010) 

• CFIA Meat Hygiene Manual of Procedures Chapter 4 – Annex B: Trichinella Spiralis control options for pork – Heating (July 29, 2010) 

 

Validation Process Continued; 
• Approach: 

• Collection of technical information supporting the critical limit, 
• Collection of temperature data from “cold” spot testing, and 
• Collection of cooking temperature data during normal operations.` 
• Samples collected and sent for repeated full shelf life analysis 

• Parameters and Decision Criteria: 

• Critical Limits:   
• Cooked product (not containing poultry) - ≥ 71°C 
• Cooked product: ≥ 74°C for 10 seconds 
• Shelf Life micro limits not exceeded min 1-week after desired shelf life declaration.  

• Monitoring procedure to be validated:   

• For each smokehouse, the smokehouse operator inserts the smokehouse probes into the center of the largest caliber product at the 
front and back of the smokehouse for each cooking cycle.  At the end of the cooking cycle, a Cooking CCP trained employee 
checks the core temperatures by visually inspecting the smokehouse control panel and by inserting the probe of a calibrated 
handheld digital thermometer into the center of the largest caliber product on a rack located on the “RTE” side of the smokehouse. 
Findings are recorded on the Cook Control Sheet and the Cook Control Sheet is dated (with the time) and initialed/signed.  

• Then a full shelf life study is performed as per corporate Shelf Life procedure. 

• Deviation procedure to be validated: 

• If a deviation is encountered the Cooking CCP trained employee will follow the HACCP system deviation procedure and will document on the 
Cook Control Sheet.  An incident or hold report will be completed. 
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Validation Process Continued; 
• Records to be validated: 

• Cook Control Sheets,  
• Incident Reports and  
• Hold Reports. - Decision Criteria 
• Shelf Life Study results 

• The control measure will be validated if: 

• The monitoring procedure specified is capable of ensuring the critical limit is achieved. 
• The deviation procedure specified is effective in achieving control at the CCP after a deviation from the critical limit has occurred. 
• Record keeping demonstrates control at the CCP. 

• Shelf Life study confirms full expected shelf life is achieved.  
• Validation period:    6 months  

• Documentation used:   
• CFIA Meat Hygiene Manual of Procedures Chapter 4 Controls to address hazards related to Verotoxinogenic E. coli (E.coli O157:H7) and 

Salmonella Option 1. 
• CFIA Meat Hygiene Manual of Procedures Chapter 4 Annex D: Cooking Time / Temperature tables for Ready-to-Eat and Poultry Products 

CFIA Meat Hygiene Manual of Procedures Chapter 4 – Annex B: Trichinella Spiralis control options for pork – Heating “Cold” spot testing 
results from November / December 2010. 

• Cook Control Sheets  
• Third party – micro analysis results as per the Corporate Shelf Life Procedure. 
• Related incident reports and hold reports 

 

Validation Process Continued; 
• Evaluation: 

• The CFIA Meat Hygiene Manual of Procedures Chapter 4 Controls to address hazards related to 
Verotoxinogenic E. coli (E.coli O157:H7) and Salmonella Option 1 (July 29, 2010), CFIA Meat Hygiene 
Manual of Procedures Chapter 4 Annex D: Cooking Time / Temperature tables for Ready-to-Eat and Poultry 
Products (July 29, 2010) and CFIA Meat Hygiene Manual of Procedures Chapter 4 – Annex B: Trichinella 
Spiralis control options for pork – Heating (July 29, 2010) support the critical limits for Fermented product - ≥ 
62.8oC for 4 minutes, Cooked product (not containing poultry) - ≥ 71°C and Cooked product: ≥ 74°C for 10 
seconds. 

• “Cold” spot testing results illustrate that there is no cold spot on the “RTE” side of the smokehouse during 
cooking cycles for products. Results demonstrate that the monitoring procedure is effective. 

• Cook control sheets were reviewed and these records demonstrate that: 
• The proper data points are being checked and recorded,  
• The records prove compliance, and 

• Also shelf life results indicate that there is no increase in microbial load at the end of the 
anticipated shelf life.  
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Validation Process Continued; 
• The equipment is capable of meeting the critical limits. 

• Incident and hold reports during the 6 month period demonstrate that the deviation procedure is effective in 
achieving control of deviations from the critical limit when they occur.   

• The monitoring procedure is conducted before the product is packed.  Therefore, any loss of control is 
detected at this point and can be corrected before the finished product leaves the establishment.    As well 
there is a QA release program which involves reviewing all CCP documentation related to the product before 
it is shipped. 

• Conclusion 

• The data collected as part of this validation study indicate that: 
• The CCP is under control and will allow sustainable efficiency, 
• The monitoring and deviation procedures and frequency are effective, and 
• The record keeping proves control at the CCP. 
• There is confirmation that there is no reduction in acceptable shelf life  

 
 

Where are we now in relation to Validation; 
• Today - There is an assumption by CFIA that everything you are currently doing to control hazards in your 

plant has already been “Validated” at some time in the past.  

• Meaning new products, processes, suppliers, equipment, construction etc. has already been validated 
(proven) not to be a hazard to the products made in your plant. Or that all the current controls in place in 
your plant are documented as being able to control any hazards.  

• I am sure they are, otherwise you would be having other more serious issues.  

• But – if asked can you show the validation studies/work done in the past that shows the control of a hazard 
AND then the verification that what you were doing back when the changes happened are still controlling 
the hazards today! 

• If your like many – Validation studies were not done, changes were just made often times without notifying 
CFIA.  Assumptions were made that existing controls covered all hazards.  

• There has not been a lot of requests for Validation & Verification studies on anything other than CCP’s. This 
program is not just for CCP’s, it’s for any changes that occur in your plant, process or product that might 
introduce a hazard. It then helps you determine through assessment if there really is or is not a hazard. If not 
– your Done! If yes or maybe then you need to Validate your control measures.  
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Validation is required and it works if done properly; 

• They are looking for - Methods and responsibilities for verification activities of pre-requisite programs, 
critical control points and that food safety controls are properly documented. 

• Also who is assigned to do them and verify them, record reviews, onsite inspections, confirm the 
documented procedure is followed and that all checks are properly documented Etc.  

• But – this is all paper work, it means nothing if what has been proven to work and is documented is 
NOT what is actually being done in the plant – every day.  

• Remember – many – many Recalls, large and small happened to plants that had approved HACCP Plans 
and Systems and were also GFSI certified.  

• The Bottom Line – you need to validate changes in your operation and once you have a way to control 
the hazards – make sure you keep doing it the same way every day, checking periodically that the 
hazard is still controlled.  

• 90% of First Time GFSI Audits done without Pre-Audits failed Validation requirements  

 

Examples of what may trigger Validation; 

• Under the current rules; 

• There are the obvious things; 

• CCP’s 

• Packaging 

• Cooking 

• Interventions/Additives 

• Prerequisite programs 

• Personal Practices 

• Foreign Materials – Metal detectors 

• Sanitation  

• Training 

• Calibration 

• Etc 

 

Not so Obvious; 
• Cooling (rapid, slow) 
• Rework shelf life 
• Cold Spot – smoke houses etc 
• Hot Spot –  coolers, blasts etc 
• Shelf Life 
• Novel Processes/New Technology – HPP 
• Pathogen Controls 
• Drying Process 
• Cleaning after Allergens 
• Cleaning after Species changes 
• New Equipment – Used Equipment 
• Construction – removing walls etc 
• Reducing Salt in products 
• Major formulation changes 
• New types of products to a plant 
• Etc 
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Validation and Modernization: 
• When CFIA Modernization comes in, the way we evaluate our manufacturing processes to ensure food 

safety will be left to the manufactures to ensure that the outcome is a Safe Product.  

• Outcome Based! 

• How we do that will largely be up to the manufacturer. The new regulation will not be as prescriptive.  

• But however it’s done it may need to be validated to ensure and prove that no hazards or risks are added 
or encouraged that could affect the safety of the product.  

• As well CFIA will look for proof that all Hazards are controlled in the process to an acceptable level and 
ultimately to the products. 

• Moving forward – Validation will be a big part of what CFIA will be looking and asking for as we move 
into Modernization. Some of you may already be experiencing this if you export to the US as they are 
already implementing FISMA.  

 

Moving Forward: 
• In an Outcome Based environment the manufactures will be able to make changes to their processes 

where before they were prescribed to.  

• The onus will be on manufacturers to prove to CFIA that their processes are safe and do not incur a risk 
or hazard to the product.  

• I.e. – if you want to process in areas at 15C instead of the current 10C max allowed, you can providing 
you have Validated that processing at 15C has not incurred any new hazards and that your current 
control programs of sanitation, GMP’s etc are still controlling any hazards. If you can prove it then you 
will be allowed to continue.  

• The trick of course is to ensure that these new process standards are controlled at all times. Tolerances 
to deviations will often be much less than under the current prescribed requirements.  

 



5/12/2016 

9 

Questions? 



1 

Compliance Verification 
System (CVS) Updates 

2 

Outline 

• Changes to verification tasks 
• Changes to chapter 18 
• CVS reporting tool and Action Plan 
• Administrative Monetary Penalties (APMs) 
• Policy and Programs Updates 
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Compliance Verification System (CVS) in 
the Meat Program 

The CVS is a standardized risk based inspection tool. 
The CVS is used by the CFIA Meat Inspectors to: 

• Verify operators’ compliance with regulations 
• Document and communicate verification results 
• Follow-up on non-compliant situations 
• Take enforcement action(s) when situations of non-

compliance are identified and have not been 
corrected by the operator as required. 
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CVS in the Meat Program 

CVS includes: 
1. Verification tasks with detailed procedures 
2. Guidance for inspectors on the verification process 
3. Reporting tools 

 
CVS is integrated with enforcement options 

 

 
 

 
 



3 

5 

Verification 

Tasks 

Organization of Verification Tasks 

The verification tasks are organized into 7 sections 
  
Section 1: HACCP System Implementation and Specific  
  Control Programs 

Section 2: Labelling and Other Domestic Requirements 

Section 3: Export 

Section 4: HACCP System Design and In-depth Review 

Section 5: Animal Welfare and Animal Health 

Section 6: Miscellaneous 

Section 7: Sampling  
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Agence canadienne        
d’inspection des aliments 

Canadian Food     
Inspection Agency 

Canada 7 

Task Anatomy  
Section, Sub-Section, Task Name & 
Number, Frequency & Revision date  

Regulatory References 

What to assess 

How to assess 

What to record 

Regulations subjected to AMPS 

8 

Availability of records 

• Under the Meat Inspection Act section 13(1), an 
inspector is authorized to request documentation 
and records in order to verify compliance.  

 
• Under the Meat Inspection Act section 13(2), the 

owner or person in charge shall give all reasonable 
assistance to enable the inspector to carry out his 
duties and functions and shall furnish the inspector 
with any information the inspector may reasonably 
require with respect to the administration or 
enforcement of this Act and the regulations. 
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New/Revised  

CVS Meat Tasks 

10 

New Animal Welfare Task (Task 5.1.12) 

• Since March 2016, Operators of federally registered 
slaughter establishments are responsible for 
implementing an effective Animal Welfare Control 
Program as outlined in the Meat Hygiene Manual of 
Procedures Chapter 12: Food Animal Humane 
Handling and Slaughter – Animal Welfare 
Requirements. 

• A new task has been created 
    in order to verify the design 
    and implementation of  
    Operators’ Animal Welfare 
    Control Programs. 
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New Export Task: Ractopamine free 
pork/poultry control program (Tasks 3.2.05  & 3.2.06) 

• For some countries , the CFIA is responsible for 
certifying that meat (pork/poultry) products exported 
from Canada originate from animals that have 
never been fed and/or exposed to ractopamine 
hydrochloride. 

• Operators of slaughter establishments exporting to 
these countries must develop, implement and 
maintain control programs to avoid the entry of any 
pigs/poultry fed with feed containing ractopamine. 

11 

All beef establishments should be aware that China has zero 
tolerance for Ractopamine. It is their responsibility to ensure 
only Ractopamine free beef gets exported to China until a CFIA 
certification program for Ractopamine free beef is available. 
CFIA is in the process of updating MOP Ch 11 China section.. 

New In-Depth Review Tasks related 
to Listeria & E.coli O157  
(Tasks 4.2.01, 4.2.02, 4.2.03) 

• The goal of the in-depth review tasks is to verify 
that the operator’s HACCP system is designed 
and implemented so as to effectively control the 
risk associated with contamination by specific 
hazards.  

• The tasks are conducted in these situations: 
1. When intensified inspections do not resolve the 

situation of extended non-compliance by an 
operator. 

2. Where there is confirmed illness/death case(s) 
related to Listeria monocytogenes or E.coli O157. 

3. During food safety investigations. 
4. At the request of senior management.  

12 
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New Forecasting Task (Task 6.1.01) 

• The goal of the forecasting task is to get a global 
picture of the current processes in operation and 
the conditions of the building in order to make sure 
that the verification tasks are prioritized when 
situations that may impact food safety are observed 
or when situations indicate the operator’s HACCP 
system may not be effective. 

• Task frequency: Once per month 
• The scope includes a walk through the plant and an 

interview with the HACCP Coordinator about the 
most current changes to the processes in 
operations. 

13 

Revised Sampling Tasks 

All sampling tasks associated with the changes made  to 
the Policy on the Control of Listeria monocytogenes in 
Ready-to-Eat (RTE) Meat and Poultry Products have 
been updated accordingly. For example: 
• 7.1.02 Implementation of Written Protocol for Environmental Sampling of 

Ready to Eat (RTE) Food Contact Surfaces (FCS) 
• 7.1.03 Written Protocol for Risk Based Sampling of Ready-to-Eat (RTE) 

Meat and Poultry Products and Sampling of RTE Food Contact Surfaces 
(FCS) 

• 7.1.04 Implementation of Written Protocol for Risk-Based Sampling of 
Ready-to-Eat (RTE) Meat and Poultry Products  

• 7.2.01 M200 – Random RTE Meat and Poultry Product Sampling 
Plan7.2.11 

• 7.2.11 M205 – Listeria Environmental Monitoring of FCS 

14 
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The Chapter 18 

 

 Compliance Verification System 

16 

CVS procedures  

The Chapter 18 of the Meat Hygiene Manual of 
procedures outlines the procedures governing the 
CVS to be conducted in all federally registered meat 
and poultry establishments. 
 
A revised version of Chapter 18 has been published in 
April 2016.  

http://www.google.ca/url?sa=i&rct=j&q=&esrc=s&source=images&cd=&cad=rja&uact=8&ved=0ahUKEwiLj9nbx-vLAhXr74MKHYQYBegQjRwIBw&url=http://worldartsme.com/open-book-clipart.html&bvm=bv.118353311,bs.1,d.amc&psig=AFQjCNFLaHMXa6n5I-L0qnsJQuj_co3Z_Q&ust=1459535535171104


9 

Changes to Chapter 18  

• More guidance on what to do when the observed 
non-compliance directly relates to a non-
compliance identified in an open CAR. (See 
Chapter 18.7.2.3) 

• More guidance on assigning a level of 
compliance.(See Chapter 18.7.3.3) 

• The instruction to indicate the statement “Product 
Affected” as the first entry in the Description of Non-
Compliance box when a CAR is issued and product 
is affected has been removed. (See Chapter 
18.7.4.4) 

• Other minor changes that do not affect the 
regulated parties. 

17 
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The CVS Reporting Tool  
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The Verification Report: 

 
 Is provided to the Operator once per week 

(quarterly in storage) 
 
 Identifies any items requiring correction which did 

not result in a CAR as listed on the Verification 
Worksheet 

 
 Identifies the CAR number if any CARs were 

generated 
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The Inspection Report - Corrective Action 
Request (CAR) 

• A CAR is issued to an operator by CFIA Inspector(s) 
whenever a Verification Task is rated unacceptable 
 

• The CAR describes the non-compliance and 
requires the operator to implement corrective 
measures by 

• Providing an acceptable action plan by a date 
specified by the inspector 

• Effectively implementing the corrective and 
preventative measures by a date specified by the 
inspector 

 
• The CAR also describes the information gathered 

during the follow-up inspection 
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Why is CFIA asking for Action Plans? 

• To address non-compliance to regulatory 
requirements identified through inspection 
activities  
• Action Plans are also required when 

addressing audit findings/observations and 
violations identified by foreign competent 
authorities 
 

• To have written corrective measures endorsed by 
representatives of Senior Management 
 

 
 

Action plans form part of  
a continuous compliance process 

22 

What is the positive aspect for establishments? 

A clear and comprehensive action plan allows for 
• better understanding of the non-compliance 

causes 
• better understanding of each person’s roles and 

responsibilities 
• better use of resources 
• better coordination of staff involved in corrective 

actions 
• better resolution of problems 
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Acceptable Action Plan 
  

23 

Component 1 - Description of the problem  
• What is the non-compliance? 
• Did the problem affect product? 
• Where is the problem located? 
• How widespread is this problem? 
• Etc. 

Component 2 - Person(s) responsible for measures 
• Authority 
• Knowledge 
• Competence 
• Time 

Component 3 - Description of immediate/short term 
corrective actions  
• To control affected product , thing(s) or animal(s) and  

 
• To restore control over the deviation so that production can continue  

Acceptable Action Plan  

24 

Component 4 - Identification of root cause(s) 
• Why has the CFIA found the deviation and not our HACCP system? 
• Identify all potential causes  

Component 5 - Description of preventative measures 
• To eliminate the root cause(s)  

 
• To prevent recurrence of the deviation 

 

Component 6 - Description of activities planned to 
verify the effectiveness of Preventative Measures 
• To provide feedback as to whether or not further adjustment is 

necessary 
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Action Plan Extensions 

The CFIA may grant the operator an extension to 
implement the corrective measures outlined in its action 
plan, under the following circumstances: 
• Food safety is not compromised. 
• The operator will not meet the specified date for 

completion of corrective actions due to reasons beyond 
its control. 

• The operator submits a written request for an extension 
before the specified date for completion of the action 
plan. 

• The written request includes the reason for the 
extension request and the proposed new completion 
date. 

 25 

Action Plan Extensions 

Chapter 14 of the Meat Hygiene MOP has been/will be 
updated to clarify that: 
• any request for an extension from the operator must be 

submitted to the Inspector as part of the CAR process, 
and before a Final Notice of Non-Compliance (FNNC) is 
issued. 

• once a FNNC is issued, the date by which the operator 
must correct the non-compliance cannot be extended. 

• if the non-compliance remains unresolved after the date 
specified in the FNNC, the CFIA will take additional 
enforcement action(s).  

26 
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Overview of  

CVS National Data 

28 

CVS Performance Data Reports 

• Generated each quarter  
• Distributed to: 

• National (Level 1) 
• Area (Level 2) 
• Regional Management (Level 3) 
 

• Used to identify: 
• Trends 
• Resource issues 
• History of compliance 
• High risk inspection activities 
• Program delivery issues 
• CVS documentation issues 
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Background 
 The Agriculture and Agri-food Administrative Monetary 

Penalties Act provides the authority to issue AMPs for 
violations of  a variety of Agri-Food Acts and their 
Regulations including the Meat Inspection Act (MIA) 
and Regulations (MIR). 

 The Agriculture and Agri-food Administrative Monetary 
Penalties Regulations provide details, such as: 

 Classification of violation 

 Penalties 

 Payment 

 Provisions subject to AMPs  
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Background 
 On July 16, 2014, Schedule 1 of the Agriculture and 

Agri-food Administrative Monetary Penalties 
Regulations (AAAMPR)  was amended to include 84 
provisions of the Meat Inspection Act & Regulations.  

 This amendment provides the CFIA the authority to 
use AMPs as an enforcement action in response to 
violations that could only be addressed previously by 
license suspension, revocation, or prosecution.  

 

 

32 
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Classification of violations 

Minor 

• Fail to wear a 
hair, beard and 
mustache 
covering 

• (MIR 56(4)) 

Serious 

• Fail to package 
and label a meat 
product as 
prescribed 

• (MIR 89) 

Very Serious 

• Fail to ensure 
that low-acid 
meat product is 
thermally 
processed until 
commercial 
sterility is 
achieved 

• MIR 58(1) 

• The AAAMPR classifies violations as minor, 
serious or very serious.  For example: 

33 
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Item Column 1 Provision of 
Meat Inspection Act 

Column 2 
Short-form Description 

Column 3 
Classification 

1 3(2) Operate a registered establishment 
without a licence Very serious 

2 5(a) Apply or use a meat inspection 
legend without authorization Very serious 

3 5(b) 

Advertise, sell or possess for such a 
purpose a thing bearing, or in 
connection with which it is used, the 
meat inspection legend without 
authorization 

Very serious 

4 6(a) 
Apply or use any legend, word, 
mark, symbol or design likely to be 
mistaken for the meat inspection 
legend 

Very serious 

PART 3 - Meat Inspection Act and Meat Inspection Regulations, 1990 
DIVISION 1 - Meat Inspection Act (R.S., c. 25 (1st Supp.)) 

Go to Schedule 1 of the Agriculture and Agri-food 
Administrative Monetary Penalties Regulations for 
more details on the provisions of the Meat Inspection 
Act & Regulations subject to AMPs   

http://laws-lois.justice.gc.ca/eng/acts/M-3.2
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Penalties (AAAMPR sections 5 & 6) 

The AAAMPR sets penalty amounts which may vary 
from $500 to $10,000 depending on different criteria 
such as: 
• The classification of the violation (minor, serious or very 

serious).  
• If the violation is committed by an individual otherwise than in 

the course of business and that is not committed to obtain a 
financial benefit.  

• If the violation is committed by a person in the course of 
business or in order to obtain a financial benefit.  

 
Note: Base penalty amounts for serious and very 
serious violations can be adjusted based on harm, 
history and intent. 

35 
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Compliance to 53 of the 84 Meat 
Inspection Act & Regulations 
provisions subject to AMPs is 

currently being assessed through 
the Compliance Verification System 

36 
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Examples of MIA/MIR provisions subject to 
AMPs that are associated with CVS tasks: 

• Export meat product without meeting requirements.  
• Fail to adhere to hygienic practices as prescribed. 
• Fail to ensure that prescribed personnel are trained 

as prescribed or qualified to perform their duties. 
• Fail to develop, implement and maintain control 

programs and procedures as prescribed. 
• Fail to possess and maintain equipment and 

material necessary to operate the establishment.  

37 
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Non-Compliance to  one or more of the  
53 MIA or MIR provisions 

Corrective Action Request issued 

Failure to correct the non-compliance 

Final Notice of Non-Compliance (FNNC) 

Failure to respond to a FNNC will result 
in Additional Enforcement Action(s)  such 
as AMPS 

AMPs implementation 
53 provisions related to CVS tasks 
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31 out of the 84 Meat Inspection Act 
& Regulations provisions that are 

subject to AMPs are not associated 
with any of the CVS tasks  

39 

40 

Example of MIA/MIR violations subject to 
AMPs that are not associated with any of the 
CVS tasks: 

• Operate a registered establishment without a 
license. 

• Apply or use meat inspection legend without 
authorization. 

• Send or convey meat product inter-provincially 
without meeting requirements. 

• Fail to deliver imported meat product for inspection. 

40 
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Non-Compliance to MIA or MIR 
provisions outside of the CVS 
process  

Management Review Team 
established 

Recommendation on 
Enforcement Action(s)  
(e.g. AMPs) 

AMPs Implementation  
Provisions Not Related to CVS Tasks 

42 

Policy and Program Updates 
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Modernised Slaughter Inspection Program 
(MSIP) Positioning Canada for the Future 
 
 • Codex alimentarius – CHPM CAC/RCP 58-2005 

• Spectrum of meat-borne diseases of public health 
importance has changed 

• Goal: meat products are SAFE and SUITABLE for 
human consumption 

• Farm to Fork concept - Application of HACCP principle 
is essential. 

• “National level - the Competent Authority having 
jurisdiction at the slaughterhouse  … very often serve 
animal health as well as public health.” 

• Redefining respective roles of industry and government 
– The Competent Authority responsible to define R&R, 
and verify. 
 

44 

Inspection Modernisation Methodology 
• Review the basis for established inspectional 

procedures 
• Critically review the justification for established 

inspectional procedures based on current science 
• Review the political/trade basis for established 

inspectional procedures 
• Develop a science based modernized inspectional 

approach  

Modernised Slaughter Inspection Program 
(MSIP) Positioning Canada for the Future 
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Updates to Meat Processing  
Listeria monocytogenes 
 
Revised Annex H: Listeria monocytogenes policy 

published April, 2016 
• Changes to the timing of follow-up activities for food 

contact surface positive samples 
• Changes to the number of samples required during 

follow-up activities for positive product samples  
• Changes to the timing of follow-up activities for 

Category 2A and 2B positive product samples 
 
 

46 

Updates to Meat Processing  
Listeria monocytogenes 

Revised Annex H: Listeria monocytogenes policy 
published April, 2016 

• Changes to criteria for investigative results in 
Category 2A and 2B products to < 100 cfu/g from 
50 – 100 cfu/g investigative and < 50 cfu/g 
satisfactory 

• Category 2A and 2B product testing must begin 
with an enrichment method, as opposed to direct 
enumeration or enrichment under the previous 
policy 

• Changes to the timing of follow-up activities for non 
food contact surface positive samples 
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Biofilms in Food 
Production Environments 
 
CFIA Industry Information Session 
April 2016 

Presentation Outline 

• Who is Sani Marc? 

• Basics on Biofilm 

• Biofilm Detection  

• Biofilm Destruction 

• Conclusion 
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Who is Sani Marc? 

15 locations across 
Canada 

14 warehouses 
and Customer 
Service Centres 

1 primary production 
facility 

550 employees 

Focused Scientific Research 

• Sani Marc’s Biofilm Research Program  

– Started in 2010 

– Partnership with the Montana State University 
Center for Biofilm Engineering 

– Significant investment  

– Development of unique Theoretical, Practical 
and Regulatory expertise on Biofilm 

 

 

Presentation Links/Videos/20121101 Sanimarc Corporate Video.mpg
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Basics on Biofilm 

What is a Biofilm? 

• Microorganisms 

– Attached to a surface 

– Trapped in an extracellular matrix 

– Lives in an organized community 

– Capable of molecular communication 

– Shows altered metabolism 
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Well Known Structures in Nature 

What are Biofilm Made of? 

• Pure Biofilm does not exist in the environment 

• Biofilms are composed of 

– Bacteria 

– Yeast, Mold and other Fungi 

– Viruses 

– Microscopic Algae 
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The Essentials for Biofilm 
• A Surface 

 

 

• Moisture / Water 

 

 

• Nutrients 

 

 

Biofilms in our Food Plants 
• Screws and holes 

 
• Rims 
 
• Scratches 

 
• Corners  

 
• Junctions 

 
• Hard to reach areas 
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Biofilm Effects on Equipment 

• Can deteriorate equipment 

– Corrosion of metallic surfaces 

– Degradation of concrete structures 

Characteristics of Biofilms in Food 
Processing Environments 

• Biofilms in food plants are: 

– Visible or invisible 

– Very hard to remove 

– Resist to conventional sanitation methods 

– Persistent under harsh conditions 

 



12/05/2016 

7 

Biofilm Detection 

BioDetect: Sani Marc’s Solution for 
Biofilm Detection 

BioDetect reacts in seconds  
in the presence of biofilm 
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BioDetect in the Field  
 

 

BioDetect in the Field  
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Biofilm Destruction 

Be Careful as you Proceed 

A. Scrubbing will simply spread bacteria all around 
 

B. Products that only disrupt Exo-polymer will 
spread bacteria and allow the dormant bacteria 
in the biofilm to come back 
 

C. Products that only kill bacteria will not 
penetrate very deeply into the 
 

D. A Biofilm Structure (even dead) that stays on a 
surface is the starting point for a new Biofilm to 
form. 
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BioDestroy  
 
 
Win the Fight 
Against Biofilm  

Antimicrobial Efficacy on Biofilm 
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BioDestroy Efficacy 

GMP Study 

– ASTM Method E2562‐12 

– 5 minutes, 1% of BioDestroy, Hard Water 

6,04 log  5,45 log 
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Let’s Take a Close Look 

Before treatment : 9 log 

After treatment :  < 1.6 log 

100x 

200x 

1000x  

200x 

1000x and 
electronic 
zooming 

Benefits of BioDestroy 
• 5 minute contact time for quick turnaround 
• Easy to apply – one product with a trouble-free dilution 

method 
• Foam application offers prolonged contact time and 

decreased scrubbing action  
• Drain application – thick, dense foam @ 2% works 

through thick biofilm in drains 
• Results after ONE application 
• Can be installed in a dilution system (SDS) 
• Phosphate-free formula offers a positive environmental 

profile 
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Conclusion 

Remember 
that Biofilm 
Control 
Solutions 
are 
Available 
to You 
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Communicating with the CFIA 
 
Understanding Stakeholder  
Requirements  

Date: April 12, 2016 

Industry Days Session  

2 

Purpose  

To better understand how industry would like to be 
able to access information and expertise.  
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Accessible and Responsive 

 
The CFIA is committed to promoting awareness and 
understanding of our regulations and to being accessible 
and responsive to our stakeholders. 
 
As part of this commitment, we are looking at stakeholder 
needs for receiving and accessing information and 
expertise in the Agency. 
 
We want to make sure stakeholders have predictable and 
consistent access to the information they need.  
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What we’ve heard …… 

There is a need for simplified access to information.   
 
There is a desire to have access to expertise in the 
Agency.   
 
Plain language and varied formats make it easier to 
understand complex information. 
 
There is a need to receive guidance on how to 
implement regulatory requirements. 
 

4 
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What we are thinking…. 

We are looking at ways to provide access to information 
and expertise within a clearly defined process to allow 
timely, consistent and accurate responses. 
 
We will provide guidance, tools, resources and information 
which promote and support compliance. (Specifically for 
new regulations coming into force) 
 
Access to expertise would be a complementary process to 
the way industry currently interacts with inspectors on 
inspection related questions/queries. 

5 

What we are doing…. 
We are establishing how we could  provide access to 
information and expertise.  
 
We have developed a compliance promotion strategy around 
three pillars: 

• Education and outreach – communicating requirements 
in plain language;  

• Collaborating on tools and training – providing user-
oriented interactive tools; 

• Improving compliance through partnerships – targeting 
pro-active initiatives based on risk. 

 
We are asking stakeholders about their priorities and 
requirements to make sure what we put in place works for 
everyone.  
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What we would like to know…. 
 • Where you are most likely to go to get information 

from/about the Government of Canada and the 
CFIA. 
 

• Under what circumstances you would foresee 
accessing expertise in the Agency. 
 

• The type of information products and support 
services you find most useful. 
 

• How you would like to receive updates from the 
CFIA.  

7 

Providing Feedback: 
 
1. Fill out our quick and easy survey during lunch or 

break. 
2. Scan the code on the survey and fill it out on-line.  
3. Send us an email:  

cfia-modernisation-acia@inspection.gc.ca 
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SFCR & Compliance Promotion 
Industry Days 

Tom Graham, Director 
CFIA/OPSD-National Inspection Division 
April 2016 

Agenda 

• Regulatory Modernization 
• integrated Agency Inspection Model 
• Compliance Promotion 
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 Ambitious modernization agenda 
 Regulatory and inspection modernization 
 Business transformation 
 
Objectives  
 Preventive system to consistently manage risk and resources 
 Inspection and enforcement that is more consistent, 

predictable, effective and transparent 
 Flexible use of inspection resources 
 Improved private-public partnerships  
 
 

 

CFIA Modernization  

3 

• Advances in science, 
technology & 

production processes 
• Biotechnology 

• New food processing 
methods 

Increasing global Consumer 
Expectations  
•Public Trust 
•Transparency 

Modernization initiatives of 
trading partners & expanding 

trade requirements 
Increased identification & response to real 
& perceived risks 

Safe Food for Canadians Act 

 
Our risk environment is evolving and we have to evolve with it… 
 

Globalization 
•Foreign Food Safety 

Systems 

Expanding food 
safety threats 
•New Pathogens 
•Food Recalls 
(trend - undeclared 
allergens) 

4 
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Safe Food for Canadians Act 
• The Safe Food for Canadians Act (SFCA) received 

Royal Assent in November 2012 

• The passage of the Act set the stage for a strengthened 
and modernized Canadian food safety system that 
includes: 
• better protection for Canadians; 
• enhanced controls over imported food; 
• deterring deceptive practices, tampering and hoaxes; and, 
• tougher fines and penalties. 

• The Act makes Canadian businesses more competitive 
through:  
• reduced regulatory burden; 
• improved inspection consistency and efficiency. 

• To bring the SFCA into force, the associated regulations 
must first be promulgated. 

 5 

OUTCOMES-BASED 
REGULATION 

 

Focussed on 
prevention, being 

flexible and 
scalable.  

PREVENTIVE 
CONTROL PLAN 

(PCP)  
 

Industry 
documentation of 

hazards, and 
measures to 

address 
requirements.  

 

Safe Food for Canadians 
Act and Regulations 

TRACEABLITY 
 
 

Facilitating effective 
response in case of 

non-compliance. 

IDENTIFICATION 
 
 

Clear mechanisms 
for identification 
and oversight of 
regulated parties 

(licensing). 

Regulatory Modernization: What Does this Mean? 

Expected Result: Stronger, more consistent and outcomes-based rules and 
regulation 

• An effective regulatory framework applied to importers, exporters and 
domestic producers, and supported by risk and performance-based 
decision making. 

6 
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Stakeholder Engagement Has Been Unprecedented 

7 

2012 2013 2014 
Work began with stakeholders 
prior to 2012 in developing a 
legislative proposal 

Spring 2013: New Regulatory 
Framework for Food Inspection 
released 

June 2014: 2nd Healthy and 
Safe Food Forum 

June 2012: SFCA Tabled in 
Parliament 
 

June 2013: 1st Food Forum held May to Aug. 2014: 2nd round of 
consultations on SFCR 

November 2012: SFCA 
receives Royal Assent 
 

June to November: 2013 
1st Round of engagement launched 
• Extensive use of Webinars 
• Industry Roundtables  
• Consumer Association 

Roundtables  
• Ad Hoc Industry Advisory 

Committee  

Extensive use of Webinars 
Industry Roundtables  
Consumer Association 
Roundtables  
Ad Hoc Industry Advisory 
Committee  

CFIA shared portions of draft regulatory text in this time frame to demonstrate 
in part what outcome based regulations would look like. 

More than 15,500 stakeholders have been engaged and have 
responded by sending in over 500 submissions on the proposed 

regulatory framework.   

Reducing the Burden On Micro & Small 
Business  

 

 
 

 
.   

 

• In April 2015, the CFIA launched a consultation with 
micro and small businesses (MSBs) to seek 
feedback on options for reducing burden.  

8 

• The following actions are being considered to support 
MSBs:  

• Delay coming-into-force of PCP provisions for MSBs;  

• Free license for very small businesses;  

• An exemption threshold for a written PCP  - recognizing 
there may be some criticism from large businesses; and, 

• Additional regulatory guidance – more tailored to small 
businesses (e.g. templates for a PCP ). 
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Next Steps for Regulatory Modernization 

• The CFIA remains committed to efforts for advancing 
this initiative and is working with the new 
government on next steps.  

 
• To learn more about the fundamentals of the 

proposed approach to the Safe Food for Canadians 
Regulations approach, visit 
www.inspection.g.c.ca/safefood. Updates will be 
provided.  

 
• The CFIA anticipates that the proposed SFCR will 

be pre-published (Canada Gazette 1) in late 2016 
for formal consultations. 

 
• .  
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Inspection Modernization 

Inspection modernization will enable the CFIA to:  
• Detect and prevent risks more effectively 
• Focus inspection activities in areas with the highest 

risk first 
 
Inspection modernization will provide industry with: 
• The flexibility to design controls that demonstrate 

compliance for their operations and products 
• A more level playing field by streamlining the 

inspection process 

10 
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• In early 2015, the CFIA finalized the integrated 
Agency Inspection Model (iAIM) for all regulated 
commodities. 

• Several components of the iAIM are currently being 
tested as part of a phased approach to 
implementation 

• The phased implementation approach consists of a 
series of “waves”  

• The intent is a strong, validated and integrated 
inspection model by the time full implementation is 
reached 
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Integrated Agency Inspection Model 
(iAIM) 

The Waves 

• Facilitate a shift in the way the inspectorate 
functions 

• Evaluate the effectiveness and usability of a number 
of newly developed inspection tools 

• First wave rolled out in Fall 2015 in select sub-
programs across all three business lines  

• Objective of Wave One:  
to test two of the foundational components of 

operational guidance and the associated 
commodity specific reference: 
1. Standard Inspection Procedures 
2. Compliance Verification of a Preventive 

Control Plan (PCP) 
 

 12 
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The Waves: What’s Next? 

• The rollout is continuing 
• Preparations and planning for Wave Two is ongoing 
• Inspector training for Wave Two is underway  
• Wave Two will include the same commodity groups 

as Wave One but the rollout will be national in 
scope 
 

• Industry’s continued support of Inspection 
Modernization is much appreciated 
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Compliance Promotion 

What is it? 
•any activity that informs, motivates and encourages 
compliance with the CFIA’s regulatory requirements 
 

CFIA’s compliance promotion strategy is built on 
three pillars: 
1.Education and outreach  
2.Collaborating on tools and training  
3.Improving compliance through partnerships 
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Tools and Resources 

Three categories: 

1.Simplifying access to the information needed 
To help you find food safety information based on your needs and 
business profile 

2.Supporting understanding of regulatory requirements 
The use of plain language and varied formats make it easier to understand 
complex information about your food safety obligations 

3.Providing guidance on how to implement regulatory 
requirements 
Practical training and guidance to support you in producing safe and 
compliant food 
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Examples 

Decision Trees & 
Wizards: 

• Do I need a 
licence? 

• Do I need a PCP? 
• What are my 

traceability 
requirements? 

Infographics: 

• Key Preventive 
Controls 

• Categories of 
Hazards 

• Your Written 
Preventive Control 
Plan 

• 3 Key Principles for 
Importers 

Fact Sheets & 
Guides: 

• Identification of 
Food Businesses 

• Traceability 
• SFCR Handbook 
• Step by Step Guide 

for Preparing a 
Preventive Control 
Plan 

16 
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Recap 

• Regulatory Modernization 
• integrated Agency Inspection Model 
• Compliance Promotion 
 

17 
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To adapt to  the changing regulatory landscape, 
industry must be: 

• Informed:  know what’s changing, be familiar with 
the proposed regulatory framework; inform 
management and employees. 

• Engaged:  let your opinions, concerns, comments 
or questions be known; participate in face-to-face 
and/or online consultations. 

• Proactive:  think ahead of how the proposed 
changes will impact your company and how you 
can adapt to the changing regulatory landscape.  

What Can Industry Do? 
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Policy and Program Updates 

2 

Modernised Slaughter Inspection Program 
(MSIP) Positioning Canada for the Future 
 
 • Codex alimentarius – CHPM CAC/RCP 58-2005 

• Spectrum of meat-borne diseases of public health 
importance has changed 

• Goal: meat products are SAFE and SUITABLE for 
human consumption 

• Farm to Fork concept - Application of HACCP principle 
is essential. 

• “National level - the Competent Authority having 
jurisdiction at the slaughterhouse  … very often serve 
animal health as well as public health.” 

• Redefining respective roles of industry and government 
– The Competent Authority responsible to define R&R, 
and verify. 
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Inspection Modernisation Methodology 
• Review the basis for established inspectional 

procedures 
• Critically review the justification for established 

inspectional procedures based on current science 
• Review the political/trade basis for established 

inspectional procedures 
• Develop a science based modernized inspectional 

approach  

Modernised Slaughter Inspection Program 
(MSIP) Positioning Canada for the Future 
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Updates to Meat Processing  
Listeria monocytogenes 
 
Revised Annex H: Listeria monocytogenes policy 

published April, 2016 
• Changes to the timing of follow-up activities for food 

contact surface positive samples 
• Changes to the number of samples required during 

follow-up activities for positive product samples  
• Changes to the timing of follow-up activities for 

Category 2A and 2B positive product samples 
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Updates to Meat Processing  
Listeria monocytogenes 

Revised Annex H: Listeria monocytogenes policy 
published April, 2016 

• Changes to criteria for investigative results in 
Category 2A and 2B products to < 100 cfu/g from 
50 – 100 cfu/g investigative and < 50 cfu/g 
satisfactory 

• Category 2A and 2B product testing must begin 
with an enrichment method, as opposed to direct 
enumeration or enrichment under the previous 
policy 

• Changes to the timing of follow-up activities for non 
food contact surface positive samples 
 
 

6 
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Private Certification 
Industry Days 

Tom Graham, Director 
CFIA/OPSD-National Inspection Division 
April 2016 

 Supports the Agency’s Modernization agenda by 
providing a framework for a modernized, scientific 
and resource-efficient approach to risk-based 
inspection.    

   
 Scope initially focuses on food safety to align with 

the Agency’s modernization efforts, and will be 
modified for horizontal application where applicable. 

 

CFIA Private Certification Policy 

2 
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Private Certification Schemes  

• Voluntary systems 
• Implemented to manage risk and movement along 

the supply chain 
• Some developed with government support and 

regulatory oversight 
• Driven by industry and consumer demands 

3 

An Input into Risk-Based Oversight 
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 Enables improved risk-based 
planning and prioritization to 
better manage risks: 

• No change to regulatory 
requirement 

• No intent to replace 
regulatory oversight 

• No intent to outsource 
Agency inspection work 

 Does not impose the use of 
private standards by industry  

 Does not constitute any 
approval, recognition or 
endorsement of private 
certification  

Private  
Certification 
Data 
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Pilot Study 
• Conducted in collaboration with GFSI in 2014 
• Two components: 

1. Gap Analysis  
• assessed each food safety-related regulatory requirement 

under the proposed Safe Food for Canadians Regulations 
to identify relevant GFSI benchmark criteria 
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2. Establishment Visit  
• evaluated how the private 

certification scheme was 
implemented 

• Provided for a comparison of the 
on-site observations versus the 
paper-based assessment 

Pilot Study: Results 
 
• High degree of alignment between the GFSI and 
draft SFCR PCP intended outcomes 

• Properly implemented GFSI benchmarked private 
certification scheme meets or exceeds most SFCR 
PCP requirements 

• Differences between regulatory requirements and 
GFSI benchmark criteria can be accounted for and 
likely addressed in the prescriptive individual private 
certification scheme criteria  

o Terminology differences (e.g. sanitation vs. hygiene) 
o Approach differences (e.g. SCFR focuses on demonstration of 

competencies rather than completion of training courses) 
 

6 
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Confidence in the Certification 
CFIA has identified four categories of food safety certification 
schemes that will be considered in the Agency’s risk-based 
assessment continuum:  
1) CFIA-assessed Food Safety Recognition Program  

• No further assessment of the certifying body by CFIA is necessary.   
 

2) International Private Certification Schemes 
 

3) Private Certification Schemes Certified to HACCP  
• For categories 2 and 3, no further assessment of the certifying body by 

CFIA is necessary if the certification has been achieved under an 
accredited certification oversight structure. 

 
4) Other Private Certification Schemes 

• CFIA assessment of the certifying body to establish confidence in the 
oversight structure, and by extension, the certification result.  
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Next Steps 

 Enhanced Transparency  
• Publish the assessment process and criteria  
 

 Effective Implementation  
• Implement the policy in phases 
 

 Continued Engagement  
• Engage with food safety partners to ensure any progress in this area 

is consistent with international approaches  
 

 Future strategic thinking  
• Following implementation, examine the expansion of the policy to 

CFIA’s plant and animal health programs. 
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To adapt to  the changing regulatory landscape, 
industry must be: 

• Informed:  know what’s changing, be familiar with 
the proposed regulatory framework; inform 
management and employees. 

• Engaged:  let your opinions, concerns, comments 
or questions be known; participate in face-to-face 
and/or online consultations. 

• Proactive:  think ahead of how the proposed 
changes will impact your company and how you 
can adapt to the changing regulatory landscape.  

What Can Industry Do? 

10 
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Agricultural Market Access:  
Prioritization and Governance 

 
Presentation to CMC/CFIA Industry Days 
 
April 2016 
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Market access relies on partnerships 
 

• Gaining and enhancing market access opportunities for Canadian 
agriculture and agri-food products relies on the collective efforts of:  

 

– Government of Canada’s Federal Market Access Team (FMAT)  

•  Agriculture and Agri-Food Canada; Canadian Food Inspection Agency 
and Global Affairs Canada* 

– Industry 

– Provinces and Territories 

 

• The FMAT organizations share complementary mandates concerning 
market access for agriculture and agri-food products. Each federal 
partner has an important role to play in advancing market access 

* Including network of Canadian Trade Commissioners around the world 
2 
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The Federal Market Access Team 

 
 

• The Federal Market Access Team works bilaterally and 
multilaterally to create and maintain trade opportunities for 
the agriculture and agri-food sector  

 

• Together we: 
– Build relationships and allies in support of our trade objectives;  

– Maintain the pressure on our priority issues requiring resolution; 

– Advance Canadian interests across  our trade negotiating agenda [Free 
Trade Agreements (FTA), World Trade Organization (WTO)]; 

– Allocate required resources according to our priority markets and 
issues; 

– Work to ensure international trade rules are science-based.  
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Market Access Secretariat (MAS) 

 
• The Market Access Secretariat (MAS) was established to 

provide resources focussed solely on regaining and expanding 
market access opportunities for agriculture and agri-food 
products 
 

– Full geographic coverage and embedded CFIA officials  

 
 

• We have developed a ‘single-window’ for market access 
engagement and a prioritization process to ensure we are 
focusing limited resources and working on issues that are of 
greatest significance to industry 

 

4 
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Securing and maintaining access is a 
complex and time-consuming process 

 

• Resolving market access issues has become more complex process over the 
years, influenced by:  

– Vastness of sectors that rely on exporting  

– The increased number and complexity of SPS and other issues 

– Importing countries are modernizing/enhancing their food safety, animal 
and plant health control systems – new and/or enhanced import controls 

– Intensified international competiveness for the same markets with 
greatest potential 

– Increased demands on and limited resource capacity in foreign regulatory 
authorities 

 

• Limited and highly specialized technical expertise is relied upon heavily 
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A typical access negotiation will take a year 

New Access 

2. Industry requests 
that Canada seek , 
expand or restore 

access 

3. Issue placed on 
Canada’s work plan 

based on priority 
ranking 

4. CFIA requests 
import requirements 

from FCA  

5. FCA informs Canada 
of import 

requirements/may 
include a 

questionnaire   

6. Exchanges of 
information and 

counterproposals 
between CFIA and FCA 

7. Incoming inspection 
visit from Foreign 

Competent Authority 
(FCA)  

8. FCA issues final 
audit report to CFIA 

9. CFIA provides 
corrective action 

10. CFIA negotiates 
certificate 

11. Canada 
implements new 

import requirements 

12.Trade begins – CFIA and 
FCA inspect shipments to 
ensure compliance with 

agreed-upon import 
conditions as negotiated 

13. FCA may request 
maintenance 

inspection audit visit 
to verify that system / 

import controls 
remain valid 

6 
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Domestic programs serve as the basis for 
international trade  

 

• CFIA’s programs are designed to protect the health of Canadians and 
Canada’s plant and animal resource base 

 

 

• Robust domestic food safety, animal health and plant health systems 
constitute the foundation of market access as Canadian products 
reputation abroad is built, maintained and expanded 

– Confidence of trading partners is underpinned by our ability to 
demonstrate effective domestic oversight 

 

 

• Arising food safety, animal or plant health crises immediately divert 
resources both to manage the crises, and to regain market access 
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Prioritization of market access issues  

 

 

• The prioritization process was established to help manage the workload and to 
direct the work of limited resources to the issues of highest priority 
 

 

• Requests are evaluated based on a number of predetermined factors, and 
given a priority ranking 

 

 

• Allows us to set transparent workplans, to sort resource requirements, and 
document all market access work for the FMAT 

• Success rests on collective adherence to the process and outcomes 
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All market access issues are assessed using seven weighted areas of 
evaluation: 

• Existing ministerial commitment           18 

• Relative economic importance of the market        17 

• Industry priority rating*             18 

• Anticipated difficulty of resolution           15 

• System considerations              14 

• Preferential tariff treatment             10 

• Scheduling urgency                8 

                   100 total points 
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Establishing priorities 

Industry input is an essential component 
of priority determination 

1. What priority rank does industry give this issue ? 

2. What is the expected/estimated economic importance of exports of this 
commodity   to the  market destination?  

3. Has your association ranked the resolution of this market access issue above that 
of other issues? 

4. Has your association or its members raised this issue with their foreign 
counterparts  (industry associations, importers, etc.)? If yes, are they supportive 
and can they    influence the foreign government’s decision 

5. Is your association or are its members willing to travel to the market for advocacy 
efforts?   

6. Is this issue/country included in your Agri-Marketing plan?  

7. Is your association and/or its members willing to host and pay for an incoming 
inspection  visit?  
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A series of questions is answered by industry in order to generate 
the priority level of exporting a particular commodity to a particular 
market: 
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• The current market access workplan includes over 300 active issues, 
covering all CFIA business lines: 
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Outcomes of prioritization process inform 
and direct the work of FMAT resources 

Governance and Transparency 

12 

• Government of Canada governance process in place to confirm priority 
rating of all issues – in context of workload, other priorities, available 
resources 
• Achieved through a senior-level committee representing all FMAT 

organizations that meets regularly 
• Reconsideration of existing issues when facts changes 
• Decisions on incoming/outgoing missions 

 
 

• Transparency is a key principle of this work: 
 

• decisions on priority ranking are communicated to industry 
 
• entire work plan and supporting data is shared with industry 

associations on a quarterly basis for ongoing review and validation 
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Contact Us 
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The Role of CFIA and 
Industry During 
Foreign Missions 

2 

• Definition: Re-opening, maintaining and 
expanding markets to the Canadian 
industry. 

• With almost half of Canada's total 
agricultural and food production 
exported, the potential for  
growth in these sectors  
lies in its ability to expand  
markets abroad, making  
market access a key  
priority for both industry and 
governments. 

 
 
 

 
Market Access 
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Industry 

3 

 
Increase Market Access:  
Government & Industry’s Role 

 
Canadian Food 

Inspection 
Agency 

 
Agriculture and 

Agri-Food 
Canada 

 
Foreign Affair, 

Trade and 
Development 

Canada 

4 

 
Outcome of this Ambitious Trade 
Agenda 

• As a result of ongoing intense promotion and 
negotiation work done abroad, importing countries 
send foreign delegations to verify, audit, inspect 
and/or gather information on Canada’s food inspection 
system and/or on regulated parties. 

 • The number of requests to 
host incoming foreign 
missions has increased in 
recent years, and is 
anticipated to increase even 
more in the future.  
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Incoming foreign mission purpose 

An incoming foreign mission is a visit to Canada of a delegation 
that is representing a foreign government. 
The purpose of incoming foreign missions include: 
 
• Audits for new or expanded market access or to regain 

market access.  
 

• Audits and/or inspections for ongoing market access, such 
as maintenance audits of CFIA systems or sites for ongoing 
market access.  
 

• Inspection of individual exporting  
     sites by the competent authorities 
     of the importing country, i.e. Product 
     lot approval inspection. 
 

6 

Audits encompass both the: 
• evaluation of the CFIA’s Inspection System AND 
• inspection of establishments or sites as part of the 

examination process.  
 

 
 

 
Foreign Audits 

Foreign evaluation 

CFIA inspection system 

CFIA inspections 

Regulated 
Party 
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G. Incoming Foreign Missions 
 

Incoming Foreign Audits 
 

Process 
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• Government of Canada or, even sometimes, industry 
receives foreign audit requests. 

• In some cases, the CFIA is notified as short as two 
weeks prior to the actual audit date. 

• Regardless of the route the request comes in, each 
request must be brought forward at the CFIA National 
level for evaluation.  

• All requests are prioritized using  
   the “Market Access 
   Issues Prioritization Tool.” 
 

 

 
Initial request 
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• Once a request is approved, 
   the following information is  
   forwarded to the applicable  
   Area(s) for information: 
 

Suggested dates of the mission; 
The business line affected (food, animal health or plant 

health); 
The commodity affected; 
Mission scope and objectives; 
How establishments will be chosen. 
 

 
 

 

 

 

 

 
Notification 
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• Foreign authority informs the CFIA of the establishment or 
site selection process. It can be either: 
 Chosen by the foreign authority; or 
 On a voluntary basis 

 
• A foreign authority may select establishments or sites 

based on: volume exported, compliance history (e.g. Port-
of-Entry violations, recalls), etc. 

• If you have been selected you will hear from CFIA to verify 
your availability. 

• After establishments or sites have been selected and 
confirmed, the audit Itinerary is then drafted by the CFIA. 

 
 

 

 

 

 

 
Establishments & sites  
selection 
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CFIA staff will meet with the establishment  
management to discuss the following points: 
1. confirm the mission date, purpose, scope and objectives; 

2. if applicable, discuss the applicable foreign export requirements 
that must be met; 

3. duration of the site visit (establishments must be flexible if the 
visit runs beyond normal work hours); 

4. the significance of this mission for the Canadian economy; 

5. the importance of joint CFIA-industry collaboration and work out 
strategies to ensure a positive outcome; 

6. the importance of appropriate preparation by the establishment 
management (i.e. ensure they meet all applicable Canadian and 
export requirements at all times, etc.) 

 

 

 

 
Meeting with Est. management 
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Foreign country questionnaires 
• Some countries require a questionnaire to be 

completed by the establishments to be visited. They 
usually ask tombstone information and questions on 
type of products or production which will help the 
foreign delegation prepare for the visits. 
Questionnaires are usually the responsibility of the 
site management to complete.  

• Some other countries will require 
   a “foreign country requirements’  
   verification checklist” to be  
   completed by the CFIA  
   inspector. 
 

 

 
Establishment preparation 
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CFIA Pre-audit verification 
• A CFIA pre-audit verification will be conducted at the 

selected sites.  
• The pre-audit verification is conducted ideally at least 

2-3 weeks prior to the beginning of the audit. 
• In the meat program, the pre-audit verification 

requires the CFIA inspector to 
 

 

 
Establishment preparation 

conduct task 3.4.02 “Foreign 
country audit preparation” 
which includes a Forecasting 
Activity and verification of 
export requirements  
(CVS Tasks from section 3). 
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Industry preparation 
• Prepare an itinerary for the plant tour ahead 

of the audit; 

• Do several walk-arounds and ensure that the 
interior and exterior are in optimal condition. 
Pay special attention to GMP, Pre-
operational Verification and Sanitation, 
Ventilation (condensation), Building and 
Equipment Maintenance, Cooler/Transport 
Temperatures, Animal Welfare and HACCP 
Documentation.  

• If necessary, re-prioritize work orders in order 
to  ensure completion prior to the audit; 

 

 

 

 
Establishment preparation 
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Industry preparation 
• Ensure your HACCP System is complete 

and up-to-date; 

• Re-prioritize non-daily cleaning schedule 
so these items are cleaned prior to the 
audit; 

• Conduct an employee meeting and 
provide a refresher GMP training; 

• Review foreign country export 
requirements found in the CFIA policy 
manuals (i.e. chapter 11) and ensure you 
fully meet them; 

• Etc; 

 

 

 
Establishment preparation 
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• Once the foreign delegation arrives in Canada the 
CFIA hosts an opening meeting (in Ottawa or other 
CFIA office). 

• During this meeting the CFIA provides information on 
the Canadian inspection system so that the delegation 
has a full understanding of our system before they 
start auditing establishments. 

 
 

 

 

 

 
Opening Meeting 
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The following procedures are explained to the foreign 
delegation during the opening meeting: 
• Request for photographs of the facility, equipment, 

processing, etc.;  
• Request for copies (or photograph) of CFIA 

inspection documents; 
• Request for copies (or photograph) of the regulated 

party’s documents. 
• Duration of each audit 
    visit. 
 
 

 

 

 

 
Audit procedures 
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• Effective communication with people of different cultures could be 
challenging.  

• When the languages are different, and translation has to be used 
to communicate, the potential for misunderstanding increases. 

 
 

 
 

 

 

 

 
Foreign Delegation – Communication 
across cultures 

• In order to effectively prepare to each 
foreign visit, you can consult this web 
site which provides country by 
country culture information: 
http://www.intercultures.ca/cil-
cai/countryinsights-apercuspays-
eng.asp 

 

http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
http://www.intercultures.ca/cil-cai/countryinsights-apercuspays-eng.asp
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• During foreign audits, the following Government of 
Canada’s personnel may accompany the auditors: 
• CFIA National staff 
• CFIA Area Export Specialist 
• CFIA Regional Veterinary Officer 
• CFIA Supervisor 
• CFIA Veterinarian or Inspector In Charge of your establishment 
• GoC Translators 
• AAFC’s Market Access Secretariat Officer 

• The foreign delegation may be composed of one to 
several auditors; however, there is always a Lead 
Auditor. 

 
 

 

 

 

 
Audit Delegation 
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• The purpose of a plant tour is to conduct an onsite evaluation of 
the regulated party’s adherence to Canadian and export 
requirements. 

• It includes a visual inspection of the site, process, practices 
and/or employees.  

• In most instances, the foreign Lead Auditor will observe the CFIA 
inspector conduct an inspection (deliver a CVS task). 

• However the establishment’s highest official (Quality Assurance 
or Production) should accompanying the Lead Auditor at all 
times. 

 
 
 

 

 

 

 
Audit Delivery  
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• If the foreign Lead Auditor seems to focus his or her 
attention on a particular area of the room that is a food 
safety issue or could potentially be a food safety 
issue, the CFIA inspector and the company 
representative should immediately “take charge” and 
control of the situation and immediately correct the 
issue. Ideally even before the foreign Lead Auditor 
sees or says anything. 

 
Audit Delivery  
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• Foreign Lead Auditors generally discuss audit findings at the 
establishment’s closing meeting. However, this does not always 
happen. 

• All audit findings are documented by a CFIA inspector on CVS 
Task “3.3.01 – Foreign Audit”. Findings identified by foreign 
auditors are classified into these categories: 

 
 

 
 

 

 

 

 
Audit observations 

 Audit finding related to Canadian domestic 
requirements; 

 Audit finding related to foreign country 
requirements published in the MOP; 

 Audit findings which may be an auditor’s 
opinion and/or a possible foreign country 
requirement but is currently NOT published 
in MOP.  
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• Oftentimes, audit reports are not provided to the CFIA. 
• In some cases, it can be up to two (2) years before a 

final report is provided to the CFIA. 
• The CFIA cannot predict what the foreign audit report 

will contain until the CFIA receives the report.  
 

 
Audit Final Report 
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Upcoming Foreign Audits 

Country Products Dates 
Philippines Beef, pork and 

poultry 
Tentative  
May 2016 

EU Control of residues 
and contaminants in 
live animals and 
animal products. 

Confirmed 
June 6-17, 2016 

US FDA   Shellfish Eastern 
audit 

Confirmed 
July 11-22, 2016 

US FDA  Shellfish Western 
audit 

Tentative  
September 2016 

China Beef Tentative  
Summer 

FSIS Meat Not confirmed 
Late summer / fall 
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Thank You 

Questions? 

26 
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Foreign Audits of Canadian 
Plants  

How can I be better prepared? 

Ron Judge  
Director – Corporate Food Safety & Quality Assurance 
Maple Lodge Farms   

Key Point of Understanding  

A foreign audit is an audit of the Canadian 
Food Inspection System 

and 
Your plant happens to be the one being 

reviewed  
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Preparation Areas 

1) Plant Basic - Fundamentals   
2) Opening Meeting Presentation  
3) Opening Meeting Set-Up  
4) Meeting Room Etiquette 
5) Plant Tour Preparation  
6) Plant Tour  
7) Areas of Potential Focus  

Plant  Basic Fundamentals  

Everyone knows the Audit is coming, 
there is a tendency to be more lenient of 

security protocols.  
 

Security personnel and Receptionist must 
obtain the requirements your biosecurity 

protocols.  
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     Open Meeting Presentation 

Get your plant statistics together: 
 
• Plant size (sq. footage overall & by key departments) 
• Total Staff (Salaried/Hourly)  
• Types of products produced (general categories)  
• Number of lbs. manufactured annually (by category) 
• List of export eligible countries and lbs. exported 

annually  
 

     Open Meeting Presentation 
– continued  

Get your plant statistics together: 
 
• Hours of operation (include sanitation)  
• Pest Control (Third party or in-House?)  
• HACCP plans (# of plans, # of CCPs/plan)  
• Annual Capital dollars invested in food safety 
• Inedible/Food waste colour coding and controls 

 
Give a hard copy of the presentation to the Auditor before you 

begin ( can make their own notes)  



5/12/2016 

4 

 Open Meeting Room Set-up  

• Sign sheet ready to capture all people (Plant/CFIA) 
attending includes names, titles, and email addresses 

• CAD Diagram of the plant in the room  
– Product flow, Employee flow, etc.  
– Show plant tour route (clean to dirty)  

• Electronic procedures via projection unit  
– YES  

• Electronic procedures via projection unit 
– NO bring hard copies of records into the room  

 
 
 
 

 

Meeting Room Etiquette  

 
 

1) Understand the review style of your Auditor  
Scenarios:  

Open Dialogue  

       Silent  

Be aware of side conversations and 
distractions – take it outside 
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 Meeting Room Etiquette  

This is an audit of the Canadian Inspection 
System  

Plants: Do not interject or offer opinion on 
conversations between Regulatory bodies on 

differences in policy/equivalency  

Remain Silent  

  Meeting Room Etiquette  

• Are both Corporate and Plant personnel present? 
 

• What will the Corporate personnel speak to?  
– i.e. environmental monitoring, testing criteria etc.  

 

• What will the Plant personnel speak to?  
– i.e. corrective actions, follow-ups, preventative measures 

etc.   
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Plant Tour Preparation  

During the opening presentation – gather the inventory 
of requirements (footwear, jackets etc.) and have them 

set aside for the tour. 

Plant Tour Preparation  
• The number of delegates can sometimes be large, as the 

translators and key CFIA staff are required to accompany the 
auditors.  

 
• CFIA always attempts to keep the numbers at a minimum 

but plants must expect a large group and show understanding in 
these situations. 
 

• The concern can become too many visitors sometimes cause 
plant personnel  to become nervous and overcompensate and 
do things that they normally would not do.  
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Plant Tour 

Most Effective Approach? 
• CFIA/Plant establish members of the core audit group.   

– This should be determined ahead of time with your CFIA inspector. It is too late to 
discuss this when auditors are there, but should be determined a few days before 
as part of the preparation.  

 

• The members of the core group who represents the Establishment 
must have the "authority" and be prepared to "jump in" and 
demonstrate control to the auditors when faced with a deviation. 

 

Plant Tour 

Most Effective Approach? 
• Others follow as one separate group and observe and 

take the lead from the Auditor.  
• Core Group introduces the Auditor to the Supervisor 

responsible for area and passes the baton to them 
• Lead Plant employee asks “Is there anything else needed 

by them regarding this area?” 
If no – immediately evacuate to next part of tour      
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Areas of Potential Focus  

Learn for the past audit reports 
• Disposal protocols on inedible waste 
• Pre-Operational Inspection records with a focus on 

RTE areas (if applicable)  
• Product below knee length from the floor 
• Kick plates on platforms that are over exposed 

product 
• Drips on floors – look up and see where the leak is 

coming from in the area.   

Areas of Potential Focus  

• Completion of records – make sure blanks are filled in   
• Effectiveness of sanitation? Look at equipment the 

opposite direction of normal cleaning 
• Inconsistent verification of corrective action on repeat 

non-conformities  
• Cooling (fast/slow) appropriate records of non-

compliances, quantifiable values, and actual times on 
records.    

• Plant to provide corrective actions to         
“unacceptable with comments on CVS tasks  
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Areas of Potential Focus  

• Back to green weight (if applicable)  
• Handles on shovels pointing outwards 
• CCP verification – Operators failing to mention start 

and end of run protocols  
• Ability to verify that an sanitation chemical is 

“approved” for use in a food plant 
– Is the chemical storage locked during production?  

• Copy of the lab accreditation certificate for the 
required tests?  
– Are you taking the proper sample size?    

Key Point of Understanding  

A foreign audit is an audit of the Canadian 
Food Inspection System 

and 
Your plant happens to be the one being 

reviewed  
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Questions?  
 
 
 
 
Rjudge@maplelodgefarms.com  
905 455-8340 x 2817  

mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
mailto:Rjudge@maplelodgefarms.com
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CFIA Industry Information Session 2016 

* Thursday, April 14, 2016 – Calgary, AB 

* Wednesday, April 20, 2016 – Toronto, ON 

*
*Foreign Country audits allow your 

establishment: 

*Access to new export markets 

*Continuing acceptance to an export market.  

 

*When a Federal Establishment hosts a 

Foreign Mission they are representing: 

*Their Establishment 

*Their Business 

*Canada’s food industry who currently have 

access to that country’s import market 

*Canada’s food industry who want to gain 

access to that country’s import market 
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Who: 

*Federally Registered Establishments 

*Cold storages to Production plant  

*If the Establishment is new and has recently applied to the 
Foreign Country to gain market access 

*Selected based on: 

*existing market access compliance 

*review/confirm needed for export/import expectations 
within various food process sectors  

 

*Often local CFIA will notify you a 
foreign mission is being planned 
for Canada in your food process 
sector. 

  

*Better to prepare if there is a 
chance your Establishment may 
be selected than to be surprised. 

 

*Being prepared will support your 
Establishment and CFIA’s success 
in executing a smooth foreign 
mission.   
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*As soon as CFIA confirms a foreign audit is 

being planned for your Establishment be sure 

to ask your CFIA for: 
 

*Intended audit date  

*Duration of audit 

*Audit scope 

*visiting Government Audit checklist 

*Plant “Tombstone” information 

 

 

*Usually includes all plant “Tombstone” information 

such as: 

*Name of Establishment 

*Establishment License Number 

*Address and phone number 

*Owner/Company Name 

*Date Establishment officially CFIA licensed and 

HACCP accredited 

*Approved type of business 

*Average number of animals slaughtered per day 

*# of Meat Inspection personnel on site 
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*Plant programs: 

*know your plants HACCP program 

*ensure form 3 and form 4 are current 

and accurate 

 

 

*Meet and review HACCP plan with local 

CFIA  

*ensure both you and CFIA know and can 

confidently and accurately explain your 

plant process and programs if asked. 
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* Plant and CFIA must work together and support each 

other during a foreign mission.   

* Success of a Foreign mission impacts both industry and 

confidence in Canada Food Inspection program. 

 

 

 

 

 

 

Remember together we succeed, alone we will fail 
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*Determine who will lead the Onsite 
* Recommended to be the Plant CFIA Lead and the Plant Management lead  

* must be comfortable showing and explaining the process and any program questions 

that may be asked during the onsite and be prepared to “jump in” to demonstrate 

control if faced with a deviation . 

*It is a good idea to have additional plant management or support staff 

attend the onsite who will walk at the back of the group  

* helps ensure no one gets lost or off track during the onsite and all return 

safely to the designated meeting room.   

*Moving throughout a plant 

with a group of people safely 

and efficiently will help 

provide a positive experience 

for everyone participating in 

the onsite.   

*Inform Plant management as soon as you are informed you 

have been selected to be visited by a Foreign Mission 

 

*Determine who will participate in the meeting and onsite 

portion of the visit 

 

*As a team, review:  

*Intended scope 

*Plant, company or export market risks that may be discussed 

 

*Prepare and post a communication to plant employees  

 

 



12/05/2016 

7 

*Try to avoid un-necessary visitors during the Foreign Delegation 

visit 

*Avoid other tours/visitors 

*Avoid plant work/construction 

 

 

 

 

 

*Helps to ensure Foreign Delegation Team sees and knows they have 

your commitment to meeting their country’s export requirements 

 

 

*Review and understand Export requirements 

*Make sure your establishment complies 

*Review any export violations from your Establishment 

*Know what the response was that you provided to CFIA and the 

exporting country 

*Learn a little about the Country the Foreign Delegation Team is 

from  

*What language do they speak 

*Ask CFIA if translators will be joining them for the visit 

*Employee who immigrated to Canada from this Country 

*Shows pride for Company 

*Help with translations 

*Able to easily describe the process 
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*Depends on scope of the 

audit 

*Usually 1 full or partial day 

*Travel schedules are 

complex 

*Book the group for an 

entire day to help prevent 

unnecessary plant grief 

 

*Often will send you a questionnaire in advance 

*Most translated into English 

*Be fact-based, clear and to the point 

*Avoid long descriptions or providing too much information  

 

*During Onsite 

*Only answer what is asked 

*Do not over explain or provide additional information unless you are 

asked 
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*Have any reference material available in the room 

*HACCP Binders 

*Form 3 

*Form 4 

*Completed CCP forms 

*Plant layout  

*Delegation Team may ask: 

*for copies of plant documentation 

*to take pictures in or around Establishment  

            

*Discuss and decide how you will handle these requests prior to the 

visit and communicate at time of the audit 

*The agreement to share information is between your establishment 

and the Foreign Mission Delegation, not CFIA 
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*Establishment 

*Mandatory: 

* Plant Manager or Site Lead 

* Quality Assurance Manager or Quality Lead 

* HACCP Coordinator  

*Optional: 

* Plant Management Team 

*CFIA (key participants) 

* Plant CFIA Inspector In Charge (IIC) and/or Veterinarian In Charge (VIC) 

* CFIA Regional Manager and or Regional Veterinary Officer 

* CFIA Export Specialist or CFIA Program Specialist  

*Delegates 

* The number of delegates can be large; the right individuals vary from mission 

to mission; establishments need to show understanding if the group is large. 

 

*Welcome the Delegation 

* Introductions from everyone in the room – include who they are 

representing 

*Review Schedule 

*When plant onsite will occur 

*General Information 

*Washroom location 

*Smoking policy 

*Photo and documentation requests 

*Plant Visitor Requirements 

* Who will be attending the onsite 

* How the group will be kept together and safe 
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*HAVE A PLAN AND FOLLOW IT!!! 

*A Plant onsite is a great opportunity to 

demonstrate: 

*Your product 

*Your brand 

*Your company  

*How well the plant understands and effectively 

implemented the CFIA requirements of an effective 

HACCP program  

*How well the plant meets the exporting Country’s 

requirements  

 

*Plan out what the travel route will  

be during the plant onsite 

*Foreign mission groups are often 

large,  > 6 people on the Tour.   

 

*Plant CFIA and all Plant 

Management need to know: 

* The intended travel route  

*If needed, where any stops may 

occur (ex. to observe CCP monitoring in 

progress.) 

 

 



12/05/2016 

12 

*Don’t go overboard 

 

 

*Coffee, water, and/or juice is nice for when visitors arrive 

*Lunch 

*Not generally permitted to accept meals courtesy of the Establishment 

* If bringing in food the Delegation must be able to pay for their own 

*Book Visit 

*Work with CFIA 

*Plan Ahead 

*Determine team 

*Determine route 

*Prepare questionnaire  

*Prepare for questions 

*Book meeting space 

*Have information available 

Thank you! 
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