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Guidelines for Hygiene and HACCP Implementation in Olive Oil Mill

1. Introduction

The legislation requires that all food processing units shall implement a documented system of
self-control of hygiene using the principles on which the HACCP system is based. The protocol is
aimed at defining and controlling or "preventing" the risks for the consumer’s health. In this regard,
it should be noted that, compared to other agro-food sectors, no dramatic episodes of intoxication
or serious damage deriving from the consumption of olive oil have ever been reported. This is
motivated by the extraction technology that does not involve any chemical manipulation and the
presence of natural substances (polyphenols) that make the growth of microorganisms in the oil
extremely difficult.

In this sense, these Guidelines for hygiene and self-control plans establish the basic hygiene
standards to be implemented and specify the documentation needed. The quantities of olive oil
absorbed make it extremely difficult to recognize any acute pathologies associated with it. On the
other hand, it is not possible to exclude "prior" pathological manifestations which, assuming a
chronic nature, could become manifest in the long term and not be directly associated with its
consumption. This is the case of the consumption of oil stored in an inadequate manner or for too
much time in which there is the formation of secondary oxidation compounds (free radicals,
aldehydes, ketones, and acids, etc.) which can cause damage to the human body.

1.1 Field of Implementation

These guidelines refer to the olive oil sector starting from the reception of the olives in the mill
and consider the different technological phases of oil extraction (removal of leaves and branches,
washing, crushing, malaxing, its conditioning-storage, packaging, and distribution). The products
referred to are the categories of edible virgin olive oil as defined by the Pakistani Standard PS5159
—2010.

The Guidelines are complemented and integrated with several Annexes (from A to D) which
clarify, highlight, and emphasize the overall process and steps.

Based on the mentioned documentation, each Unit/ Mill/Processing Plant shall prepare its
own HACCP Plan.

1.2 Normative References

PS 5159-2010: PAKISTAN STANDARD SPECIFICATION FOR OLIVE OIL, VIRGIN AND
REFINED OLIVE — POMACE OIL.
ISO 22005:07: Traceability in the feed and food chain — General principles and basic
requirements for system design and implementation.
Pakistan Pure Food Laws (PFL), 1963: Regulations address purity issues in raw food and deal
with additives, food preservatives, food and synthetic colors, antioxidants, and heavy metals.
The Pure Food Ordinance, 1960: To ensure purity of food being supplied to people in the market
and, therefore, provides for preventing adulteration.
The Pakistan Standards and Quality Control Authority (PSQCA) Act, 1996: To inspect and
test products and services, including food items, for their quality, specification, and characteristics
during use, and for import and export purposes.
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Pakistan Standards and Quality Control Authority Act of 1993: Constitution of the Authority
1.3 Terms and Definitions

Lot/Batch: A set of units of a product which have been produced and/or processed or packaged
under similar circumstances”; "The batch is determined by the manufacturer or packer of the food
product and is affixed under his responsibility"”.

HACCP - Hazard Analysis and Critical Control Points: the method established by Codex
Alimentarius (FAO) establishing the general principle of food hygiene.

Critical Control Point (CCP): A step at which a control measure or control measures, essential
to control a significant hazard, is/are applied in a HACCP system.

Critical Limit: A criterion, observable or measurable, relating to a control measure at a CCP that
separates acceptability from unacceptability of the food.

Deviation: Failure to meet a critical limit or to follow a GHP procedure.

Hazard: A biological, chemical, or physical agent in food with the potential to cause an adverse
health effect.

Significant Hazard: A hazard identified by a hazard analysis, as reasonably likely to occur at an
unacceptable level in the absence of control, and for which control is essential given the intended
use of the food.

Hazard Analysis: The process of collecting and evaluating information on hazards identified in
raw materials and other ingredients, the environment, in the process or the food, and conditions
leading to their presence to decide whether or not these are significant hazards.

Prerequisite Program: The program includes good hygiene practices, good manufacturing
practices, as well as other practices and procedures such as training and traceability, that establish
the basic environmental and operating conditions that set the foundation for implementation of a
HACCP system.

Monitor: The act of conducting a planned sequence of observations or measurements of control
parameters to assess whether a control measure is under control.

Food Handler: Any person who directly handles packaged or unpackaged food, equipment and
utensils used for food, or surfaces that come into contact with food and that is expected, therefore,
to comply with food hygiene requirements.

Food Hygiene: All conditions and measures necessary to ensure the safety and suitability of food
at all stages of the food chain.

Food Hygiene System: Prerequisite program, supplemented with control measures at CCPs, as
appropriate, that when taken as a whole, ensures that food is safe and suitable for its intended use.
Food safety: Assurance that food will not cause adverse health effects to the consumer when it is
prepared and/or eaten according to its intended use.

Food Suitability: Assurance that food is acceptable for human consumption according to its
intended use.

Good Hygiene Practices (GHPs): Fundamental measures and conditions applied at any step
within the food chain to provide safe and suitable food.

HACCP Plan: Documentation or set of documents, prepared following the principles of HACCP
to ensure control of significant hazards in the food business.

HACCP System: The development of a HACCP plan and the implementation of the procedures
for that plan.
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Guidelines for Hygiene and HACCP Implementation in Olive Oil Mill

Traceability: The ability to follow the movement of a feed or food through specified stage(s) of
production, processing, and distribution.

Traceability System: Totality of data and operations that is capable of maintaining desired
information about a product and its components through all or part of its production and utilization
chain.

Farmer/Grower: Registered and recognized subject that cultivates and produces higher quality
olives, exclusively within the Pakistani territory.

Olive Mill: Structure used for processing the product that meets the requirements of the mandatory
legislation. It could also act as a storage and/or packaging entity.

Packer: Registered and recognized subject that stores, bottles, packs, and places the finished
product on the market.

Self-Control: Verification of compliance with the requirements of the HACCP method
implemented.

Conformity Control: Act by which the Control Authority verifies compliance with the defined
requirements of a batch of Olive Oil or table olives, as specified in this document.
Non-Conformity: Failure to comply with a specified requirement.

Corrective Action: Activity carried out to analyze and remove the cause of non-conformity and
prevent the repetition.

Correction: Action carried out to immediately remove the non-conformity.

Labeling: The wordings, indications, brand, images, or symbols present on bottles, packaging,
documents, cards, labels, ribbons, and strips that accompany or concern the indication of the
product.

2. Description of the Processing Plant, Facilities and Building

In Pakistan, at present, about 30 olive processing units of various capacities are installed in the
olive-growing areas. Although these plants are from different manufacturers, with different
capacities and operating procedures, the basic principles for maintaining good quality and
precautions against the occurrence of unpleasant events which deteriorate quality parameters are
the same for all units.

At present, they don’t comply with the criteria established for adoption of the HACCP, however,
they must be aligned on the course of action of establishing the Olive Value Chain with the
mentioned HACCP standard criteria.

The processing plants would be structured as follows?:

2.1 The building/shelter must be large enough to ensure smooth operations for each section of the
processing. The area occupied by the unit/plant should be divided into different sections:

1 The olive processing plants to be established afresh in Pakistan would follow the described scheme, in use in the
countries having an established Olive Sector. For the existing plants, adaptation must be sought. Moreover, the
current ownership is mostly belonging to Public Sector. In the documentation prepared, this document and the
Annexes, the term “Company” defines the owner/manager entity of the mill.
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- An external area: It must have a gated entrance, partly covered, used for storing the olives in the
bins and partly uncovered for the reception, weight determination, and handling of the olives.

- An Internal area: The premises consist of an entrance, waiting room, office, and a large room for
the olive oil processing plant. The main access shall have a paved floor, with tiles up to a height
of 2.20 meters in the walls in the processing area. From the processing area, a room is used for the
unloading of pomace and a room for storage and conditioning of oil.

The facility must have a supply of water and equipped for sewage. Shall have natural ventilation,
by the presence of various windows (with a thin net) and adequate doors. Given the high
temperatures recorded in the existing plants at the starting of the milling season (September), and
partly October, it is recommended that the processing area would be air-conditioned. This is
anyway necessary for dedicated rooms for the storage and packaging. Sufficient lighting to ensure
good visibility should be provided by LED lights, distributed at various points through an electrical
system.

2.2 The standard unit/plant consists of:

A loading stainless-steel hopper with a rubber conveyor belt;

A stainless-steel leaf remover for olives;

A stainless-steel washer with flowing water;

A rubber conveyor belt for washed olives;

A hopper for loading the olives into the mill by means of a stainless-steel screw;
A crusher with replaceable hammer and sieves;

One or more stainless steel malaxers with a heating/cooling system;

A stainless-steel transport pump for olive paste;

A horizontal decanter with an outlet for oil and a transport screw for olive pomace;
A pump for transferring the oil.

AN N N N NN

The following components are suitable, depending also on the manufacturer and if the machine is
operating on the 3-phase system:

An automatic centrifugal separator, present only on Pieralisi mills.

Stainless steel tanks, to be used for the storage of oil,

A filter-press, on the two-phase system (Mori Team mills),

A stainless-steel weight filler for bottles and cans of oil, equipped with automatism for
argon gas.

AN NI NN

3. Personnel involved in the Process

Key operators of the olive mills should be identified as per the following tasks and responsibilities:
Manager: Food Technologist/Post-harvest horticulturist.

Engineer: Mechanical/electrical, for the assistance and maintenance of the olive mills machineries
and tools.

Operators/Handlers: Experts in handling procedures, in number variable according to the
capacity of the plant.

Workers: For cleaning and maintenance of the structure.
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The Manager, whose technical knowledge and experience derives from the technical courses or
university study of Food Science and Technology or Post-harvest horticulture, would be in-charge
of the plant. He/she will coordinate the logistics, oversee, and train the staff, and monitor the
processing, quality, and safety of the finished product through chemical-physical and sensory
analyses entrusted to licensed and accredited laboratories.

4. The Production Process

To ensure proper management of the harvest, farmers should agree in advance, with the miller, the
day their olives will be processed. This will minimize the duration of post-harvest time before the
oil extraction. After extraction, the oil should be stored in preferably stainless-steel and air-tight
containers at 15-18 C and in dark rooms where the temperature fluctuation should be minimized.
After 7-10 days the settled residues from the bottom would be removed. This is if the filtration
was not done.

One of the first steps of the HACCP analysis is related to the description of the entire process,

from the field to the delivery of the final product. This analysis should be conducted and verified
on site and the results expressed in a flow chart, as follows:
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FLOW CHART (as an example)
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4.1. Delivery and Storage of Raw Materials

The olives harvested are transported by the farmers to the mill on the same day, in plastic crates
or bins (which can be supplied by the olive mill), which are emptied on the floor. It must be stressed
that the use of bags (of any material) must be avoided because the weight of the fruits causes a
fermentation process. The olives must be processed within 24-48 hours after harvesting. During
the time that elapses between harvesting and processing, no heating or mold phenomena shall
occur.

The olives harvested both manually and with the help of mechanical means originated from
different varieties, which have different periods of ripening. Therefore, the olives must be
processed in different stages, as a sole variety by blending two or more of them, considering the
characteristic of oil that the grower or the packer desires to obtain, which depends on the demand
of the market. Also, olives can be processed well ripe or green. It is very important to highlight
that fruits that are in poor health condition (presence of anthracnose, mold, fermented, or dropped
fruits) shall not be accepted for milling.

The milling season, in the different regions of Pakistan, usually begins in September and ends in
December. The plants work during the day, and in some cases till late and on Saturday, to complete
the processing of the batches.

4.2. The Processing
4.2.1 Working Capacity

The actual working capacity of the different plants in Pakistan ranges from 100 to 600 kgs/hour.
Some examples of the process taking place in the different sections are as follows:

- Milling: For an average crushing capacity and malaxing of about 25 minutes (from 20 to 30
minutes), the full capacity of the Pieralisi mills present in Pakistan of 600 kgs/hour is fully
achieved. The processing time for each operation from crushing to centrifugation is calculated
anti-clockwise so that the processing can be started accurately by maintaining the proper time
duration between the batches and to avoid the delay or over-processing of any batch.

- Malaxing: Two malaxers having a combined theoretical capacity of 500 kgs (250 kgs each) is
the characteristic of several plants of Mori Tem. They must, however, work continuously, in line,
to ensure that the capacity is fully achieved.

- Centrifugal Separation: Is present in the Pieralisi mills only (three phases). The oil after the
decanter is transferred by a single screw pump from the collection tank to the tank above the
centrifugal separator. The separation takes place after passing by centrifugal force at 6000/7000
rpm through 72 rotary filter plates, which retain part of the sediment.
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4.2.2. Process Control

The water supply for washing the olives, rinsing them with the pressurized continuously flowing
in the washing tank, for the decanter, for the separator, and in any use in the plant shall be
compliant with the potability requirements imposed by law.

The control on the process must be exerted as regards the crushing temperature, which shall be
around 25-26 degrees Celsius, for which the water is either warmed up by means of resistances or
supplied from a boiler if the external temperature is too low, or cooled if the external temperature
exceeds the limits, through a chiller.

The duration of the malaxing time, which has been significantly reduced compared to the past,
shall not exceed the recommended time given by the manufacturer, to not be harmful to the quality
of the oil.

In conclusion, the two most important process parameters to monitor the quality of the extracted
oil will be temperature and time.

4.2.3. System Maintenance and Hygiene — PRP (Pre-Requisites Program)

Both the premises and the equipment of the plant are subject to cleaning, washing, and sanitizing
at the beginning and end of the milling campaign.

During the milling campaign, cleaning and rinsing of machinery and equipment in contact with
the olive paste are carried out several times, depending on the duration of the campaign, with
detergents. The cleaning related to the workplaces (defoliation and washing area, press and
separation area) is carried out daily. The water used for washing should be continuously flowing.
The detergents or sanitizing substances are stored in special rooms and the relative technical sheets
are attached to the self-control plan.

Extraordinary maintenance is generally carried out before the starting of the olive processing
campaign, paying attention to the painting of non-washable parts, possibly damaged during the
processing period, and to the replacing and painting of parts of machinery and equipment that are
rusting, whereas the mills are manufactured with stainless steel on all the surfaces which are in
contact with food. The most common failures during the working period are related to
malfunctions of the electrical and mechanical parts of the various machinery and equipment, which
shall be replaced with relevant gaskets and spare parts. The necessary equipment, greases,
lubricants, and specific substances are stored in a special cabinet.

In case of processing the olives as a service provider to the farmers, as it is the case of the entire
Pakistan, the olive oil extracted is immediately withdrawn by them. However, when the payment
of the service is done by keeping 10% of the oil extracted, the storage in the mill would be done
in appropriate tanks in stainless steel of various capacities. They must be equipped with a floating
stainless-steel plate for hermetic sealing and possibly some to be equipped with a system with food
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nitrogen or argon for linger conservation. The storage room shall be thermo-conditioned and
separated from the processing area. It is also strongly recommended to filter the olive oil produced.

4.3. By-Products and Wastewater

The olive pomace resulting from the manufacturing process is unloaded into a hopper and
transported by means of a screw to a special underground paved tank. The sewage water resulting
from the process and the washing water are conveyed through a special pipe to the external
collection tank. Subsequently, a special tanker should be provided for the final storage by the
subject in charge of disposal as required by law.

5. Packaging and Marketing

The rooms intended for packaging, distinct and separated from the processing of the olives, should
be paved with ceramic tiles, and the surrounding walls treated with washable paint approved for
food industry. They are served by a water system and a siphoned water collection well. The
ventilation occurs naturally from the window and opening communicating with the outside (ever
adequately screened to avoid insects and infestants entrance) and the lighting by means of a
lighting system per the law. The packaging process will take place by taking the oil previously
stored in special stainless-steel tanks and filling the cans and bottles of various capacities, using a
specific equipment. Stainless steel scales may be equipped with a kit for injecting food nitrogen
into the headspace of bottles or cans. The capping, closing with the heat-shrink capsule, and
labeling operation will be done manually.

The containers, stored in a suitable way, will be previously cleaned through compressed air for the
elimination of any foreign bodies; their compliance with the requirements of the law is certified
by the supplier's declarations attached to the self-control plan.

6. Staff

All the workers involved in the production processes and produce handling are needed to be
adequately trained on hygiene and safety procedures in the olive mill and should be healthy at the
recruitment. The responsible of the mill must ensure that the hygiene rules are applied in
production and that the staff is continuously trained and acting in compliance with the hygiene
rules.

The staff working in the mill shall be trained on how to carry out the activities. The training
program, carried out relevant institutions or by the mills, includes:

* General hygiene,

* Obligations and responsibilities of the food industries,

* Hygienic risks associated with production, handling, and packaging,
* Prevention measures to be adopted in relation to the job performed.

10
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7. Development of the Self-Control Plan

In addition to the general risks associated with the entire process, the possible detectable hazards
are pre-identified, the control of which is essential for guaranteeing the hygiene and safety of the
product.

At least once per year, and in any case every time some changing in the process and/or machines
happens, a complete internal assessment is foreseen. The scope of the assessment is to evaluate, at
any step all the implemented measure, the efficacy, and efficiency of the implemented HACCP
plan.

When the mill is operating for farmers, is obliged to guarantee immediately before the processing
the self-control of hygiene, aimed at avoiding both accidental contamination and the pollution of
a batch of olives with any harmful substances (e.g. residues of pesticides, soil, sand, mold, etc.)
present in the batch.

The HACCP method identifies specific hazards and measures for their prevention and control to
ensure food safety. This tool is used to assess hazards, estimate risks, and establish specific control
measures by emphasizing prevention and control rather than employing traditional inspection and
testing methods.

The HACCP method can be traced back to seven basic principles as defined in Codex Alimentarius
(ALINORM 97/13 A, Appendix 11):

Conduct hazard analysis and risk assessment;

Determine critical control points;

Establish critical limits and specific control standards for each critical point;

Monitor each critical point;

Establish corrective actions to be implemented when a critical point is not under control;
Establish procedures for verification;

Archiving records.

NookrwnpE

This method, which is based on the seven basic principles mentioned above, is aimed at identifying
Critical Control Points (CCPs) for each individual product, each process step, and each production
facility.

A hazard is identified by a hazard analysis, as reasonably likely to occur at an unacceptable level
in the absence of control, and for which control is essential given the intended use of the food.

The hygiene self-control manual will include the following documents:

- Manual — shall describe, when necessary, also the Procedures adopted,

- The PRP — the Program of Pre-Requisite (as per Annex A: Pre-requisite Programme),
- Technical Data Sheets of the marketed product (as per annex B: TS_Olive Qil),

- Procedures,

11
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- Documents and records.

The General Part describes analytically the methodology applied, the organization of the company
structure, processes and products, as well as the documented system of prevention, management
of raw materials and hygiene provisions.

The Olive Data Sheet contains specifics about its characteristics; the flow chart, hazard analysis
and preventive measures, identification of Critical Control Points (CCPs) and control actions are
all parts of the procedures, documents and records.

7.1 Definition of HACCP Group

As already stated, the olive milling process takes place in a limited period of the year (from the
start of September to the end of December in Pakistan), employing about four to six seasonal
workers or more, depending to the dimension and working capacity of the plants. The
extraordinary maintenance of machinery and general cleaning of the same and of the premises, in
general, precede and end the real phase of the milling activity. Seasonal workers have to perform
all duties. The Technical Manager has the responsibility to ensure fruit and oil safety and quality,
and instruct and train the staff. The HACCP group will be established from year to year, in relation
to the staff hired and their role, involving the host institution and at least one experienced employee
(per shift, if are organized in two or more).

To set up a HACCP Plan the Company/Owner must identify the team. The HACCP team is
responsible for developing the HACCP plan to ensure that the appropriate knowledge and expertise
are available for the development of an effective HACCP system. This may be achieved by
assembling a multidisciplinary team responsible for different activities within the operation, e.g.
Technical Engineer for maintenance, Quality responsible for quality control, cleaning, and
disinfection.

7.2. Hazard Analysis

The HACCP group starts to analyze the entire process to evaluate the potential risks and hazards
at any step and considering the control activities at any stage to avoid any risk to food safety. The
analysis should continue considering the significant risk factors during the process as described
above and once identified, establish in which stages of the process it is necessary to keep the causes
of risk under control to ensure the healthiness of the product (if any raised). So, all the steps of the
process should be analyzed in deep, and control measures at any stage defined with the aim of
avoiding any risk.

The analysis has to consider the three potential categories of risks that could affect the product:
microbial, chemical, and physical, as shown in the following table.

12
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Microbial Hazards Chemical Hazards Phyisical Hazard

* Thermic treatment * Product origin Control ~ + Raw material control
(cooking, heating, (suppliers qualification);
cooling, .....); * Process control; * Production control

e Acidification * Adequatetools and (filters, stone
(Fermentation, pH installations; remover, metal
control); * Packaginguseful for detector, others)

food and conformto the

laws

 Salt or oil addition (or
others preservatives);

* Drying.

A CCP, Critical Control Point, is defined as a step at which a control measure or control measures,
essential to control a significant hazard, is/are applied in a HACCP system. At any CCP identified,
a critical limit is defined. A critical limit is defined as a criterion, observable or measurable,
relating to a control measure at a CCP which separates acceptability from unacceptability of the
food.

13
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7.2.1. Hazards Analysis — An example

Dirtiness and/or
development of
toxicogenic molds.

storage/transport; raise awareness of olive
growers/transporters, establish a register of
suppliers.

Visual inspection of the
olives.

Process Hazard Preventive action Verlf!cgtlon Corrective action
stage activity
Request, to the farmer, a declaration of
compliance with the times of decadence (active | Periodic analytical Refuse olives.
Residues of pesticides. ingredient used, dose, and date of the last | check on olives or Wash the system after processing

treatment); raise awareness of olive growers, the | olive oil. insufficiently qualified batches.

1.Olives establishment of a register of suppliers.

reception Requires adequate hygienic conditions for

Refuse olives.
Wash the system after processing
suspicious batches.

2. Storage of
olives

Excessive oxidation and
development of
toxicogenic molds.

Prepare ventilated rooms with suitable humidity
and temperature parameters.

Minimize olive storage times (implementation
of a milling calendar).

Proper washing of the olives.

Visual inspection.

Restore optimal conditions.
Re-train employees.

Dirtiness

Take care of the hygiene and management of
the premises (application of a cleaning
procedure).

Visual inspection.

Retrain employees.

3.Defoliation
and olive
washing

Accumulation of
pesticides, mud, foreign
bodies, and dirtiness.

Frequent washing and final rinsing water of the
olives.

Visual inspection.

Restore optimal conditions.
Re-train employees.

4. Processing

Metal residues (from
working parts (e.g.:
defoliator).

Use plants and equipment suitable for food
processing.

Periodic analytical
verification/visual
inspection.

Restore optimal conditions by
replacing the parts that result in
damage or that are no longer suitable.
Re-train employees.

PD o
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Pollution with mineral
oils.

Apply a maintenance procedure of the plant

Visual inspection.

Carryout improvements.
Re-train employees.

Oxidations and molding
of paste residues in the
systems (filters,
kneaders, pipes, augers,
etc.).

Take care of hygiene and sanitation of
equipment and plants (application of a washing
procedure).

Periodic analytical
verification/visual
inspection.
Organoleptic test of the
oil.

Restore optimal conditions.
Discard the spoiled oil.

Transfer of substances
by tanks.

Use tanks suitable for food

Periodic check/visual
inspection. Olfactory

Replace tanks that are damaged or no
longer suitable for food.

examination. Discard the altered product.
Fermentation of . . Per_lqdlc_analytlcal Discard the altered product.
Carry out frequent purging or racking. verification.

sediment and sediment.

Organoleptic test.

Restore optimal conditions.

5. Olive ol Use oxygen-tight and light-shielding containers.
storage ; . e
Provide storage systems in a modified
atmosphere (Nitrogen or Argon gas). Periodic analytical Discard the altered product.
Free radicals Prepare the air conditioning system for the verification. Restore optimal conditions.
storage room. Organoleptic test. Re-train employees.
Provide internal thermostatic systems in the
tanks.
Glass residues and Visual inspection in
. organic fragments of Check bottle supplies. P : Discard bottles.
6. Bottling : acceptance and in the A .
insects and vertebrate Properly clean and store empty bottles. : Blow in a jet of compressed air.
. bottling phase.
animals.
7. Packaging | Transfer of substances
in other by the containers. Use of suitable containers for food. Visual inspection in . .
. . . Discard containers.
types of Organic fragments of Check supplies. acceptance and in the A .
. . . - Blow in a jet of compressed air.
containers insects and vertebrate Properly store empty containers. filling phase.
(cans, Bag in | animals.
box)
8. Packaged Use oxygen-tight and light-shielding containers. | Periodic analytical Discard the altered product.
product Free radicals Provide storage systems in a modified verification. Carry out structural improvement.
storage atmosphere (Nitrogen or Argon gas). Organoleptic test. Re-train employees.

)
\

PD o
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Guidelines for Hygiene and HACCP Implementation in Olive Oil Mill

Use the air conditioning system for the storage
room.

Provide internal thermostatic systems in the
storage room.

7.2.2 Non-specific hazards that can occur at different moments in the process and possible control

activities
Hazard Preventive action Verification activity Corrective action
Pollution with environmental Placg any boilers and combustion engines in a | Verification of the layout. Carry out improvements.
contaminants (Smoke, hydrocarbons spec_lflc room. . .
. ' ' Avoid access to internal combustion engine

and engine vapors) .

vehicles.

. . Structural adjustment. Visual inspection. Carry out improvements.

Insect and rodent infestation Control interventions (application of a pest | Verify capture of insects and Re-train employees.

control procedure). rodents.
Pollution with residues of detergents Rinse thoroughly with potable water. Verification of the operations Carry out improvements.
and descalers Applying a cleaning procedure. carried out. Re-train employees.
Contamination of microorganisms and | Take care of hygiene and sanitization of | Visual inspection to verify the Carry out improvements.
development of abnormal premises, equipment, and systems | cleanliness of the premises and | Re-train employees.
fermentations (application of a cleaning procedure). equipment.

Implement staff training.

16
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7.2.3 — Example of Hazard Analysis Worksheet

(3) Does this
(2) Identify potential | potential hazard
hazards introduced, need to be (5) What .
controlled, or addressed in the _ measure(s) can be
enhanced at this step | HACCP plan? (4) Justify | applied to prevent

(1) Step* your decision or eliminate the
B = Biological for column 3 | hazard or reduce
_ 9! it to an acceptable
C = Chemical Yes No level?
P = Physical '
B
C
P
B
C
P
B
C
P

(*) The analysis should identify any possible associated risk (Biological, Chemical, Physical) at
any step, starting from the arrival of the olives in the olive mill till the delivery of the final product
(oil in bulk or in the final package).

17
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Guidelines for Hygiene and HACCP Implementation in Olive Oil Mill

7.2.4: Example of a CCP determination worksheet (apply to each step where a specified
significant hazard is identified)

The CCPs are identified by applying a logical procedure outlined in a diagram shown below, for

each phase of the process, the so-called "decision tree".

Process Significant | Q1. Can the Q2. Do Q3. Willa | Q4. Canthis | CCP
step hazards significant specific subsequent | step number
hazard be control step specifically
controlled to | measures preventor | preventor
an acceptable | for the eliminate eliminate the
level at this identified | the identified
step by significant | identified | significant
prerequisite hazard significant | hazard or
programs (e.g. | exist at this | hazard or reduce it to
GHPs)? a. step? reduce itto | an
an acceptable
acceptable | level? c.
level?
Identify Describe If yes, this If yes, If yes, that | If yes, this
process step | the hazard | step is not a proceed to | subsequent | stepisa
and cause | CCP. Q3. step should | CCP.
be a CCP. Number
If no, proceed | If no, this If no, modify | the CCP
to Q2. step is not the step, and
a CCP. If no, process, or include in
Subsequent | proceed to | product to the
steps Q4. implement a HACCP
should be control worksheet.
evaluated measure. d
for a CCP.
b

a. Consider the significance of the hazard (i.e. the likelihood of occurrence in the absence of
control and the severity of impact of the hazard) and whether it could be sufficiently controlled by
prerequisite programs such as GHPs. GHPs could be routine GHPs or GHPs that require greater
attention to control the hazard (e.g. monitoring and recording).

CIHEAM
BARI
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b. If a CCP is not identified at questions 2—4, the process or product should be modified to
implement a control measure and a new hazard analysis should be conducted.

c. Consider whether the control measure at this step works in combination with a control measure
at another step to control the same hazard, in which case both steps should be considered as CCPs.

d. Return to the beginning of the decision tree after a new hazard analysis.

7.2.5: Example of a HACCP Worksheet

Critical Monitoring
Control | Significant | Critical When Corrective | Verification Records
Points | hazard(s) | limits | What | How Who | actions activities
(frequency)
(CCPs)
ANNEXES

Annex A — Pre-requisite program: a set of Good Practices to manage the risk at any step.
Annex B — Technical Sheet: information about the olives to be processed and parameters defining
oil characteristics.

Annex C — The General Requirements - Checklist: a good tool to implement the HACCP
method and periodically inspect its correct application.

Annex D — Basic_Hygiene Rules: hygienic and safe management of the product, work
environment, and behavior in olive mills.

19
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GUIDELINES FOR HYGIENE AND HAZARDS ANALYSIS CRITICAL
CONTROL POINTS (HACCP) IN OLIVE SECTOR

Annex - A e
PRP — Pre Requisite Program il

OLIVE OIL

EXTRACTION MILL | .
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Make it clean!!!

Anti-skid paving
Floor shall be designed, constructed

and serviced to be safe!!



Holistic and Multi-professional Mechanism for a Pakistani Olive Oil Value Chain

P) .
lawans &9 B
NI Lt s %)

i i

Ry |

e

Waste water drains shall be
fitted with screens and
usually serviced.
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c. Walls, floors, ceilings

| __

“Buildings should be constructed and maintained
so that floors, walls, and ceilings can be
adequately cleaned and kept clean and in good
repalr _

= A coved juncture between floors and walls
I prevents accumulation of dirt

= Expansion joints should

be filled and sealed
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WET I R shall be cleaned withthe =~ & 7 ’
~— = appropriate planned 3 ;: ;g ;b
N\ S '
v S frequency.
M\\Mm " q y g 28 29 30

Use it to clean machines and tools efficiently!!
Using proper cleaning materials and chemicals!!
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The crates and packages should be
stored appropriately



%l@'veCulture TP
Pest monitoring: protect the

e baits into plastic boxes,
they’'re poisonous also for
humans!!
£ % g
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Make each bite identifiable
by signs in the packhouse x E x x

¥ = TRAFOE Yok Radimop

and on the packhouse’s map
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Sanitation
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Cellings and overheads shall be designed, constructed,
and SERVICED to prevent contamination of food and
to facilitate their cleaning.

It could happen
that the paint is
flacking.
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Windows open for
ventilation shall be
screened to prevent
the entering of pests and birds

All glasses must be
protected against
breakage.
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"“Safety-type

N e @ {i} light bulbs that
NI kv v } 7
= - prevent

contamination
of mushrooms
with glass
should be used
and regularly
cleaned.”

Lights suspended above produce or raw materials’ areas must be
made of a safety material or must be protected to prevent food
contamination in case of breakage.
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Equipment shall be positioned to give access under,
Inside, and around it, cleaning and servicing easily.



“®liveCulture All the equipment shall be
e cleaned with the
appropriate frequency.
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Don't
follow it!ll

Don't NEVER
follow it!ll
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The stopped and stored equipments
should be covered.
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PRODUCT HYGIENE STANDARDS

shall be documented and adopted by all
the person and visitors too.
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PERSONNEL HYGIENE

STANDARDS
shall be documented and 16
adopted by all B et

personnel...visitors too.
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safety
footwear

Protective clothing shall be put on by food handlers,
visitors, contractors, and all the people working In
or entering food handling areas.
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The factory should be
Designated changing areas
sited to allow direct access

to the production area.

Lockers divided for
working clothing and
private item/clothing.
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The factory should

have a DESIGNATED
eating area.
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Wash
your hands

Toilets shall have antibacterial soap,non-handed operated
washbasins, air blower or paper tissue to dry

hands and the sign “"WASH YOUR HANDS".
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SMOKING
AREA

The factory should have a DESIGNATED
smoking area.
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VIETATO PASSARE B
E SOSTARE

NEL RAGGIO DI AZIONE B
DEL CARICATORE |

CARRELL)
IN
HOVIMENT 0
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WORKERS
SAFETY

In the working areas at least
FULL First Aid Kit must be available.



Holistic and Multi-professional Mechanism for a Pakistani Olive Oil Value Chain

P) .
NG e Sy
L 78 sFeRRTIoN L T Byt

e

Warning to short
false cellings
or overheads...
make them visible
by white/red
lines!

| WORKERS
SAFETY



WORKERS
SAFETY Make sirens on

the forklifts
reverse gear
operating
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Make yellow lines
on the floor
to designate
walking areas,
forklifts areas and
storage areas
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GUIDE LINES FOR HACCP IMPLEMENTATION

TECHNICAL SHEET OLIVE OIL

VARIETIES:
PRODUCTION AREA:
HARVESTED PERIOD:
(Harvesting period is in red).

Jan. | Feb.

Mar. [Apr. |Maj |Jun.

Jul.

Aug. |[Sept. |Oct. |Nov. |Dec.

Extra virgin olive oil:
Virgin olive oil:
Pomace olive oil:

HYGIENIC CHARACTERISTIC:

- Pesticide residue under law limits;
total absence of chemicals.

- Absence of foreign bodies (iron,
glass, stone, etc.).

- Absence of Toxenogenic mold.

STORAGE CONDITION:

Olives:

In a covered area for a short period (24-48
hours maximum) with ventilated plastic
crates to avoid fermentation. No plastic
bags.

Oil:
Inside the mill, in tanks (metallic, stainless
steel) plastic is not suggested.

OLIVE OIL USE:

Olive oil comes from the olive fruit and
contains monounsaturated fatty acids.
Fatty acids in olive oil seem to decrease

cholesterol levels and have anti-
inflammatory effects. Olive oil is
commonly used in foods. people

commonly use it for heart disease,
diabetes, and high blood pressure

PACKAGING MATERIAL:

Glass, tank, stainless steel.

STORAGE AND TRANSPORT
OF FINAL PRODUCT:

In tank and stainless-steel containers;
Store area: White light, 10-15° C.

OLIVE OIL QUALITY STANDARD:

Extra Virgin

Free acidity (% Oleic acid 0.8 gram per
100 gram);

Peroxide value (<20 milliequivalents
of active oxygen/kg oil);

Specific absorbent (UV) ([K232 <
2.5], [K270 < 0.22]; [AK < 0.01]);
Typical colour: Very intense golden to
dark green

Smell: Fruit or vegetable scent

Flavor: Fruity Flavor and can have a
pleasant bitterness, pungency, and
astringency.

Virgin

Free acidity (Oleic acid not more
than 2.0 grams per 100 grams);
Peroxide value (<15 milliequivalents of
active oxygen/kg oil);

Specific absorbent (UV) ([K232 <2,6],
[K270 <0,25]; [AK <0,01]);

Typical color: Green or Golden

Smell: Fruit or Vegetable Scent

Flavour: Fruity flavor with fresh herbs
and fruit characteristics

Pomace

Free acidity (% Oleic acid Not more
than 1 g per 100g);

Peroxide value (<15 milliequivalents of
active oxygen/kg oil);
Specific absorbent (UV)
>2,60], [K270 >0,25]; [AK -]);

Typical colour: Gold to light-green

(K232

Smell: No taste or odor
Flavour: Almost tasteless
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HACCP Guidelines on Olive Mills and Table Olive Industries

Index

I. GENERAL REQUIREMENTS

1. HACCP System

2. Organisational Structure

3. Product Specification

4. Procedures

5. Record Keeping

6. Corrective Actions

II. SPECIFIC REQUIREMENTS FOR FACTORY

7. Factory Environment Standard

III. HYGIENE CONTROL

8. Housekeeping and Hygiene

9. Waste/Waste Disposal

10. Pest/Pest Control

11. Transport

IV. SPECIFIC REQUIREMENTS FOR PRODUCT

12. Physical and Chemical Contamination Risk

13. Product Control and Analysis

14. Control of Non-Conforming Product

15. Calibration and Control of Measuring and Monitoring Devices

V. SPECIFIC REQUIREMENTS FOR PERSONNEL

16. Personnel: Training and Hygiene
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GENERAL REQUIREMENTS - CHECKLIST
HACCP Guidelines on Olive Mills and Table Olive Industries

Issued on 25/10/2023

N. Requirements (English) Requirements (Urdu)

I. GENERAL REQUIREMENTS

1. HACCP SYSTEM

The basis of the Company’s food safety control system shall be a HACCP plan which shall be systematic and comprehensive, fully
implemented and maintained, and shall be based on the Codex Alimentarius HACCP principles, and reference shall be made to relevant
legislation, codes of practice or guidelines.

: LS L g 5 il S S AUl e e 1S Ll Al S |
The HACCP system has been developed, reviewed S O 3 S o el S Sl Bl e S B Gl oSS o V@

11 and managed by a multidisciplinary team.

g

The HACCP team leader or nominated team

: : SUal ) \ siilas 1S L
1.2 | representative demonstrates competence in the e e S GBIl 0slpeal HACCP o33l 5 33455 3 o5 HACCP

understanding of HACCP principles and application. - = U S o yldaa 1S il
Key personnel identified as HACCP team members
1.3 | have adequate HACCP training and appropriate S osoSh gl K € edlid p Hsh S Saf S uem o) @l
experience. 5 ol e gl G i calia (S oo o 2 @) b
The Company uses the HACCP principles to:
1.4 | Conduct a hazard analysis LS mjailS, Hhad

15 | Determine the Critical Control Points (CCPs)

LS (pai \S (CCPs) st g3 J 58S ISy S
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1.6 | Establish critical limits
AUS 238 3 gas ol
17 | Establish a system to monitor control of the CCP’s . o )
' LS ald allas Sl ) S () G (S5 AS S g
Establish the corrective action to be taken when o . . N ) e o
1.8 | monitoring indicates that a particular CCP is not el 5 o o DS (@ o o S 2 P8 B S Sl o SN e
under control s LS il S
Establish procedures of validation and verification to ) . N o
confirm that the HACCP system is working (= S8 Rk Sise B HACCP A8 o S S5S (aaal (S b
1.9 | effectively, including auditing of the HACCP system 28 S IS Al S 3 g 355 ¢ el g T 1S s HACCP e o
- S
Establish documentation concerning all procedures . . ) o N . .
1.10 | and records appropriate to these principles and their Gl s 30, sl S Ak a0 ol S ) S0l pslal O
application. S A8 5 g
The HACCP study is based on an assessment of risk
and identifies which hazards are of such a nature that e
their elimination or reduction is up to acceptable 2 U8 Rl (STl Gl ) 2 e ol (S 2 sha alllas € HACCP
1.11 | levels. In conducting the hazard analysis, wherever P i L b il 1€ I ,
. ; . - S ) &l S
possible, the following has been included. ot S LA S LB KO S oy Se s ol Skt w058
= WSS Jals € b 0 ¢ Senn o2 Uh e S5S misad S il jhad
The likely occurrence of hazards and severity of their
1.12 | adverse health effects. ik LS e _S ) 5} (B g iSian S S yld
The qualitative and/or quantitative evaluation of the
1.13 | presence of hazards.

o e 5 a by Jlxa 1€ (Zogm s S 0 jld
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The HACCP system is specific to the application,
practical to implement, and effective in controlling
the associated hazards of the operation. This includes
all existing and new products and the HACCP
system is regularly and appropriately reviewed.

FOR DEVELOPMENT
COOPERATION ——a PD cw;ﬂ:m
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A

Ol o) e S Y Gae dae (o e sada i S (33U JUsi HACCP
2 s) e se alad e - o Sige (e S JES S Gl lad adlate S
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2. ORGANISATIONAL STRUCTURE, RESPONSIBILITY AND MANAGEMENT AUTHORITY

The Company shall have an organisational structure which clearly ensures job function, responsibility and reporting relationships of
those staff whose activities affect product safety, legality and quality are clearly defined and documented.

The Company’s director/holder ensure that all
employees are aware of their responsibilities and

= 0502 ~ed (il (e 5B alai A8 Uiy iy oS iyl )53 /535G SIS S eS

21| mechanisms are in place to monitor the effectiveness . ) N o .
of their operation. = dsnse IS Ak S RS LS (S ol SO sl on
The Company has ensured that levels of L L L o
responsibility and accountability are clearly defined 25 e sl Dfiem (8 (illia (S S35 a8 Ll Gy Sl S
for key staff involved in product safety, legality and ) : ..
. CL .. " | A 6 )12 ~ed S Jals (5%
2.2 | quality systems with job descriptions available. 01 25 tls b (S o D5l e A 8 e S dld s
Iheref[ a:c;e arrangements to cover for the absence of Spala e S e al o iliuy Jaadt (S e e e o o K S ol
ey staff.
-w&h\.ﬂaﬁn\é:ﬁ\)}\
The Company ensures that information relating to
53 the support and monitoring of the quality S ) Clea (S s Sriaaine Al S AS o Al Gy oS Gl Gl S

management system is available to relevant
personnel at all times.

.u}fggﬁudﬂjxjsu))&g\ﬁﬂﬂn@u)h@ﬂa
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The Company has a system in place to ensure that it
is informed of all relevant legislation, food safety
issues, legislative scientific and technical

ITALIAN AGENCY
FOR DEVELOPMENT
COOPERATION

. .2
P D c\:ﬂilxM

i 15 ol oS 3 250 m S ol S iy G 5SS o) iy S S

2.4 developments and Industry Codes of Practice Gl s iy (SESS ) miiln (S (5l 0538 e ilise S s 58 o5 s (518
applicable in the country where the product will be _ s ) - o
sold. S Sl (S @iy ACSTy ks S LSRT _ushailia Jala &Y (e Sk
The Company ensures that a description of the 35 sa Quadi (S bl (SAS L (il § asee S o Sl Sy S Al Gl GieS
o5 | general duties or work instructions are in place and

communicated to all staff involved with activities
relating to product safety, legality and quality.

alai Jali e 0 sae R s (3laie o Jlima ) Cafien 568 cclilin S EST5 5 )l

oS A S e

3. PRODUCT SPECIFICATIONS

The Company shall ensure that appropriate specifications exist for:
» Raw materials (including packaging materials)

« Finished products

« Intermediate/semi-processed products (where appropriate)
« Any product or service which could affect the integrity of the finished product.

The Company shall ensure that appropriate
specifications exist for: raw materials, finished

(e oA 1 s Sl s e € Gl S (& i S 0l o e

3.1 | products, intermediate products (as appropriate), R L S8 4 1 ofalin S L) e o e 8 e o L
product or service which could affect the integrity of O 52 e B S (o ) e AT IS 75
the finished product. o S S jile S Cuadle S Cle suan
Specifications are adequate and accurate and ensure . e ) .

3.2 | compliance with relevant safety and legislative S PRl S (50 058 ) blin Al ) G i D) i ialias

requirements.
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4. PROCEDURES

The Company shall have, and operate in accordance with written detailed procedures, instructions, and reference documents to cover all
processes critical to product safety, legality and quality.

4.1

Procedures and work instructions are clearly legible,
unambiguous and sufficiently detailed to enable their
correct application by appropriate personnel, and are
readily accessible at all times.

=S 08 ulin sl ae e ad BB skl s by (S alS )l IS ARk
Cly y sl oo ehali GBS ) S5 S Jlad o Gl 53 50 Cas o (S Ol a2

5. RECORD KEEPING

The Company shall maintain records to demonstrate the effective control of product safety, legality ,and quality.

The records are legible, genuine, appropriately

S e e clia sl n Slae oy s calia s caalldan U8 33 IS0

51 | authorised and retained in good condition for an
appropriate defined time period. ) s e clla gl
The Company operates procedures for collation,

52 review, maintenance, storage and retrieval of all (il 5SS 330 alal (Blaie u Jlma ) Cata (98 culilia S ST S

' records appertaining to product safety, legality and i ) ) ) .

quality. = e S AR S S @l )l S e Al el 4500 ¢ Bk
Any alterations to records are appropriately X ) o . ) i .

5.3 | authorized and justification for alteration are S bt ) =l s @olal gy osb caulin 58 Lad (Sl e (S e IS

recorded by the authorising person.

o U LSS0 ) S padd Iy il Jlsa

6. CORRECTIVE ACTIONS

The Company shall ensure procedures exist to investigate the cause of significant non-conformity against standards, specifications and
procedures, which are critical to product safety, legality and quality.

6.1

Corrective actions are undertaken to avoid further
occurrence of non-conformity.

o e S el adlal ) S sy s ciladl g 3y 5e S Cihe e
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Any corrective action plan relating to safety, legality
or quality is agreed by personnel who have defined
responsibility and accountability for these areas of

ITALIAN AGENCY
FOR DEVELOPMENT
COOPERATION
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GB8ie alae o (N IS (alal e (oS Glate —w jlme b il (5 g8 cculalia
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6.2 | control. These personnel are also responsible for
verifying that the corrective action plan has been S 00 S eadlal AS (g i aed o =S S (aal S b Gl JSL) g
completed satisfactorily.
Corrective actions are accurately documented,

63 assigning responsibility and accountability. s ol a3l (50 e eOm g s st iyl Caus 50 el Akl

R S

1l. SPECIFIC REQUIREMENTS FOR THE FACTORY/MILLING UNIT

7. FACTORY ENVIRONMENT STANDARDS

A. External Environment Standards - Location

The site shall be located and maintained so as to prevent contamination and enable the production of safe and legal products.

Consideration has been given to local activities and
environment which may have potentially adverse
impact, and measures are taken to prevent product

55 IS A ey sk aiSas sa LSS 52 sy dsale ) s 8w (alie

7.1 | contamination. Where measures have been put into
place to_ protect the site from any pot(_entlal e Sl S o e & Sl S _lay Kol ASan en oS
contaminants, these are regularly reviewed to ensure
they continue to be effective. b KisaosaS Sela Wl il o ASE Uil W ila
7o | The site boundaries are clearly defined.

‘b S S Oy sh gl g 3508 S Sl

B. Perimeters and Grounds

All grounds within the site shall be finished and maintained to an appropriate standard.
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The external areas are maintained in good order.
Where buildings are surrounded by grassed or
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73 planted areas, these are regularly well maintained. . B ) o
= e S e 65 e Sl (S Ol on G oS e oDle S K]
A clean and unobstructed area is provided along . ) . ) . N
external walls of buildings used for production and SS ol Saow S ol Gy S dlexiul S S S0 580 o) Sl lay
storage. Where there are adjoining walls, procedures . ¢ - . : . ;
_ : : ‘ Lo mdale Jha -5 WE LS sl 3 Bl Vg &iglS ) pe 4l ) Lo Sl il
7.4 | are in place to ensure an appropriate level of product s SR RS STIT0 R O e «
protection and cleanliness. S ik Sl iy S s cadie S liea 5l Jaias S 3855 5 L
b b
Where storage on the outside of the factory is . . L . o B )
75 | necessary, items are protected from contamination o S A s Sl S el c s LS e dd Ll S 6 5 (L
n rioration. . .
and deterioratio s lla LS I e
76 Where natural drainage is inadequate, external

drainage has installed.

.)zab_‘SLg.J)Su._xm}g]‘;u&j‘;]}):\gu\fjcabjlsug._ﬂw\.ijb_ﬁ)ﬁu%

C. Internal Environment Standards - layout, product flow and segregation

Premises and plants shall be designed, constructed and maintained and procedures shall be in place to control the risk of product
contamination and to comply with all relevant legislation.

Measures are in place to maintain site security and
ensure only authorised staff have access to

Sl Sy s Sl Gl s S5 ) S clilia S il

r ion an r reas. . I . . : . Z
7.7 | production and storage areas ey (S5 e s 5 Sopad gl e €L Jlae Cipn oS o€
<53 Jaals
The process flow from intake to dispatch is arranged e ) . .
2 | to minimise the risk of product contamination. S ol (S Do s i S gl S dee S Syl S u Sl

WSS S 5SS S pke
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Physical barriers or demonstrably effective
procedures are in place to minimise the risk of the
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7.9 contamination of raw materials, packaging and i ) N
finished products. U 2 se S Ak e gy sk mals b G S) Sless
The systems of working are such as to reduce any ‘ . . 3 .
7.10 | potential physical, chemical or microbiological b oS lan nSias (o2 (oS o O el oS S 5SS
ntamination risks. . L Z i .
contamination risks LS oS S ild S Kol ISn sl Sl
Segregation takes into account the flow of product,
711 nature of materials, equipment, personnel, airflow, Os) e S eila S eadas cplebis cCue 53 (S ol g 5l S EST 5 5 (Saale
' air quality and services provision. ) .
= S hine S el B (Sl
There is effective segregation in place to minimise o . . . P
the risk of product contamination where specific 25 Sy pasate i o S S8 S e sk S Sl (S e gas
7.12 | handling requirements are required, e.g. allergens or ct s L e ) Sole fea Lies - i e
identity preserved products. CRlihoa s mamse e S s 2 Sr s S o
e giac dh gdaa
The location of all transfer points does not o / . o L
compromise high-risk and low-risk segregation and e A sgans s Sandle 1o plad oS )5l shad 0dly ) plie 1S (il gy sl 5 ol
7.13 | practices are in place to minimise risk of product . . . o < bck .
Eontamination g.g. disinfection. P o 2ssn b ol S SRS S e B S ol (S oSl S B8
On-site laboratory facilities, where provided, do not o o P . ) . B
714 | jeopardise the safety of product. e bd S llis (S e ghas n B S w8 Ul Sl (S 6oy il
oS A e
Facilities for tray and utensil washing and general . . ) N ) o .
715 | purpose cleaning are, where appropriate, adequately Culia (s alio Gl Dl g (S Mbia (S daleale 5l a3 (0 sl 2 F

segregated from production activities.

o Lo S e Km gl B )b
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Premises allow sufficient working space and storage
to enable all operations to be carried out properly
under safe hygienic conditions.

OHaia L gine ASU G ia Golal (S S0 il ) e LS (S S Ll

D. Construction: Raw material handling, preparation, processing, packing and storage areas

The constructionn of the site, buildings and facilities shall be suitable for the intended purposes.

7.17

Walls are designed, constructed, finished and
maintained which help to prevent the accumulation
of dirt, reduce condensation and mould growth, and
facilitate cleaning.

s S SR s W8S A sl JeSa ppand (1 33 S gl
320 (e il Gl S (lia H5) ¢ 58 a8 S N (S T ) Sn a3 S,

o S

7.18

Floors are designed to meet the demands of the
process, and withstand cleaning materials and
methods. They are impervious and well maintained.

Gl S st ) A ge S Haa gl S8 1) S osall S dee S G0

“0m VA b e ) i JiBlo s WS LS il 38 ) S S

7.19

Drainage, where provided, is sited, designed and
maintained to minimise risk of product
contamination and not compromise product safety.

03l S8 S S ks S Kol (SEST 5 o s (Sl b Ul ol s
S Dl 650 )s) 303 il ) S 3 58 a3 A3 sgmans  cabilia (S Cile gias

Y

7.20

Floors have adequate falls to cope with the flow of
any water or effluent towards suitable drainage.

S e 09 p S e il Sl e oS b (S Gl SO i

1w SR

7.21

Ceilings and overheads are designed, constructed,
finished and maintained to prevent the accumulation
of dirt, reduce condensation and mould growth, and
facilitate cleaning.

SVsa sl S8 S5, —u s aen S e S SR 9 L s
D) &8 a0 3l S 5 Sl il (S Glia ol o 58 WS Sl )
= S S de S
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Where false ceilings are used, adequate access to the
void is provided to facilitate cleaning, maintenance
of services and inspection for pest activity.
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7.23

Where windows are designed to be opened for
ventilation purposes, they are adequately screened to
prevent the ingress of insects.

Ohes e MR LS G138 o S 568 S aalie S il s S (558 Ul
e (Sl lia (SO S €5, S il S 558

7.24

All glass windows are protected against breakage.

'Uft"kﬁa‘“c“c“jﬁjjuk:‘sjﬁjéc‘iﬂﬁf‘w

7.25

Where external doors are opened to raw material
handling, processing, packing and storage area,
suitable precautions have been taken to prevent
insects ingress. Doors and dock levellers in these
areas are close fitting or adequately proofed.

@Jﬁ&éb)ﬂ‘@);ﬂ\JJ‘%‘MJ#‘&J&‘:‘?QJL“?BU%
&5)‘\:‘33\ %‘*“u““c..déc.‘si))séibéUJj:‘S UL?J ‘U‘z‘c‘géjﬁs PISIXSY
Conilia b K B 500l 538 L) 2 D) e wsBle () -0 8 (S LRIl

R g n sk

7.26

Adequate lighting is provided for all work areas.

SRS A g e ) S oidle SoS ol




D
@/:veCulture

Holistic and Multi-professional Mechanism for a Pakistani Olive Qil Value Chain

7 || Fx BEverormeny *
\ 7SS EFERATION o w2 pp  omem

]

™
ol
Y

A

7.27

All bulbs and strip lights, including those on electric
fly killer units, where they constitute a risk to
product, are protected by shatterproof plastic
diffusers, sleeve covers or with a shatterproof
protective coating. For high temperature lights,
where plastic covers are not viable, a fine mesh
metal screen has been fitted. Where full protection
cannot be provided, the glass management system
takes this into account.

i S e gimas Uy e SIS D LS sadi oY Gl s oL
o S S ililia Cag Sl b )5S S il )58 B Cag Bl (o shad
Sl eo o dae B 8 S S Ul o S G e Sl B s
i 55 L LS (i JaSn e - o A8 5l e (i S

7.28

Adequate ventilation is provided in product storage
and processing environments to prevent
condensation or excessive dust.

ASU e S a8 bl g caulin Gae sale Kissur g 5 )5l gy sl ES3 5

S a8y S Uy wdyspaly Sn iR

7.29

Where the process requires screened or filtered air,
the equipment used for this purpose is adequately
maintained.

émw\ sd@ﬁﬁJJﬁé\fbﬁ)ﬂﬂnguﬁ‘)&\C\léd«a&:u&\ubﬁ
o S e 65 e (S Gl 5 _ila S Jlaxial )

7.30

Where appropriate, positive air pressure systems are
in place.

-Uﬁdﬁ}‘?&jéjbdé\)f‘h:&“}f‘f‘“u‘u%

E. Services, Equipments and Maintenance

All services to and within the production and storage areas shall be designed, constructed, maintained and monitored to control the risk
of contamination.
Equipment shall be suitably designed for the intended purpose and shall be used so as to minimise the risk of contamination of product.
A system of planned maintenance shall be in place covering all items of equipment, which are critical to product safety, legality and

quality.
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All water supplies used for equipment or plant
cleaning, or in the manufacture of processed food or
the preparation of primary product are potable
(according to the National Law) or pose no risk of
contamination. Where water is used for primary
washing of raw materials prior to the manufacture of
processed food and where potable water is not be
used, procedures are in place to minimise the risk of
contamination of semi-processed or processed
product.
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7.32

In case of usage of treated or re-circulated water (e.g.
for olives washing), the chlorine level should be
continuously monitored, to ensure that it is within
acceptable limits specified in the drinking water
national standard.

a3 S 051 ) i) (ae ) gaea S Jlaniad S Sl ead gia Ko lsa Load 23
b Ll (s o S ¢l (Pla (S (RS Judisn (S o (S 0518 (S S

= o8 Sousandsf e S e oo S L S m S S

7.33

Based on the HACCP plan, a water risk analysis
should be in place determining type and frequency of
water analyis. The used laboratory, has attained
recognised laboratory accreditation or operates in
accordance with the requirements and principles of
ISO 17025

o S DS 0ad S0 gl and (S a3l S (Al el (S 03 HACCP
S Ak ead il 5 (s )kl ead Jlesivl . ula Ui a3 1S o lad S
S Galhae S gl geal 5l s (SISO 17025 L = J S deals (5 shaia

=S

7.34

All equipment is properly specified before purchase,
tested and commissioned prior to use.

Jlarial ¢ o gila (S Caliay o b calie Ly _wslu i (Sa¥ila
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7.35

Equipment is positioned so as to give access under,
inside and around it for ease of cleaning and
servicing, or where permanently sited is properly
sealed to the floor.

ot S ol ) S AT e Sy ) e S S 8 LS Gl gl
U ) 50 eS) S s JEe Gha b S la 60 Sl 3 ol el il

7.36

Tools/equipments containing gears or moving parts
are designed to prevent the lubricants from reaching
food or food contact surfaces.

S use Ny S USa S 0l i s o e S m b 5 E e com YT/ 315
LSL‘SU-“)-‘EC‘jéc‘sjjc“c‘“‘p’&ujﬁ“éﬁhbéc’télﬁ:@s

=

7.37

Lubricants used for gears or moving parts should be
approved for food industry (food grade).

35 S ostke Iy S S USs Ay i Juestiad o S gan S jaly 5 a8

e Ua LS pslie I S (3 834) ¢ )

7.38

When commissioning new equipment and plant, a
maintenance programme is established and put into
place based on risk assessment.

lila LS 238 ol 85 0 1S Jlen 502 Sl iy 58 ¢ 558 5S Eudly sl Olals g Jlw 33

-/_—"L'\AMSML’CJJJJI:‘“éUAMéL#JJ‘g'

7.39

The Company ensures that the safety or legality of
product is not jeopardised during maintenance
operations.

oS e siomn s S 5alS S Jler 65 oS il i S il ol S

o= S5 o e b e S8 L cabilea

7.40

Where temporary repairs are made, these are
controlled to ensure the safety or legality of product
IS not jeopardised. These temporary measures are
permanently repaired as soon as practicable.

Ll Ay Sl (l ASE Ul WS 58S 5 o) ¢ o (Al (S i e e Gl
ale - e 5y ae o sld s L cilalis (S EST5 8 Swls
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Cleaning or replacing light fittings, glass or brittle
plastics is done in a manner to minimise the potential
for product contamination.

ol U Jasi LU S Gilim (S CSBD dg0  551 it colad) e (S 35 )

Sl LS oS S Sl S Kol S e sime aS o Ul LS &)k

F. Staff Facilities

Staff facilities shall be designed, and shall be operated, so as to minimise the risk of product contamination.

Where workwear is required, designated changing
facilities are provided for all personnel, whether
staff, visitor or contractor, prior to entry to

S N (e sadte ol S s S Gl ¢ o (S G (S ol S eS s

Sy by ST 5 ISt b g Sl es alee s o Sl (Sl 8 Al g

7.42 | production or packing areas, and, where appropriate,
prior to entry to storage areas. s 5 JA1D e bl sl s canbie Gl sl w305 (e 3l
Suitable and sufficient handwashing facilities are . ) . § o o ) o s
743 | provided at access to, and at other appropriate points | i o3t cbie oS ik oy lalhe canlie S ) Al K5 Sl G835
within, production areas. U s S i i g
Toilets are adequately segregated from production, _ ) N ) . . et e
packing and storage areas and do not open directly LSS osb e —wo8le s S e i )5 Syl shay 58 e3Ad) Gy
7.44 | into production, packing or storage areas.

S G pe 08 Mg )8 5ad Ly KiSy ¢l shay il ol s ysl LS
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There is a sufficient number of toilets suitable for
food handlers (check the table) —1-5 2 2
Pz ber of washbasins Fdumbes of toilets Number of workers 5“16'20 4 4
: =TS s 21-40 6 6
7'45 z 3 From 1620 - 41-60 8 8
E From 210 ~—61-80 10 10
- ; S ~— 81-100 12 12
:: :': :'_""'—' “Tr od\,}j e =35 12 Cd é 100 é‘g:' x J}‘ 12 ﬁd é 100 é‘s’\
12 For the fi 1?;\:- o 12 T |:-'- nd = oi '\: --h - I-—\-d 3 d-“ Cd é J‘)é‘ 10 X J}‘ uil‘j k_i-}‘ ‘/——“J é J")é\ 10
;{,L;;.Lg?;;!‘:d;;‘:?,,:.m i et Fom cvery 10 peple | = bl LS Jal DAl ey = bl LS b
Smoking is only permitted in appropriate designated
746 | €3S separate from production, packing and storage | =S s_ad sl K ) slay (s 058 3 3l anlie G jea Clal) (S s S
' areas. B i
-5 K = uﬁ)\r— é‘-’
Where catering facilities are provided, these are . L ) o ..
7.47 | suitably controlled to prevent contamination of =S50 Sl S Slesian 0o e S ol A Sl (S NS e
roduct. . L. . :
P -5 Ul LS Jy 1S o iy b lia S
Suitable provision has been made for the storage of . . . . o .
7 48 | food brought onto the premises by staff. e ol S 8080 S S Iy Jla W e hlalan ) S e
Where appropriate, changing facilities are sited to
allow personnel direct access to the production, aon S S dae ASU G Sl (S el 8 Sl g (g 08 daadi o cie (s
7 49 packing or storage areas without recourse to any L S i
: L"_\u\‘)b\‘).jd_auj&).ccl\}f)ﬂb)&i)\ﬁdﬁ#g)bh#ﬁ&\)@lscﬁk

external area.

S (53 a8
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7.50

Where a high-risk or high care operation exists,
personnel enter via a specially designated changing
facility, and follow appropriately specified
procedures for donning visually distinctive clean
overalls, headwear and footwear.

sk pald SOl L ¢ 0 e Gl S dn S el Lo plad el SOl Gl
e sada 3 sk sl ion S JAlY ) S g (S Gl ea S 2 5l
DS Ak e peadie Bl cadlie 0 S i e o) yug3na )l alS

Uh SIS Gom S

7.51

High-risk or high-care workwear is removed only in
a specially designated changing area.

s S8 0t sk pald G S Sy S s il b Se S

= B L e e

7.52

Outdoor clothing and other personal items are stored
separately from workwear within the changing
facilities.

LS, B el S8 il S il g il S 2Ll (313 500 sl el (s

s

I11. HYGIENE CONTROL

8. Housekeeping and Hygiene

Housekeeping and cleaning systems shall be in place which ensure appropriate standards of hygiene are maintained at all times and risk
of contamination is minimised.
Housekeeping and cleaning systems shall be in place which ensure appropriate standards of hygiene are maintained at all times and that
risk of contamination is minimised.

Documented cleaning schedules are in place and

8.1 | maintained for the building, services, plant and all
equipment. = Sdedn SO oo
8.2 Cleaning practices are completed so as to minimise o ) .
*“ | risk of contamination. Sl LSS S o ki S SIS S UL S dsa S ok S Gl
Cleaning and housekeeping are carried out in . ) i o N
8.3 | accordance with documented procedures and records S U8 e S Gl SIS Mk 55t S Ol gl e

are maintained.

U S, ) A




D
@/:veCulture

Holistic and Multi-professional Mechanism for a Pakistani Qlive Qil Value Chain

N
\ 788w

) LD
GENCY ot
OPMENT i Y Ty
ATION S

A

CIHEAM
P D BARI

Cleaning chemicals are fit for purpose, suitably
labelled, secured in closed containers and used in

(s S 5y osh clie (on gs)se o S aale JaaS 1y S Sl

8.4 | accordance with manufacturers’ instructions.
o s S Jleaial sildae S bl (S )58 se sl b gine (pe §LAES
The effectiveness of the cleaning and sanitation
g5 | procedures are verified and recorded.

o Ul LS S8 sl Geana (S 8 (S S ke S a5l liaa

9. Waste/Waste Disposal

There shall be adequate systems for the collection, collation and disposal of waste material.

Systems are in place to minimise the accumulation of
waste in production areas, and prevent the use of

S sa s s sl DS S oS S g aen S el e o 80e )l sy

9.1 | unfit materials.
‘o dsaseali ol S 855 S Jledial
Waste disposal meets legislative requirements.
Where appropriate, waste is removed by licensed 1Y ¢ canlia Glym o US|y sy o8 G pnalil S (5 5 (508 UKI S S AL
9.2 | contractors. ‘ e '
e B L Al _a )) S lased AL
External waste collection containers and compactors
9.3 are managed in such a manner as to minimise risk. A o Ul WS m ha Gl QU IS ) 38aS ) 5 AR Tl 5 S pas Al s A

S la LSS Sk
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Where substandard trademarked materials are
transferred to a third party for destruction or
disposal, that third party is in the business of secure
product or waste disposal and shall provide records
of material destruction or disposal.
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10. Pest Control

The Company shall be responsible for minimising the risk of pest infestation on the site.

The Company either contracts the services of a
competent pest control organisation, or has

wgéw\g‘d‘_;)sbggm&auaéamwﬁ%@&@\;g&é

10.1 | appropriately trained personnel, for the regular R . Che e . .
inspection and treatment of premises to deter and S S8 ol s S8 S OIS U g e L G B skl
eradicate infestation. L Spde ) ailassaclil, S Ll
Where the services of a pest control contractor are L ) . . R N

102 | employed, the service contract is clearly defined and (oS SSHS (a5 s e B8 RS lend (Sl s s 2 0558 Gl
reflects the activities of the site. S edSe S s oS S8l s o S iy sk el
The location of all pest control measures is identified o B . ) L R N

10.3 | on a plan/diagram of the site. Pl NI S il (il (S g s dae S el ol S g 5l 2 0538

= S
Process equipment handling raw materials vulnerable . L P . ) o .
10.4 | to infestation have been identified and scheduled e obh S OB s 0 B (S i (S YT S dee S i S dle s
inspection undertaken. U e
UR U9
Results of pest control inspections are, on a regular L . o o B o )
10.5 | basis, assessed and analysed for trends. Gt ol S clilas ) O 05y e ol S e S 58 0538

U C.“A 5.‘5 S )
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Detailed records of the pest control inspections, . . ; . U o .
10.6 | recommendations and necessary action undertaken I et € sl S 5o 5m Dg) i i e S 8 0538
are kept. s LS,
Correctly sited, permanently operational electric fly . . e e - L L
10.7 | Killers and/or pheromone traps are, where 050308 W) 58 8 S S iy ol gy ) sh s el s By ol o 2
appropriate, provided. L &S e e cm
10.8 Drains are fitted with screens and traps to prevent o
| pest entry. 5 28 S i sl Sl (e sl S S5 S Al S (58
Incoming raw materials are, where appropriate, _ . . ) -
10.9 | thoroughly checked on arrival for the absence of pest S S Smseee S e S oS opculiadea (S deda s
infestation. . ik . =
=S S gle g ok el g iy
Raw materials, packaging and finished products are . e e o .
stored so as to minimise the risk of infestation. o ohd S OIS o Ula LS 0 S S e ghasoad Ul Sisfoy «Jle dld
10.10 | Where stored product pests are considered a risk, e e R T
. . . [PEDWIY shaa 65 o ) L - (BRI
appropriate measures are included in the control e ght S S 0538 e Slabe
programme. o e oS Jald e ol K55 I S il canlia (s <
Documentation detailing the safe use and application ) o L .
10.11 | of baits and other materials such as insecticide sprays | s e S dsiul 5 5) Jlasial e S ciSasdbg e S 15 Jle s 55

or fumigants is in place.

-ﬁd};}a‘}g}md

11. Transport

All vehicles used for the transportation of raw materials (including packaging) to the premises, and the dispatch of intermediate/semi-
processed product and finished product to the customer or further storage facilitates shall be suitable for the purpose, maintained in

good repair and in a hygienic condition.
Where the Company employs third-party contractors, all the specific requirements shall be defined within a contract and effectively
managed.
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Documented maintenance and hygiene procedures
are maintained for all vehicles.
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11.1
=S
Procedures are in place to ensure product is held . . ) . e
112 | under secure conditions during transportation. S SR S e o dVla bas SC835 0o Sde s
= i S Ak
Where product could be susceptible to cross . - ) P
11.3 | contamination, procedures are in place to minimise oS Sk S Sl by (B g ol S S Sl G eSS s
the risk of contamination. o dsmse S sl S S
Where the material transported is susceptible to taint . . ) W< & Crc to
uptake from other foods or previously transported ey ol pe ol i L byl (S eS80 ) ge LE LS Jitia
11.4 | materials, procedures are in place to minimise the . . . e .
risk of conrf[)amination. P Krdop A S SAS Sem Sldu i pobe S S 2
“OR A0
Where the material transported is susceptible to
115 | Weather damage, vehicles are loaded and unloaded in s e S 38 o s Sl ans 5e 3 30 LS LS Jie U

covered bays so as to protect the material.

S s S calilin S 2 g ASE o lila 10 sl S5l pe sl

V. SPECIFIC REQUIREMENTS FOR THE PRODUCTS

12. Physical and Chemical Contamination Risk

Appropriate facilities and procedures shall be in place to control the risk of physical or chemical contamination of products.

121

Appropriate storage facilities are provided for the
control and storage of chemicals.

i g oS S 0 52 e S 5 S0 583 550 S g S S IS

U S S el A
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Potential contamination risk from building and
overhead structures is controlled through regular
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Ailae o (Saclily € o shd € Kol aiSan —u 2iaT 3y 550 sl osisles

12.2 | inspections and corrective action taken to minimise . . . ¢ 1 :
rislfof product contamination. el s o S S oSS S ook S Sl S
= e WS Jy S s S 5, 8
All glass and brittle material in raw material L N . L o .
handling, preparation, processing, packing and o pl e 0Ble S st sl Sy Sy g (S (Sl (S dlepls
12.3 | storage areas is checked for damage at an appropriate G S b e s . : . . | Lo EE
frequency determined by risk analysis. 8 ot h a0 8 e n 5 S a8 2 B8 S s s
o Ul LS e S las
Packaging materials (cans, bottles, plugs) are
12.4 1 approved for food contact. Ssead Hslaie ol S daly S S (KL call g ¢« 3) 3 9o SinSn
Incompatible materials are stored in an appropriate ) . . : : ¢ e :
12,5 | manner to prevent contamination. o LS 0 pdd o i sla canlie ol S o s (S2sl) S 50 gy Cilae e

=

13. Product Control and Analysis

The Company shall undertake or subcontract product inspection and analyses which are critical to confirm product safety, legality and
quality, using appropriate procedures, facilities and standards. The Company shall ensure that product is not released unless release
procedures have been followed

131

Monitoring of all incoming materials for
compliance is specified and based on risk
assessment. Inspection method, frequency of
inspection and procedures are specified and
documented. Suppliers of incoming materials, as
appropriate, provide evidence of guarantees,
certifications/declarations of analysis or certificates
of conformity.

R uadidl (S o obi ) agaia (A (S e plad My T o S end
-0 G s sl Ol S ARk ) (o 5 8 (S Al ke IS Al 5 (e
S~/ FUASES s ¢ sillena ¢ 0 alie S L 0 Sl Iy

(D S )b B e S e |y il
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Where the Company undertakes analysis which are
critical to product safety or legality, the laboratory,

w ) S Cafiem g8 L il S e siaan a3 S i Ll S (s

13.2 | or subcontractors has attained recognised laboratory . . e R .
accreditation or operates in accordance with the bt S duala oshie (S gl sl 250 (S L e U o
requirements and principles of ISO 17025. 31 S S lae S G slgeal L5l palis S SO 17025
Personnel undertaking analyses are suitably qualified . o . o

13.3 | and/or trained, and are competent to carry out the ol S iat mstian sh s Bl o A8 A g sk alie 0 S e
analyses required. ) S
Stock rotation: Procedures shall be in place to o L . .

13.4 | ensure materials and products are used in the correct paiiae S cle guas H5) e S Sl Sl Gl S Sl el 1GAA 8 (S Sl
order within the allocated shelf life. 135 50 IS bk ¢ LS Jlaxil o a5 s L) S (Y il
The Company ensures that the product is only , o L L _

135 | released by authorised personnel. I 200 SO S e i S 0SS5 1 S o Tl M S Sl o (S

P

14. Control of Non Conforming Products

The Company shall ensure all out of specification product is clearly identified, labelled and quarantined.

Clear procedures for the control of non-conforming
material, including rejection, acceptance by

S Cule 5 03 finse sadiy ¢ AS byl ealy o S 5 S S 3 g Gl g0 e

concession, or regrading for an alternative use, are in . " €. | €x ¢ . . et = :
e place and unders?ood bS all authorised personnel. e plet sl s o e A oM R S o8 el e Lol o0
- 5 enan KL
Any product that has become contaminated has been _ . i ) _ L
142 | effectively controlled. A relevant quarantine oS- B LS IS o Rk e ol 2 (B8 el s 083 e S8

procedure is in place after any incident.

- 52393 e IS ARl adleia 1S aphai B oy S Bl e
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Corrective actions are implemented to avoid
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S Ly e 1S3 S s e SU G Tl Y e e G5 IS (g hal

14.3 | recurrence of non-conformance and adequate
documentation kept of the action taken. ol (S @l ki anlia (S A, )S (8 S
All non-conforming product is handled or disposed ) . . ) o ‘ o o
14.4 | of according to the nature of the problem and/or the Shs e pasata (S S LD e 58 (S e S e shas 350 s ol

specific requirements of the customer.

= Ul Lo Ui by JSiy idas S

15. Calibration and Control of Measuring and Monitoring Devices

The Company shall identify measuring equipment used to monitor critical control points and product safety and legality. The identified
measuring equipment shall be calibrated to a recognised national standard. Where a traceable calibration is not possible, the Company
shall demonstrate the basis by which standardisation is carried out.

The Company has adjusted or calibrated the
prescribed measuring and monitoring devices

L CuanBl S (o ¢ e sa i enilag) YT S 1S sl Glilay ead a5 S

15.1 | (scales, termometers, etc.) to ensure accuracy within st il . AL . R
agreed parameters at a predetermined frequency or as e Glhe 28 sl by S fead b e g oS LS sl
necessary. S Se a Wl iy S (S po il S ) el

15.2 Records of the results of calibration and verification )

*“ | are maintained. = B S S ), Kl S Gl ) g5l
The prescribed measuring and monitoring devices L ) s o o

15.3 | have been identified and marked in accordance with Al Gillae S s pe (S LIS TS (I ) e 038 S e
calibration requirements. RS 5
Access for adjustment of the prescribed measuring ; L. o o e

15.4 | and monitoring devices by employees is prevented. Y S iad) (S Y S N sl Gy 03 S Jasad ax 03 S (e Sk

oW Sy Sl
The prescribed measuring and monitoring devices
15.5 | are protected from damage, deterioration or misuse.

o b siae _—u Jlexial Lale U 5K laali VTS 31 85 )5l Giilay 53 )8 393
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Procedures are in place to record action taken when
e S Akl ) S ST, S S8 Iy e S s on s

ITALIAN AGENCY
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15.6

prescribed measuring and monitoring devices are
V. SPECIFIC REQUIREMENTS FOR PERSONNEL

found not to be operating within specified limits.
16. Personnel: Training and Hygiene

The Company’s personal hygiene standards shall be documented and adopted by all personnel, including visitors to the factory. These
standards shall be formulated with due regard to the risk of product contamination. Suitable Company-issued protective clothing shall be
worn by food handlers, visitors, and contractors working in or entering food-handling areas.

All personnel, including temporary personnel and
16,1 | contractors, are appropriately trained prior to ulia oy 5 S g 5 6l e lasagd ) S o jle Jgads e alai
"~ | commencing work and adequately supervised L L ) . )
throughout the working period. e S e il S GRS lie e e g5 S oS gl BB D i )k
16.2 The Company has documented training procedures i .
*“ | and full training records. - s (SIS0 (i E daSa sl IS Ak (S gl S S
Where personnel are engaged in activities relating to
16.3 critical control points, relevant training and s a5 adlaia ¢ Cig pan aa O sie S e (Blatie s il gy J s SES al JSLI Gl
"~ | documented supervision monitoring procedures are ) B
in place. o 2 se S Ak S (1 8S 6 asbis
The Company routinely reviews the effectiveness of
16.4 the training procedures and modifies the content, s sl = Ale e I8 il S S & Hh S i silhae S J gere S
" | methods, and trainer’s techniques as appropriate. . ) )
=SS e sk i (e SIS (S B )5 sk
16.5 | A programme of the refresher training is in place. _ P
' -5 ok al Sy 1S Sy b )
Where appropriate, the effectiveness of hygiene . ) . ) .
16.6 | procedures with regard to hands is checked B 58 8l (S S Mk St Glia e s S 06 lie Ul
periodically. s il (8
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38 o osle pageadia O Giea D lal (S iy sl S (i Sl

16.7 | designated areas segregated from food-handling and
Procedures are in place to control the use of personal . . ) ) » . . P
16.8 | medicines to minimise the risk of contamination. =5 SRS S dladil Syl (3 S S S 868 S o shd S (Sl
Uy e S Al )
All cuts and grazes on exposed skin are covered by a N . L P
detectable blue metal strip plaster that is company Ay S S alhy i calils JB o) 5 S 5 aS el pala s
16.9 | issued and monitored. Where appropriate, in addition sl LG o s D€ ES e e S . X
to the detectable blue metal strip plaster, a finger I g i ip o S8 SN S e S s S S
stall is worn. - = Ula By JEu S Ol o Dle S Wl S A S clan
Where it has been deemed necessary to have metal . ) o ) . o
detection carried out on the finished product, the 030 58 s e Ula L (55 o U 7 568 (S Sl <S35 53008 U (i
16.1 lasters used for cuts and grazes are regularly tested ¢ is : < 2% R x M :
o0 Fhroughametaldetector.g Y o el e 8 SR e S Sy s e el A S e
- bl Lla
Fingernails are kept short, clean and unvarnished. o ) . . . .
16.11 | False fingernails not permitted. S ol s gn s 6S) S S0 i sl ilaa  Hser 0AL S sl
The Company has a policy which clearly specifies
the type of jewellery allowed to be worn for ethnic, SO )n) Sad S8 ol shaaly s o el SO Gy S SueS
16.12 medical or religious reasons and there are controls in

place to minimise the risk of contamination.

oS S o oba S Kol gl olal (S il (Sl ode b (b ol
o dsage P AS S K<
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Jewellery, with the exception of a plain wedding
ring, a wedding wristband and sleeper earrings are

el S iyl OIS (S 53 o dle S (g8 800 S (sl oals S e 559

16.13 | not worn.
Other jewellery worn for ethnic, medical or religious
reasons and is i_n one piece a}nd appropriat_ely_ Sl s on a5l (S Gl s onde by bl s gy S
16.14 controlled to minimise the risk of contamination. o
' C"“&J}’W\-‘Ag‘!éc’ﬁ(’s_ﬁsa#ééjﬁnJJ‘U:‘:‘EJ:'U:“L;ﬁ
o e S J S
Rings and studs in exposed parts of the body, are not
worn. . s e,

16.15 UR S G oMt 00 U UeE SNl G g QB S o
Excessive perfume or aftershave is not worn.

16.16 s US A Jlexi) 5ol S8 L g 00l ) s )
Protective clothing, where appropriate, covers ) o L » . s
personal clothing above the knee and is designed to S Ao ol o lilad sl S 868 58 Gl (SIS o nlia Gl ol Al

16.17 | ensure product safety is not compromised. LS~ 5y s il (S e pimn oS LS (580 _€ iy L

- s
For highrisk/highcare operations all protective
clothing is removed before visiting the toilet and TR A AV PR - J I B ST N S Y. W I WAL SRR B
controls are in place to ensure product safety is not

16,18 | compromised before returning to food handling s BS54 A8 G dgase 31 BS S il Gl Sl gl sl op s

areas. Protective clothing is removed in a designated
changing area. Laundering of protective clothing
takes place in house or by an approved contracted
and audited laundry and is monitored.

- LS A N e ililia (S e gian o T Gl e 0

S o Gblis L LU B (e Ble 23aU g 5 S daad S Gl ililes
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16.19

Where there is the risk of contamination, smoking
and eating whilst wearing protective clothing, is not
permitted.

O Slal (S S S G ol ialis )5l s Sl s sk IS (Kol U

=

All hair, where appropriate, is fully contained to

I se sk dSe o S S5, S Kol (S ESS 55 s lia i b pla

16.20 | prevent product contamination and hairnets or
mobhats are single use. 3 Jlarind s S0 Glige b i i sl o
5 Beards are, where appropriate, contained in a snood.
16.21 52 ol (e 3 e Sl €32 a3l
16.22 Suitable footwear is worn within the factory

environment.

= U U e Jale S (6 5800 _Ssa il

16.23

For low-risk operations, controlled laundering of all
protective clothing is carried out and a system is in
place to ensure the effectiveness of the laundering
process.

o S Y S S o il L« S ikl g ok oS

st g s ol SO Sy iy S 05 S dee S K AN

16.24

Gloves and other protective clothing, if worn, are
subject to adequate control to avoid product
contamination.

25 i o Sl (S e gias 5 Gila g B ol ililis S ) i

ub e et S s K Gulie

End of document
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ANNEX D - Basic hygiene rules and safe conditions for olives mill management

Food contamination and pollution can appear in all the steps of the olives handling chain. This can cause serious prejudice for the final consumer
health, in a short or long period.

The safety of your production depends on hygiene in all the steps of production management, from the field to the final product. Everyone, in the
food chain, has the responsibility to control and guarantee safety for all the produce sold on the market.

Some simple but very important suggestions must be taken into serious consideration to elevate the safety standard of your produce.
Please, follow this simple scheme: Who has to do what, how, and why? It will be easy!

WHO WHAT HOW WHY RIGHT WRONG

Store and collect the

L Correct harvested olives, for a To prevent raw
T storage of very short time, in material

5 harvested plastic* ventilated boxes, contamination and
E olives. in a closed, clean, and quality decay.

controlled place.

*(food grade crates)

2023-10-19 Page 1 0f 10
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WHO

WHAT

HOW

WHY

RIGHT

FARMERS

Correct
olives
transport

Clean your track, van
or vehicle before
charging and
dispatching your
olives. Don’t bring
others materials (no
pesticides, fertilizers,

chemicals, others) at
once!

To prevent raw
material cross
contamination

during
transportation.

MANUFACTURER

Correct
storage
of raw
material

Maintain a good
order the external
areas. The raw
material store areas
must be covered, kept
clean and controlled.
Don’t put
boxes/crates or net
bags directly on the
soil (wood pallets
could be suitable).
Store the olives for
the shortest time!

To prevent raw
material
contamination

before processing.

2023-10-19
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WHO WHAT HOW WHY RIGHT WRONG
Boxes Clean and disinfect To prevent raw
o3 and bags (at least once per material .
5 cleaning year) boxes and bags contamination and
o @ before use. cross FREABER =+ 1.5
5 U§J Don’t use it for other contamination
E EE uses. before processing.
% - Only food grade
<§( cleaning agents are
allowed.
Producing Give access to the To prevent food
areas production and store contamination
5 access areas only to the during processing
% Regulation authorized personnel. and storing.
'L_> Physical barriers must For workers and
% be provided to visitor’s safety.
<ZE separate the working
S areas. Restriction to
the visitors must be
displayed.
2023-10-19

Page 3 of 10




%lweclﬂture

=0 @ M e

WHO WHAT HOW WHY RIGHT WRONG
9 Personal Don’t smoke, eat and To avoid/prevent
d 9 Behavior drink in the working Cross
% @) and storage areas. contamination and
8 E Specific confined pollution.

o > areas should be
o identified, for
working break time.
Protective Suitable protective To prevent
clothing (caps, gloves, produce
clothing coverall, boots, etc.) contamination
wearing must be provided for during process and

MANUFACTURERS &
PERSONNEL

all the workers
involved in produce
handling and
packaging.

storage, ensuring
workers safety.

2023-10-19
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WHO WHAT HOW WHY RIGHT WRONG
Personal Washing hands To prevent cross
hygiene facilities must be contamination and

available in all the pollution
critical areas (running
water, liquid soap
and tissue). Cleaned
and suitable toilettes Toilets shall have ofTR € S0k,

non-handed operated washbasing, air

MANUFACTURER

. blower or paper tissue to d
must be available, P i oA IO
according to the
number of workers.

2023-10-19 Page 5 of 10
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All bulbs and strip
lights, where they
constitute a risk for the
product (in production,
in storage areas, or in

bottling and To prevent/avoid
Glass and packaging areas....) must foreian bodies
hard plastic be protected with gn boc
protecte a contamination.
shatterproof protective
coating. Glass and hard
plastic

should be monitored and
protected.

MANUFACTURER

Screen the windows and
maintain closed the
Windows access doors. To prevent/avoid
and doors | Inthe production areas fly | Insects entrance.
catcher lamp must be
provided.

MANUFACTURER

2023-10-19 Page 6 of 10
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WHO WHAT HOW WHY RIGHT WRONG
Pest monitoring must be
provided in all the storage
and producing areas, on
E? the farm, and on the
IhI:J i premises.
S X Mouse traps (protected
|L_) LIEJ bites) must be suitable To prevent pest
o Pest monitoring.  and available and (mice, rats, beetles)
S0 monitoring activities on entrance.
<ZE place.
S Treatments to deter and
eradicate rat infestation
must be in place, if and
when
really necessary.

2023-10-19 Page 7 of 10
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Regularly clean and
disinfect working areas,
floors, and services.
Tools and equipment
should be cleaned, at
least once per year, with
suitable and food- grade
chemicals: specific
degreasing products
based on alkali salts,
non-ionic surfactants,
sodium hydroxide,
glycol ethers, and
dispersants could be
used with
hot water.

To prevent/avoid
contamination and
pollution during
product handling and
storing.

Cleaning

MANUFACTURER

2023-10-19 Page 8 of 10
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WHO WHAT HOW WHY RIGHT WRONG

Control the source of the
water used for the
process and monitor, at
least once per year, the
Water quality of the water in
process particular for microbial

control contaminants.

To prevent
microbiological and
chemical
contamination

MANUFACTURER

A chemical
contents test is

highly recommended.

Choose only food-
grade packaging
Bottling (glass bottles, caps, To avoid foreign
process and other). body contamination
control Continuous monitoring (glass).
of the integrity of the
bottles.

PACKERS

2023-10-19 Page 9 of 10
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< To avoid
% Store your oil in stainless contamination and
(z) Storage steel tanks. quality decay.
o control | | entify the tank to identify| Identification of
4 the origin of the product | the origin of the
_ product.
O
“QUALITY OF FOOD IS QUALITY OF LIFE”
SAFETY IS ONE OF THE MAIN ASPECTS OF FOOD
QUALITY: IMPROVE THE QUALITY STANDARD OF YOUR
PRODUCE THROUGH OUT HYGIENE AND SAFETY RULES
RESPECT.
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