Chicken abattoirs profiles

	Abattoir 1 – High performance (corresponds to low risk) 15.38/18 (85.4%)
	Abattoir 2 – Low performance (corresponds to high risk) 5.46/18 (30.3%)
	[bookmark: _GoBack]Abattoir 3 – Medium performance (corresponds to medium risk) 9.08/18 (50.5%)

	General
Abattoir 1 is processing 180,000 broiler chicken a day (birds 2.5kg throughout the day), at a line speed of 150 birds per minute (20 work hours a day). 
The site is only a few years old and in a very good condition. The layout follows modern requirements follows a linear lairage to chiller processing, without crossover of processes and overlap of dirty and clean areas.

	General
Abattoir 2 is processing 4,000 broiler chicken a day (different sizes throughout the day) at a line speed of up to 20 birds per minute (6 work hours a day).
The site is 40 years old, with occasional signs of poor maintenance and disrepair. The layout allows for mostly linear processing from lairage to chillers, with some overlap (e.g., the collected by-products must cross the slaughter line for removal) and the occasional lack of separation between clean and dirty areas.

	General
Abattoir 3 is processing 70,000 broiler chicken a day (birds 2.5kg in the morning, then 1.5kg in the afternoon), at a line speed of 135 birds per minute (9 work hours a day).
The site is 20 years old, but maintained to a high standard. The layout allows for mostly linear processing from lairage to chillers, with some overlap (e.g., the collected by-products must cross the slaughter line for removal).

	Selection of birds for slaughter and information flow
Abattoir sources birds from the farms and purchasing policy states that the farms (suppliers) and flocks are pre-selected, with the aim to use different slaughter practices, control measures or interventions in the abattoir, that would correspond to the potential or perceived risk level of the incoming birds.
Abattoir insists that farms provide more information in the FCI, beyond what is required by the legislation (for example, flock health status, recent vaccinations, biosecurity status). Abattoir does not accept birds from Salmonella positive flocks where high risk Salmonella is detected (e.g. serotypes Enteritidis and Typhimurium), but can process birds from farms where low-risk Salmonella strains are detected, with appropriate actions taken.
Abattoir systematically inform source farms of PM findings and lab results on pathogens and does follow up with the aim of hazard reduction at farm source.

	Selection of birds for slaughter and information flow
Abattoir sources birds from the farms, both integrator (one farm owned by the abattoir) and other nearby farms.
Purchasing policy is based on the market conditions and not on the potential or perceived risk level of the incoming birds. 
Abattoir do not require farms to provide more information in the FCI, beyond what is required by the legislation. Abattoir does not accept birds from Salmonella positive flocks where high risk Salmonella is detected (e.g. serotypes Enteritidis and Typhimurium), but can process birds from farms where low-risk Salmonella strains are detected, with appropriate actions taken.
Abattoir does not inform source farms of PM findings and lab results on pathogens and it does not follow it up with the aim of hazard reduction at farm source.

	Selection of birds for slaughter and information flow
Abattoir sources birds from the farms and purchasing policy states that the farms (suppliers) and flocks are pre-selected, with the aim to use different slaughter practices, control measures or interventions in the abattoir, that would correspond to the potential or perceived risk level of the incoming birds. However, this only applies to integrator farms (that have a contract with the abattoir) and not to other farms where abattoir occasionally source birds from during the high demand periods. 
Abattoir do not require farms to provide more information in the FCI, beyond what is required by the legislation. Abattoir accepts birds from Salmonella positive flocks where both high- and low-risk Salmonella is detected, with appropriate actions taken.
Abattoir inform source farms of PM findings and lab results on pathogens only upon requests by the farms and follows it up with the aim of hazard reduction at farm source only upon farm request.


	Birds arrival, lairaging and slaughter
Birds arrive throughout the day during operations and are inspected by trained abattoir staff (i.e. holding a certificate of competence) at unloading for their condition of health and cleanliness. Birds spend maximum 2 hours in the lairage before being processed.
Suspect birds with signs of disease or injuries are immediately reported to the OV and the management. Dead on arrival birds are removed immediately during shackling as Category 2 animal by-product. Birds coming from Salmonella positive flocks arrive later in the day to be processed last.
Lairage is well ventilated and always cleaned and disinfected after use.
A slaughter order is always agreed on the start of each day and birds arrive in a logistic order. Birds from Salmonella positive flocks are slaughtered last at reduced line speeds warning of the slaughter staff for enhanced monitoring and hygiene measures, and then full cleaning and disinfection of all equipment and machinery is conducted, including changing the water in the scalding tanks.

	Birds arrival, lairaging and slaughter
Birds arrive the abattoir at all times inside operational hours, and are usually only inspected by the Official Veterinarian and not by abattoir staff. There is no set policy for how long birds spend waiting to be processed, but it is usually not more than 5 hours.
The order of slaughter depends on the order books and some birds will often stay in the lairage longer than others until slaughter. 
Lairage pens are cleaned and disinfected every few days.
Birds from Salmonella positive flocks are slaughtered last at reduced line speeds warning of the slaughter staff for enhanced monitoring and hygiene measures, and then full cleaning and disinfection of all equipment is conducted.
	Birds arrival, lairaging and slaughter
Birds arrive throughout the day during operations and are inspected by trained abattoir staff (i.e. holding a certificate of competence) at unloading for their condition of health and cleanliness. Birds spend maximum 5 hours in the lairage before being processed.
Suspect birds with signs of disease or injuries are immediately reported to the OV and the management. Dead on arrival birds are removed immediately during shackling as Category 2 animal by-product. Birds coming from Salmonella positive flocks arrive later in the day to be processed last.
Lairage is well ventilated and always cleaned and disinfected after use.
A slaughter order is always agreed on the start of each day and birds arrive in a logistic order. Machinery is recalibrated regularly after production run to accommodate different size of birds. Birds from Salmonella positive flocks are slaughtered last at reduced line speeds warning of the slaughter staff for enhanced monitoring and hygiene measures, and then full cleaning and disinfection of all equipment and machinery is conducted, including changing the water in the scalding tanks. In case of high-risk Salmonella, carcasses are then sent for processing using industrial heat treatment, and sold using different sales channels.

	GMP & GHP
After gas stunning and bleeding, carcasses are going through the process that incorporates vertical scalding using counter-flow hot water (temperature achieved on the skin 58°C for 45sec), defeathering and pre-evisceration carcass pressure washing. Evisceration is performed in a closed automated system that drags viscera out using drawing scoop and then places viscera on a separate shackle that accompanies the carcass. Carcasses are then pressure-washed in inside-outside washer, undergo intervention and are taken to the chiller. 
All machinery is cleaned using cleaning-in-place system, knives used by inspectors are regularly washed and sterilised in hot water.
	GMP & GHP
After electrical stunning and bleeding, carcasses are processed using mostly manual techniques. Feather is removed without scalding and using manual plucking. Evisceration is performed manually and then viscera hanged on top of the carcass for inspection. Carcasses are then taken to the spin-chiller. 
Knives and other tools are washed and sterilised in hot water, but as observed not very frequently and with some omissions.
	GMP & GHP
After electrical stunning and bleeding, carcasses are going through the process that incorporates vertical scalding without the counter-flow hot water (temperature achieved on the skin 53°C for 90sec) and defeathering. Evisceration is performed in a closed automated system that drags viscera out using claw and then hangs viscera on top of the carcass. Carcasses are then pressure-washed in inside-outside washer and are taken to the chiller. 
All machinery is cleaned using cleaning-in-place system, knives used by inspectors are washed and sterilised in hot water, but as observed not very frequently and with some omissions.

	Interventions
Besides multiple washing (pre- and post-evisceration), abattoir has also implemented Campylobacter reduction programme and hot water-ultrasound intervention that is applied on carcasses in automated cabinet (after evisceration and inside-outside washing and before chilling). The validation of this intervention has shown efficacy of up to 1.5logs reduction in Campylobacter.
	Interventions
Abattoir is not using any intervention. 
	Interventions
Besides single final inside-outside washing, abattoir is not using any other intervention. 


	Cold storage
Carcasses are first exposed for a short period (15 mins) in a blast freezer at -15°C for crust freezing, and then moved to the conventional forced air chiller at +1°C, for 30 minutes. Then, carcasses are packaged and stored in cold storage until despatch to the customers.

	Cold storage
Abattoir implements water chilling in spin-chillers, with water temperature at +2°C, for 1 hour. Then, carcasses are packaged and stored in cold storage until despatch to the customers.
	Cold storage
Carcasses are transferred to a chill line and moved to a conventional forced air chiller at +1°C, for 90 minutes. Then, carcasses are packaged and stored in cold storage until despatch to the customers.


	Microbiological testing
The abattoir takes 15 carcass neck skin samples (pooled to represent 5 samples) daily to analyse for Campylobacter and Salmonella. The results are consistently within the legal requirements and occasional higher results are followed up by the company, with the view of identifying and rectifying the root causes.
Abattoir is also regularly monitoring potential contamination points on the slaughter line and testing carcasses for TVC, Campylobacter and generic E. coli, to monitor the contamination on the line. This non-mandatory testing is conducted using normalised methods.
The trend of the microbiological results has been stable over the past six months.
	Microbiological testing
The abattoir is exempted from testing for Salmonella and is testing for Campylobacter every 3 months. The results are often within the legal requirements and the higher results are not followed up by the company.
The trend of the microbiological results is irregular.
	Microbiological testing
The abattoir follows the sampling plans as per Microbiological criteria regulation and takes 15 carcass neck skin samples (pooled to represent 5 samples) a week to analyse for Campylobacter and Salmonella. The trend analysis shows that results are mostly within the legal requirements and occasional higher results are followed up by the company, with the view of identifying and rectifying the root causes.
The trend of the microbiological results has been stable over the past 10 weeks. 

	HACCP
The abattoir has a tailor-made HACCP plan in place for the safety of the products. The hazards and CCPs identified are to a great degree in line with national legislation, guidelines and scientific literature. The CCPs are monitored at appropriate frequencies and appropriate corrective actions are taken when the limits are breached (which happens occasionally). CCPs (hot water-ultrasound intervention and crust freezing) are validated based on most up-to-date scientific knowledge. Records are available to back this up.
	HACCP
The abattoir has a HACCP plan in place that was copied from the CA guidelines. All hazards and CCPs identified are therefore in line with national legislation and guidelines. CCP (chilling) is monitored weekly by a slaughter man and no corrective actions were taken in the last three months as no failures were recorded. 
Documentary evidence to back this up is missing or irregular (missing dates, unclear signatures etc.)
	HACCP
The abattoir has a tailor-made HACCP plan in place for the safety of the products. The hazards and CCPs identified are to a great degree in line with national legislation, guidelines and scientific literature. The CCPs are monitored at appropriate frequencies and appropriate corrective actions are taken when the limits are breached (which happens occasionally). Records are available to back this up. CCPs (final water washing and chilling) are validated, but there are no records on the method used for validation.

	Training
All staff are regularly trained on food safety, hygiene and job specific roles and the abattoir assesses the effectiveness and application of the training on an ongoing basis to identify failures and bad practices. Re-training is immediately performed as a consequence of detected non-conformity during implementation of FSMS.
	Training
Evidence of training is available but difficult to read and relate to staff. Some records seem to refer to old practices and the training records for some staff cannot be produced.
The training is repeated every year or two or more (the frequency is unclear) and no assessment methods for effectiveness are in place.
	Training
All staff are regularly trained on food safety, hygiene and job specific roles and the abattoir assesses the effectiveness and application of the training on an ongoing basis to identify failures and bad practices. There is no policy or written record in corrective actions on staff re-training as a consequence of detected non-conformity during implementation of FSMS.

	Internal audits
The abattoir has an internal audit system in place trying to identify and correct weakness in the FSMS. The internal audits are carried out by personnel from different departments. 
In the past year, 4 minor non-compliances were identified and effectively analysed and corrected.
	Internal audits
Every year or two the HACCP and few more FSMS components are audited by the slaughter line foreman or some other slaughter man. No failures or non-compliances have been identified in the past three years.
	Internal audits
The abattoir has an internal audit system in place trying to identify and correct weakness in the FSMS. The internal audits are carried out by personnel from different departments. 
In the past year, 4 minor and 1 major non-compliances were identified and effectively analysed and corrected.



