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CHAPTER 5, SUBJECT 3

COWVPLI ANCE GUI DELI NES FOR MECHANI CAL CAN SCREENI NG OPERATI ONS
USI NG DOUBLE- DUD DETECTOR AND CHECKWEI GHER

1. SCOPE

Thi s docunent outlines the requirenments an operator of a
mechani cal can screening facility nust neet in order to
qualify for a fish export |icence (Fish Export Licence
policy to be issued at a |ater date). These sane

requi renments apply when a nechanical screening facility
fornms part of a registered establishnment.

2. AUTHORI TI ES

Fi sh I nspection Act, RS.C., 1985, c¢ F-12; Part |
Fi sh I nspection Regulations (FIR, CRC , 1978, c. 802

3. DEFI NI TI ONS

Bi assed Sanple - refers to a sanple that has been sel ected
by identifying a specific portion of the total popul ation
(see definition for Eject Cans). (échantillon biaisé)

Can Screening Report - nmeans the report of the screening
run containing the information found in Appendi x B.
(rapport de tri)

Checkwei gher - the first machine in the screening line. The
pur pose of the checkweigher is to weigh all cans in a | ot
and to eject those cans above or bel ow desi gnated set -
points. (trieuse pondérale)

Coi nci dental Ejects - cans that have been ejected fromthe
doubl e dud detector based on both top and bottom end

defl ections being outside the operating set-points.( Boites
€j ect ées pour doubl e défaut)

Commercially Sterile - the condition obtained in a food

t hat has been processed by the application of heat, alone
or in conmbination with other treatnents, to render the food
free fromviable forns of m croorgani sns, including spores,
capable of growing in the food at tenperatures at which the
food is designed normally to be held during distribution
and storage. (Food and Drug Regul ations) (stérilité
comrer ci al e)
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Conpl i ance Sanpling - the conpliance sanpling plan for
container integrity is based on a two-class attribute
acceptance pl an.

| nspection: sanple size (n) is 200 cans and the acceptance
nunber (c) is zero (0) serious defects.

Rei nspection: sanple size (n) is 1250 cans and the
acceptance nunber (c) is zero (0) serious defects.
(Reference: Covernnent of Canada Vi sual |nspection
Protocol) (échantillonnage de confornmté)

Cull - nmeans the renoval of cans wth serious defects from
alot of lowacid or acidified |owacid foods. ( Reference:
Gover nnent of Canada Vi sual |nspection Protocol)
(eélimnation sélective)

Defective Cans - a unit which fails to neet one or nore
di mensi onal specifications or visual standards outlined in
the Metal Can Defects Manual. (boite défectueuse)

Def ect Rate - nmeans the frequency of serious defects per
100, 000 cans screened. (nonbre de défauts)

Doubl e Dud Detector - the equi pnent designed to identify
and ej ect | ow vacuum cans. (détecteur bi-calibre)

Ej ect Cans - neans those cans with end defl ections or gross
wei ght outside of the operating set-points for either the
dud detector or the checkwei gher. These cans are nore
likely to contain defects than non-ejected cans and forma
bi assed sanple of the total population. E ect cans are

exam ned and may be returned to the lot if they are found
after inspection to be good order cans. Any potentially

def ective cans nust be held for confirmation and
classification of the defect. (boites éjectées)

Ejection Rate - the percentage of ejected cans. (taux
d' éj ection)

End Deflection - the vertical distance fromthe top edges
of the double seamto the | owest point on the can end.
(déformati on des bouts)

Good Order - neets the requirenents of the regul ations.
(bon état (en))

Hand Culling - neans a conbination of visual and tactile
can-by-can exam nation, to identify and renove defective
cans. (tri manuel)
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| nspection - neans the physical exam nation of a |ot of
lowacid or acidified lowacid foods to verify that it
neets all the requirenents of the Fish Inspection
Regul ati ons and Food and Drug Regul ations. (inspection)

| nspection Lot - nmeans a lot limted to one container type
and size, one product type and style, originating from one
processi ng establishment normally bearing one identical |ot
or production day code. (Reference: Governnment of Canada

Vi sual Inspection Protocol) (lot d'inspection)

Laboratory - nmeans a | aboratory acceptable to the
regul atory agency having jurisdiction. ( Reference:
Gover nnent of Canada Vi sual Inspection Protocol)
(1 aboratoire)

Leakers - those cans which have | ost hernetic sea
(definition from Common | nspection Approach). ( fuyard)

Mechani cal Screening - means the use of a double dud
detector and checkwei gher or other automated equi pnent to
draw a bi assed sanple in order to determ ne the safety of
the lot. (tri mécani que)

M nor Defect - a mnor condition is one which is clearly an
abnormal contai ner characteristic, but one which does not
result in loss or potential |oss of container integrity,
and consequently does not represent a potential public
health risk. (Reference: Metal Can Defects Manual) ( défaut
m neur)

Operating System - refers to docunmented procedures (e.g.,
standard operating procedures) that are devel oped,

i npl erent ed and nai ntai ned by the operator of the
mechani cal screening facility to ensure that the facility
is operating in conpliance with the requirenments of the
FIR (systenme d' exploitation)

Omer's Representative - the person duly authorised to act
or speak on behalf of the owner of the [ot of product.
(mandat ai r e)

Qualified Person - neans a person conpetent to carry out
t he assigned task, normally gai ned through experience
and/or training. (personne qualifiée)

Reconditioning - the renoval of defective units fromthe
suspect code. (reconditionnenent)

Rei nspection - for the purpose of this docunment, neans the
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4.2

i nspection of a previously screened |ot of |owacid or
acidified Ilowacid foods for the presence of serious
defects after the I ot has been culled. (réinspection)

Screening Run - a screening run consists of one or nore day
codes from one production year from one establishment. Each
screening run nust have cans with uni formends and bodi es.
(lot soums a |'examen)

Serious Defect - means any contai ner:
a) which is swollen;

b) which shows evidence that the hernetic seal is |ost or
seriously conprom sed; or

c) is unsuitable for distribution and sale as stipulated in
t he Food and Drugs Act section 4 and/or sections 27.003
and 27.005 of the Food and Drug Regul ati ons.

These defects are described in the Metal Can Defects
Manual . Sone products may appear slightly swollen due to
overfilling by design or due to gas packing. If this is
verified by the inspector, these cans are not considered to
be swol |l en. (Reference: Governnent of Canada Vi sual

| nspection Protocol and Metal Can Defects Manual) ( défaut
Séri eux)

Sort - neans the segregation and control of product that
has been damaged during storage or transportation. (tri)

Suspect Codes - neans those codes that may contain
unacceptabl e | evel s of defective cans. (code suspect)

ROLES AND RESPONSI BI LI TI ES

The operator of the nechanical screening facility is
responsi bl e for the devel opnent, inplenentation and

mai nt enance of a witten operating systemthat provides a
reasonabl e | evel of assurance that canned fish is assessed
to verify conpliance with standards for container
integrity.

The operator of the nechanical screening facility is
responsi ble for providing information to the owner or the
owner's representative, for each screening run specific to
t he can code, the nunber of cans in the screening run and
t he nunber and classification of any defects identified.
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4.3 The operator of the nechanical screening facility is

4.4

4.5

4.6

4.7

4.8

responsi ble for ensuring that they contact the owner, or
the owner's representative, to determ ne whether any
swol | en can suspected of not being commercially sterile
shoul d be sent to a |laboratory for sterility analysis. The
operator of the mechanical screening facility is

responsi ble for informng the CFl A office of those lots
contai ning swollen cans that are suspected of being non-
sterile and hol ding the suspect code.

As part of a cannery's Quality Managenent Program ( QWP)

Pl an, canneries may include can screening as a verification
of a critical control point (CCP) in their HACCP pl an, or
as a CCP.

The cannery is responsible for providing the operator of

t he nmechani cal screening facility wth information
necessary for the operation of the checkwei gher and doubl e
dud detector, such as the anount of allowable overfill (see
point 7.1(5) bel ow).

The cannery is responsible for providing product
information to the buyer or the owner's representative to
allow for conpliance with the labelling requirenents of the
Fi sh I nspection Regulations and, if applicable, the
Consuner Packagi ng and Label ling Regul ations. This
information includes, but is not limted to, the correct
nane of the fish species in the container, the container's
net wei ght, and any special labelling information. The
operator of the mechanical screening facility is
responsi ble to ensure that they have this information prior
to screening any products.

The cannery where the fish was processed is responsible for
the identification of product distribution to its first

shi ppi ng destination under its Lot Accountability and

Noti fication Program

The cannery where the fish was processed is responsible for
the procedures to notify the CFl A of any valid health and
safety conplaints under its Lot Accountability and
Notification Program

MECHANI CAL SCREENI NG FACI LI TY AND EQUI PMENT

Mechani cal screening facilities nmust include in their
operating systeminformation on proper can handling
procedures to prevent damage to the cans. Can-screening
equi pnent must be constructed and operated so that can



Chapter Subject Page

I*I Canadian Food Agence canadienne
Inspection Agency  d'inspection des aliments 5 3 6

Facilities Inspection Status Date
Manual New 05/ 03/ 24

damage is prevented (e.g., proper |oading of the de-

pal | eti zer, automated boxi ng machi nes tim ng nmechani sns,
mechani cal push bars, the absence of sharp edges on
conveyors, design of eject collection boxes which wll
avoi d abrasion and i npact points).

5.2 The checkwei gher and doubl e dud detector nust be installed
and mai ntai ned according to the manufacturer's
instructions, specifically:

- the checkwei gher (CW mnust be installed before the
doubl e dud detector (DDD) in order to renpbve excessively
overwei ght cans and/or gross | eakers before they reach
t he doubl e dud detector

- the DDD equi pnent nust have separate can counters for
each can end; and

- the DDD nust ensure that coincidental ejects are
accounted for during operation.

5.3 Suitable dry storage areas nust be available for |abelled
and unl abel | ed product and a secure can storage area nust
be available to store defective cans.

5.4 Al'l applicable inspection tools nust be properly
calibrated, i.e., weigh scales, deflection gauges, and
m cronmeters. A description of the procedures for
cal i brating equi pnment nust be included in the operating
system pl an.

6. EMPLOYEE QUALI FI CATI ONS

6.1 The operator of the nechanical screening facility wll
ensure that qualified persons are available to configure
and operate the equi pnent on the screening |line.

6.2 Only persons qualified to classify defective cans shal
exam ne the ejected cans. Qualified persons shall classify
the defects in accordance with the Metal Can Defects
Manual .

6.3 The operator of the nechanical screening facility wll
ensure that qualified persons conduct an evaluation of each
screening run, and conplete and sign a Can Screeni ng Report
(see Appendi x B)

6.4 Only qualified persons will performthe responsibilities
associated with the reconditioning of any suspect codes.
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7. CHECKWEI GHER (CW
The primary purpose of the checkweigher is to weigh all of
the cans in a lot and to eject those cans at or bel ow an
underwei ght set-point, and those cans at or above an
overwei ght set-point. Ejected underwei ght cans nmay have
| eaked during the process but may still have maintained a
vacuum (e.g., a pin hole that nay be seal ed by coagul at ed
protein). Ejecting overweight cans will allow the DDD to
sanple cans with | ow end deflections due to | ow vacuum
rat her than excessive weight.
7.1 Checkwei gher set-up

The operator of the nmechanical screening facility nust
provide as part of their operating systema description of
the set-up procedures they will follow in determning the
checkwei gher underwei ght and overwei ght settings, which

i ncludes the follow ng steps:

1) Define the screening run
A screening run consists of one or nore day codes from
one production year fromone establishnent. Each
screening run nust have cans with uniformends and
bodi es.

2) Sampling to establish checkwei gher settings
The set-points are determ ned through the follow ng
sanpl i ng procedure.

a) Sampling is carried out in order to establish
checkwei gher set-points if conpany wei ght data
fromin-season end-of-line nonitoring is not
avai | abl e.

b) Sanple cans nust be representative of the
screening run. Therefore, they nust be drawn from
various | ocations throughout the pallets and from
as many pallets in the screening run as possible.

c) For a screening run containing five (5) day codes
or less, the mninmmsanple size is 50 cans.

d) For a screening run containing nore than five (5)
day codes, an additional 10 cans shoul d be sanpl ed
for each additional day code, to a nmaxi mrum of 100
cans.
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3) Calculation of average gross can wei ght
The average gross can wei ght of each screening run is
det erm ned by:

a) calculating the average wei ght of the sanpled
cans; or

b) taking the average wei ght of the can codes as
supplied from data gathered by the canner during
i n-season end-of-1ine nonitoring.

4) Determ nation of underwei ght set-points
The underwei ght set-point can be determ ned by one of
the foll ow ng et hods:

a) Determine the value for (t,), whichis a
calculation that is equal to the declared wei ght
m nus the tolerance. The term (t,) is used to
descri be a defective sanple that exceeds the
prescribed tol erance by one tol erance unit. The
procedure for calculating (t,) is outlined in the
Consuner Packagi ng and Label | i ng Regul ati ons (see
Chapter 14 of the Fish Products Inspection
Manual ). These val ues are dependent on the can
| abel weight. The set point is determ ned by
subtracting the value for (t,) fromthe average
gross can wei ght of the sanple.

OR

b) The set-point is determ ned by deducting 5 grans
for each 100 granms of fill weight (calculated to
the nearest whole gram.

OR

c) The set-point may be determ ned by using Quality
Control data to determ ne the average gross wei ght
of the can codes and subtracting three standard
deviations to yield a set-point. ( Note: The
checkwei gher calibration adjustnment should be set
at "0" and shoul d not be changed.)

OR

d) Adjusting the set-point to obtain a m ninum 0.25%
ej ection rate consistently throughout the
screening run to ensure ejection of the
"popul ation outliers".
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Det erm nati on of overwei ght set-points

The overwei ght set-point is determ ned by the canner
as the amount of overfilling that will not result in
bul gi ng cans, when the product is heated to a
tenperature of 35 °C (reference: FIR Section 35).
Exanpl es of checkwei gher overwei ght factors for canned
sal non are included in Appendi x A

Overwei ght or underwei ght screening runs

Screeni ng runs which had been identified as being
overwei ght or underwei ght can be reconditioned using the
screening line, providing the operating set-points of the
checkwei gher wi Il not conprom se the settings used to
identify defective cans.

Checkwei gher operating checks

a)

b)

Routi ne operating checks nmust be conpl eted at | east
every four hours to: denonstrate that the checkwei gher
is operating within the specified limts; prevent a

| oss of control; and allow for adjustnents of the
checkwei gher before a deviation occurs. The procedures
nmust be described in the operating system The
operator nust be able to denonstrate that their
operati ng check achieves the desired results. An
operating check requires that cans of known wei ght are
run through the checkwei gher at the nornal operating
line speed to verify the acceptance/rejection point of
the checkwei gher machine. As a mninmum a can that
exceeds the checkwei gher ejection set-point by 10
grans, and a can that is bel ow the checkwei gher set
poi nt must be ejected 100 % of the tine. See Appendi x
A for an exanple of canned sal non operating checks.

If the Iine speed is changed nore than = 15 % of the
nor mal operating speed, the checkwei gher nust be
retested as in section a) above.

Each checkwei gher nust be challenge tested at | east
once every 40 hours of operation at normal operating

| ine speeds. This activity provides a test of the
checkwei gher's calibration. For an exanple of the
checkwei gher 40-hour chal |l enge testing see Appendi x A
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8. DOUBLE DUD DETECTOR ( DDD)
8.1 A properly operated double dud detector nust:

- ej ect cans with zero vacuum and

- sel ect a biassed sanple fromthe can popul ation that
is nost likely to contain defects, i.e., |owest vacuum
cans.

8.2 Doubl e dud detector set-up procedures

The operator of the nechanical screening facility nust

provide, as part of their operating system a description

of the set-up procedures they will follow in determ ning
the initial set-point, the mninumset-point and the upper
set-point for the double dud detector.

8.3 Est abl i shi ng manual dud detector setting

a) Sanple cans nmust be representative of the screening
run. Therefore, they nust be drawn from vari ous
| ocati ons throughout the shipping pallets and from as
many pallets in the screening run as possible.

b) Sanple size should be 50 to 100 cans, depending on the
nunber of codes in the lot. The recomrended sanpl e
size is 50 cans for up to five (5) day codes, with an
additional ten (10) cans for each day code above five
codes.

c) Sanple cans nust be inspected prior to the DDD to
ensure they are good order cans.

d) Initial set-point: For a 3 %ejection rate, select the
second | owest end defl ection reading for each end and
adjust the DDD for 100 %ejection. For a 7 %ejection
rate, select the third | owest end defl ection reading.

e) Mninmumset-point: Initial set-point mnus 0.005
i nches.

8.4 Establ i shing automati c doubl e dud detector setting

a) Run the first 50 cans per screening run through the
aut o- DDD.

b) The operator is to check the cans and print out a
hi stogramto ensure that the set-point is correctly
established and all cans were good order. End
defl ection readings used to establish initial set-
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point for the DDD should not be > 0.002 in. fromthe
next val ue.

c) The DDD is automatically set to eject 100% of all cans
wi th end defl ections bel ow the m ni num set - poi nt.

8.5 Doubl e dud detector operating checks

a) Ensure that the target ejection rate is maintained at
a 3% mnimumtotal for each screening run. For
exanple, either 1.5 %each end, or 2 %top (code) end
and 1 % bottom (integral) end. Set-points may vary
during the screening run to attain the target ejection
rate (i.e., at 350 cans per mnute, approximately five
(5) cans per mnute should be kicked-out for each end,
i.e., 10 cans in total).

b) Equi pnent shoul d not operate bel ow the m ni mum set -
poi nt s.

c) |If the ejection rate becones unnmanageabl e and there is
a requirenment for the set-point to be |lower than the
established m ninum then the set-up procedure nust be
repeated to establish new set-points before continuing
wi th the screening run.

d) The frequency of set-point adjustnent shoul d be kept
toa mninum i.e., once per pallet. The target
ejection rate (for each end) should be evenly
di stributed throughout the screening run as descri bed
i n point a) above.

e) Cans nust all be oriented either all code-end up or
all code-end down during the screening run.

f) For manual DDD only, the screening |ine operator
shal | :

1. calculate and record the ejection rate once per
hour and at the end of the screening run; and

2. verify and record the operating set-point, at
| east once per hour, or nore frequently as
necessary to determ ne that the operating
set-point does not fall bel ow the m ni num
set-point. This is especially inportant when
adjusting the setting downward.

The follow ng procedures should be used to verify
the operating set-points.
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-  Measure the top and bottom end defl ections of 6
good order cans.

-  Measure the end deflections of 6 cans ejected
for their bottom deflections and 6 cans ejected
for their top defl ections.

-  Record, for each end, the highest end
deflection of the ejects and the | owest end
defl ection of the correspondi ng good order ends
as the operating range.

g) Each doubl e dud detector mnmust be audited (i.e.
chal l enge tested) at |east once every 40 hours of
operation at nornmal operating line speeds follow ng a
procedure outlined in the operating system The
results of this test nust show a unique distribution
of the data for ejects as conpared with the data for
the good order cans. For an exanple of the DDD 40- hour
audit see Appendix A

HANDLI NG, CONTRCL, AND DI SPCSI TI ON OF CANS
Handl i ng ej ected cans fromthe checkwei gher

Al cans ejected fromthe checkwei gher (CW nust be
manual |y wei ghed to identify gross underwei ght cans
(potential |eakers), as well as gross overweight cans. All
cans ejected nust be exam ned by a qualified person for any
defects, with | abels renoved. Good order cans may be
continuously returned to the Iine before the DDD (refer to
Appendi x A for information on canned salnon). All defective
cans are marked for identification.

| f no container defects are found, underwei ght cans are
hel d for possible re-canning, or re-labelling. G oss
overwei ght cans are destroyed.

Handl i ng ej ected cans fromthe doubl e dud detector

Al'l ejected cans shall be inspected for defects. All
defective cans are marked for identification. Good order
cans may be returned to the labelling line.

Def ects properly classified

Al'l ejected cans identified as being defective nust be
classified in accordance with the criteria identified in
the Metal Can Defects Manual. Information on the screening
run, (e.g., classification and nunber of all defective cans
and the nunber of cans screened) shall be entered into the
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9.4

10.

10.1

10.1.1

10.1.2

Can Screening Report (see Appendix B). The defl ections of
def ective cans must be determ ned and recorded for
eval uati on as descri bed below in section 10. 2.

Control and disposition of defects

Al cans classified as containing a serious defect, m nor
droops, or as being overweight, must be kept in a

desi gnated, secure storage area within the establishnent
where the mechanical screening facilities are | ocat ed.

Al'l cans with serious defects nust be destroyed. Cans with
m nor droops nust either be re-canned or destroyed. G oss
overwei ght cans nust be destroyed.

An accurate systemnust be in place to control defective
cans requiring destruction. The status of these defects
nmust be recorded on the Can Screening Report and initialled
by the appropriate personnel once the defective cans have
been destroyed.

SCREENI NG RUN EVALUATI ON AND DECI SI ON

To decide on the acceptability of the can screening run,
t he screeni ng establishnent nust eval uate:

- can screening |ine performance;

- defects ejected by the checkwei gher and doubl e dud
det ector; and

- defect rate of the screening run.

Can screening |line performance

The validity of the screening run results is dependent on
bot h the checkwei gher and doubl e dud detector nmaintaining
the target ejection rate throughout the entire screening
run.

Provi de sel ective sanpling by ejecting a target 3 %

Can screening operating records nust denonstrate that a 3 %
bi assed sanple of cans with | owend deflection and with | ow
wei ght were ejected by the can screening |ine.

Al'l cans in screening run passed through both machi nes

A review of the operating records for both the checkwei gher

and the double dud detector indicates that all the cans
passed through both the checkwei gher and doubl e dud
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detector before being | abell ed.

The eval uati on nust denonstrate that the can screening |ine
was operating properly as described in this docunment. |f
this is not the case, the results of the can screening run
are not valid and cannot be used.

10. 2 Eval uati on of the defective cans ejected by the can
screening line

When an eval uation of the defective cans ejected by the can
screening line shows that:

- a mpjority of the deflections of the defective cans
are wwthin the tolerance limt of the DDD 40-hour
chal | enge test (Appendix A); or

- a consi derabl e nunber of cans had the same type of
def ect s,

there is a potential for an unacceptabl e nunber of serious
defects still being present in the good order | abelled
production. In this case, the can screeni ng warehouse nust
contact the owner or the owner's representative, who in
consultation with the canner should take the appropriate
actions to verify that there is no unacceptabl e nunber of
serious defects present in the good order | abelled
production. An accurate record of the decision and any

rel evant information nust be kept.

10. 3 Eval uating the defect rate of the screening run

An eval uation of the defects by classification, canning
line and by production code should be done, to determine if
a particular code or type of defect was the major
contribution to the defect rate.

When the serious defect rate is |less than 25 per 100, 000
cans, the can screening run results are acceptable and the
product can be rel eased for narket.

When a screening run is found to have a serious defect rate
of greater than 25 per 100,000 cans, the operator of the
nmechani cal screening facility nust contact the owner or the
owner's representative, who in consultation with the canner
shoul d conduct an assessnment to decide as the best way to:

a) cull the lot; or

b) conduct a conpliance sanple of the screening run
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11.

11.

11.

11.

1

2

3

using a sanple size sufficient to be confident that
the identified defect has been renoved fromthe good
order product.

A single serious defect identified in a snmall screening run
(under 4,000 cans) woul d exceed the defect rate of 25 per
100, 000. This screening run nmay be eval uated as acceptable
if the canner has Quality Control data or data from ot her
screening runs for the sane code indicating that the code

i s accept abl e.

CULLI NG OF SCREENI NG RUNS

When a deci sion has been nmade to cull the screening run, an
eval uation of the screening run and the type of defects
shoul d be used for guidance as to whether the defects are
linked to a specific code and the best method for culling.
Based on this evaluation, the owner or the owner's
representative, in consultation with the canner, may choose
one of the followng culling options.

Screening line

Results of the evaluation indicate that the suspect code or
screening run will be successfully culled through the use
of a screening line. Set-up and/or operating procedures
shoul d be foll owed that would ensure the particul ar defects
are renoved by the screening procedure. An eval uation of
the culled |l ot should be performed to verify that the

def ective cans are renoved

Mechani cal seam scanni ng devi ce

The results of the evaluation indicate that the suspect
code will be successfully culled through the use of a
nmechani cal seam scanni ng devi ce. The owner or the owner's
representative may choose to utilize nechanical seam
scanni ng equi pnent to cull the suspect code, e.g., use of a
Can Guard to renove cans with specific types of double seam
def ects.

Hand cul | i ng

The results of the evaluation indicate that hand culling
will be successful in bringing a suspect code or entire
screening run in conpliance. Visual and tactile can-by-can
exam nation (hand culling) nmust be carried out under the
foll owi ng conditions:
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a) The hand culling crew nust maintain concentration
during the operation, otherw se the hand culling nust
be st opped.

b) Good |lighting nust be provided in the inspection areas
to properly inspect cans and avoid eyestrain or
fatigue. Section 1.7 of Chapter 5, Subject 1 of this
manual sets out the light intensity |levels that nust
be avail abl e.

c) The hand culling crew nust not use gl oves unl ess
either the fingers are cut off or one glove is
renoved. This is to ensure that defective seans can be
identified with bare fingers.

d) The evaluation indicates that either the suspect code
wi || be successfully reconditioned without the renoval
of the labels, or the |abels nust be renoved due to
the [ ocation or type of defect.

Renovi ng the | abel fromthe individual cans woul d not be
necessary during a screening run where it can be
denmonstrated that the | abel would not interfere with the
culling. However, the | abels would have to be renoved from
each sanpl e can during conpliance sanpling for can
integrity assessnent in accordance with the Governnent of
Canada, Visual I|nspection Protocol.

12. SHI PMENT MEETS REGULATORY REQUI REMENTS
12.1 Fi nal shipnment information

The operator of the nmechanical screening facility nust
descri be and inplenment a nethod to trace each shipnent to
the first shipping destination. The operator of the
mechani cal screening facility nust maintain the follow ng
informati on for each shipnent:

- the fish species;

- the quantity;

- the nmethod of transportation including manifest,
contai ner nunbers or other information sufficient to
trace the location of each shipnent;

- the date of shipnent; and

- the date on which each shi pnent was mechani cal ly
scr eened.
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and carton i nfornmati on

The operator of the nechanical screening facility nust
descri be the procedures to be followed to ensure that [ abel
and carton information match the regul atory product
information provided to them by the canner.

RECORDS

The follow ng records are mai ntai ned by the operator of the
nmechani cal screening facility. Exanples of each record are
included in the operating system

a)

b)

d)

f)

9)

h)

The owner of each | ot of canned product.

Each screening run of canned product shall have an
operating log for the double dud detector detailing
the operating information at that specific tinme (i.e.,
set-points, total cans screened, ejects). The printed
auto DDD record will be considered a permnent
operating record for the screening line.

Each screening run of canned product shall have an
accurately conpleted Can Screening Report. This report
must detail the quantities, disposition and
classification of all defective cans, nust be signed
by the qualified person responsible for the operation
of the screening line, and nust be verified by a
person responsi ble for the screening establishnment
oper ati on.

The shipping records sufficient to identify or trace
t he canned product to the first destination.

Correct | abel information for each screening run.

The | abel being placed on each can matches the | abel
i nformati on provided by the canner.

The outside carton information neets regul atory
requi rements, (i.e., proper can code shown on carton).

Notification to the owner or the owner's
representative of any | ot being screened, the can
code, nunber of cans in the screening run and the
nunber and cl assification of any defects identified.

Docunent ation of the results of routine operating
checks and 40-hour chal |l enge test conpleted on both
t he checkwei gher and doubl e dud detector.
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DOUBLE DUD DETECTOR AND CHECKWEI GHER OPERATI NG CHECKS

Thi s appendi
procedures a
doubl e dud d

FOR CANNED SALMON

x describes the specific set-point determnation
nd operating checks for screening canned sal non, using
et ector and checkwei gher

1. Determ nati on of "Underwei ght" Checkwei gher Set-points

a)

Subtract specific weight factors (t,;) fromthe average
can wei ght of the sanple. These weight factors are
dependent on the can | abel weight. The term"t ;" is
used to describe a defective sanple that exceeds the
prescribed tol erance by one tol erance unit. The
procedure for calculating "t," is outlined in the
Consuner Packagi ng and Label | i ng Regul ati ons (see
Chapter 14 of the Fish Products Inspection Manual).

OR

b) The set-point is determ ned by deducting 5 grans for
each 100 granms of fill weight (calculated to the
near est whol e gram.

OR

c) The set-point may be determ ned by using quality
control data to determ ne the nmean gross wei ght of the
screening run and subtracting three standard
deviations to yield a set-point. (Note: The
checkwei gher calibration adjustnment should be set at
"0" and shoul d not be changed.)

OR

d) Adjusting the set-point to obtain a m nimum 0. 25%
ej ection rate consistently throughout the screening
run will provide for the ejection of the "popul ation
outliers".

2. Determ nation of "Overweight" Checkwei gher Set-points

For canned sal non, the overwei ght checkwei gher set-point is
determ ned by adding the follow ng weight factors to the

| abel

wei ght of the can:
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CAN SI ZE LABEL WEI GHT VEEI GHT FACTOR

301 x 106 106 grans 15 grans

307 x 111 170 grans 22 grans

307 x 111.40 180 grans 22 grans

307 x 115 213 grans 25 grans

307 x 200. 25 213 grans 25 grans

301 x 408 418 grans 30 grans
3. Checkwei gher routine operating check

Routi ne operating checks will be conpleted at a frequency
included in the operating system Cans of known wei ght nust
be run through the checkwei gher at the normal operating
line speed to verify the acceptance/rejection point of the
checkwei gher machi ne. Cans that deviate fromthe

checkwei gher ejection set-point by 10 granms nust be ejected
100 % of the tine.

First test
The checkwei gher passes if a can that is 10 grans bel ow and
10 granms above the set point is ejected.

If the cans are not ejected, then conduct a second test by
runni ng the cans through the checkweigher 5 to 10 tines.

Second test
If the test results are 100 % ej ection, then the
checkwei gher passes.

| f the can does not eject 100 % of the tinme, then re-
cali brate the checkwei gher and re-test.

4, Checkwei gher 40-hour chal |l enge test

Bot h t he underwei ght and overwei ght set-points nust be
t est ed.

a) Underweight Set-point: Use a mninmumof five (5) cans
wi th exact weights in increnents of 2 grams. For
example, if the Y21b. underweight eject set-point is
256 grams, then test the checkwei gher with cans
wei ghi ng 256, 254, 252, 250, and 248 grans
respectively. Repeat this test 5 tinmes. The results of
the test should agree with the chart bel ow. Use either
the pass criteria for ejection rate, or ejections per



Chapter Subject Page

Canadian Food Agence canadienne
I* Inir;cll?:n :gency dinspection d;s aliments 5 3 A— 3
iliti i tatus ate
Facilities Inspection s D
u
Manual New 05/ 03/ 24

5 chal | enges, depending on the nunber of cans used
during the test.

Test wei ght 256 254 252 250 248
(grans)

Pass criteria 50% 75% 90% 100% 100%
ejection rate

Pass criteria, 215 3/5 4/ 5 5/5 5/5
ej ections per 5
chal | enges

b) Overweight Set-point: Use a m ninumof five (5) cans
wi th exact weights in increnments of 2 grans. For
example, if the Y21b. overweight eject set-point is
276 grams, then test the checkwei gher using cans
wei ghi ng 276, 278, 280, 282, and 284 grans,
respectively. Repeat this test 5 tinmes. The results of
the test should follow the follow ng chart. Use either
the values pass criteria for ejection rate, or
ej ections per 5 challenges, depending on the number of
cans used during the test.

Test wei ght 276 278 280 282 284
(grans)

Pass criteria 50% 75% 90% 100% 100%
Ej ection rate

Pass criteria, 215 3/5 4/ 5 5/5 5/5
ej ections per 5
chal | enges

Resul ts of Checkwei gher 40-hour chall enge

First test
If test results were as specified in above tables, then the
checkwei gher passes.

If test results are | ower than the above ejection rates,
t hen conduct a second test.

Second test
If test results were as specified in above tables, then the
checkwei gher passes.

If the test results are |lower than the above ejection
rates, then re-calibrate the checkwei gher and re-test.
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5. DDD Routi ne operating check

Check autonmatic doubl e dud detector sensor calibration
using the foll ow ng procedures:

- nmeasure the end defl ection of a can,

- pass the can through the auto-DDD, and

- conpare the digital readouts to the actua
nmeasur enment s.

First Test

|f the DDD readout is within 0.005 inches of the end
deflection of the test can, the set-point calibration is
accept abl e.

If the DDD readout is not within 0.005 i nches of the end
defl ection of the test can, then retest.

Second Test

|f the DDD readout is within 0.005 inches of the end
deflection of the test can, the set-point calibration is
accept abl e.

| f the DDD readout is not within 0.005 inches of the end
defl ection of the test can, then adjust the DDD and retest.

6. DDD 40- hour audit

Each doubl e dud detector machi ne nust be tested at | east
once every 40 hours of operation at normal operating |ine
speeds using the followng criteria:

a) At the tine of drawi ng the 40-hour sanple, the auto-
doubl e dud detector should be in automatic node.

b) Sample 25 top ejected cans, 25 bottom ejected cans,
and 25 good order cans.

c) Measure the end deflections of the sanpled cans.
Ej ected cans only require neasurenents of top or
bottom end defl ections as appropriate, while good
order cans require nmeasurenent of both top and bottom
end deflections (i.e., total of 100 neasurenents).

d) Plot end deflections on a graph with the end
defl ection nmeasurenents along the horizontal axis and
the nunber of neasurenents on the vertical axis.

First Test
The DDD operation is acceptable if the a graphical plot of
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the end defl ections of good order and ejected cans shows
t hat :

- t he nean of good order cans is greater than the nean
of the ejected cans; and

- t he maxi mum overlap is 0.010 inch between good order
cans and | ow defl ection eject cans.

- If the results exceed the above criteria, then retest.

Second Test
I f the DDD neets the above criteria for an acceptable test,
then the DDD operation is acceptable.

|f the DDD does not neet the above criteria, then the
equi pment nust be adjusted and retested.
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CAN SCREENI NG REPCRT

Date Lot # Inspection #
Packer Screening Co.

Ctn/can size Lot Size Label Order #
Label Quantity (ctn.)

Destination | Marks

CAN CODE QUANTITY (ctn.) CAN CODE QUANTITY (ctn.)
1 6

2 7

3 8

4 9

5 10

Manual Dud Detector Settings (0.001")*  Canner’s End

* attach automated Dud Detector computer printout

Checkweigher Settings (grams):

Underweight Setting

Manufacturer’s End

Overweight Setting

Serious Defects

Total

Abrasion, Severe False Seam Knocked Down Flange
Cut-over Fractured Bottom Profile Metal Plate Flaw
Cut Down Flange Fractured Seam Pin Hole

Cut Seam Knocked Down Curl Scrap-in-die Mark
Double End Knocked Down End Vee
Droop
Minor Defects
Droop, Minor Flipper Overweight
Total Serious Defects: Total Minor Defects:
Total Cans Screened: Total Cans Labelled:
DEFECT RATE /100,000 cans SIGNATURE:

Remarks:




