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management

In many facilities, these systems are

manual and standalone, with no

coordination—other than human
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Check out  Food Engineering’s

upcoming webinars and an

archive of previous webinars.

Food Engineering's
webinars tackle
industry topics

This month: Food Engineering

speaks with Earl Arnold,

Manager, Food Defense/FSMA,

Operations, Quality Assurance,

AIB International about food

defense, including the checks a

processor has to go through if

they use imported ingredients,

and how those are regulated by

the FDA.

The Food
Engineering
Podcast Series

Automated, in-line systems can

spot micro pinholes or bad seals

at rates of up to 200 packages

per minute, improving efficiency

and reducing waste.

How high-speed
laser detection
ensures seal
integrity of
modi�ed
atmosphere
packaging
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CALENDAR

Put it on the

Rosemont Convention Center, Chicago; Private

Label Manufacturers Association; 212-972-3131

https://www.plma.com/events/plmas-

annual-private-label-trade-show

PLMA

  Jan.30
McCormick Place South Hall, Chicago; 

Food Processing Suppliers Association; 

703-761-2600

www.myprocessexpo.com

Process Expo

 Novemb
https://nfraconvention.org/

Marriott Marquis, San Diego Marina, San

Diego; National Frozen & Refrigerated Foods

Association; 717-657-8601

NFRA

 Octobe

Event details are changing because of COVID-19. This information was current at the time of publication.

Photos courtesy of (from L to R): NFRA, PACK EXPO

Sacramento Convention Center,

Sacramento, CA; California Food

Producers; 916-640-8150

https://www.foodprocessingexpo.org

/index.cfm

15-16: Food Processing Expo

2022

February 2022

Georgia World Conference Center,

Atlanta; U.S. Poultry & Egg

Association; 678.514.1975

https://www.ippexpo.org/

25-27: International

Production and Processing

Expo

January 2022

Midwest Conference Center,

Northlake, Ill.; Beverage Trade

Network; 855-481-1112

https://cannabisediblesexpo.com

16: Cannabis Edibles Expo

Chicago

South San Francisco Conference

Center, South San Francisco;

Beverage Trade Network; 855-481-

11120

https://cannabisediblesexpo.com

12: Cannabis Edibles Expo San

Francisco

November 2021

Mandalay Bay Hotel, Las Vegas;

Informa Markets; 866-922-0762

https://west.supplysideshow.com/

25-28: SupplySide West

October 2021
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A new editor-in-chief takes the reins of Food Engineering

An ending and a beginning

CASEY LAUGHMAN I Editor-in-Chief

From the Editor

A little more than three years ago, I took over as the

editor-in-chief of Food Engineering.

It ’s been a great job. I’ve had the opportunity to do so many

cool things, work with so many great people, and see up

close the amazing feats this industry makes look routine.

But … it ’s time for me to say goodbye.

A new opportunity has presented itself, and after much

thought and consideration, I have decided to pursue it. It ’s

outside of the food industry entirely, because I want to be

absolutely crystal clear about this: There’s no better job in

this market than editor-in-chief of Food Engineering.

By the time you read this, Michael Costa will be the one

�lling the best job in this market. Michael was previously the

editor-in-chief of our Refrigerated and Frozen Foods

publication, so he steps into the role with previous food

industry experience. I’ve had the opportunity to work with

Michael for a couple years, and I can say with con�dence that

you’ll be in good hands.
Photo courtesy of Getty Images / gguy44

There’s no better job in this market than editor-in-
chief of Food Engineering.

This wasn’t an easy decision. The people I have worked with during my three years as editor-in-chief—and almost �ve

years at the magazine in total—have been great in so many ways. Whether it ’s been helping me understand an

industry that was brand new to me, serving on our editorial advisory board, being a part of the Food Automation &

Manufacturing Conference or just serving as a sounding board when I called and said “hey, am I crazy, or is this a

thing that’s happening?”, I have been fortunate to always receive a warm reception.

I’ve worked hard to build those relationships, and I’m going to miss them. I’m going to miss a lot of things about this

job—Plant of the Year tours, interacting with readers at conferences and trade shows, learning new things from

FA&M sessions, the list goes on and on.

During my time at the magazine, I’ve seen a little bit of everything, as you have as well. But I want to take this

opportunity to acknowledge the phenomenal work that all of you do on a daily basis, through whatever challenges

have come along. Whether it ’s natural disasters, a container ship blocking the Suez Canal, a global pandemic that has

thrown everything into complete chaos for 18 months, whatever it ’s been, you’ve tackled it head on and kept the

world fed.

That’s a staggering achievement. It ’s one that people outside the industry can’t fully appreciate, because until you

see it up close you don’t really realize just how many little things can derail an entire production run.

I’ve learned so much and been so impressed by the talent, dedication and work ethic that runs throughout this

entire industry, from the production line to the corner o�ce. Whether it ’s people at food companies, engineering

�rms, equipment manufacturers or service providers, this industry has a wealth of talented, conscientious people

who do great work every day.

I will miss this industry, and I’ll miss the people who have helped me make sense of it. But, it ’s t ime for me to go.

Thank you. For everything. FE

FOODENGINEERINGMAG.COM     I   OCTOBER 2021

https://www.foodengineeringmag.com/


https://onlinexperiences.com/scripts/Server.nxp?LASCmd=AI:4;F:QS!10100&ShowUUID=AA08A609-743A-4E6E-8253-EC891107D5B1&LangLocaleID=1033&AffiliateData=VEV


NEWS

Manufacturing
FOR THE MOST UP-TO-DATE NEWS &

INFORMATION VISIT

FOODENGINEERINGMAG.COM

Industry explores new ways to decrease energy usage

Food and beverage processors take two
approaches to alternative energy

Photo courtesy of RWE Renewables

Arrays of  solar cells for as far as you can see will make up the Big  Star T exas solar facility by RWE Renewables. T his view is from one of

RWE’s completed sites. 

Food and beverage companies have been taking action to decrease their energy usage footprints in several ways.

They can be active or passive in nature. For example, an active method is using waste products to generate biogas

on site—or passive, purchasing alternate energy, such as solar, thereby supporting new energy �rms and their

generation facilit ies, which use renewable energy sources instead of fossil-based fuels.

McCormick & Company and PepsiCo will be purchasing energy through Constellation, an Exelon company, which has

agreed to purchase power and project-speci�c renewable energy certi�cates equal to a 140 MW section of the Big

Star solar project, currently under development in Bastrop County, Texas. When �nished in second quarter 2022, the

solar facility will generate 200 MW or more.

Covered in FE, June 2019, Smith�eld Foods had begun the construction of large biogas gathering systems on their

farms in both Missouri and Utah. These systems use anaerobic digesters to collect methane gas from hog manure,

which is then scrubbed clean and distributed into natural gas pipelines to supply communities with energy.

SOLAR ENERGY GETS A BOOST FROM CONSTELLATION

Constellation is both an energy and energy solutions

provider, and the company announced that an agreement

is in place to help PepsiCo and McCormick & Company

power their operations with clean, renewable energy from

RWE Renewables’ 200 MW Texas solar facility.

Major customer commitments resulted in Constellation’s

agreement to purchase power and project-speci�c

renewable energy certi�cates (RECs) equal to a 140 MW

section of Big Star. PepsiCo, McCormick & Company and

other major �rms have signed an equivalent long-term

agreement with Constellation to receive energy and RECs

from the Big Star project as part of their retail electric

supply contract.

“Sourcing renewable energy is a critical step in our journey

to more than double our science-based climate goal:

reducing GHG emissions by more than 40% by 2030 across

our value chain and our pledge to achieve net-zero

emissions by 2040,” says Ryan Spicer, senior manager of

sustainability, PepsiCo. “We are excited to team with

Constellation to power our operations with clean,

renewable energy to help achieve our goals and be part of

the solution by developing brand new sources of

renewable energy.”

Aerial view of  a Monarch Bioenerg y manure to RNG facility shows

the Smith�eld hog  barns with the methane collectors

immediately behind. T he facility in the foreg round scrubs the g as

and pressurizes it for entry into pipeline systems. Photo courtesy of

Roeslein Alternative Energy

Smith�eld and Roeslein Alternative Energ y (RAE), working  tog ether as Monarch Bioenerg y, are reseeding  meadows near their projects, but

RAE has a g oal to reseed 30 million acres of  prairie land in the Midwest that have been destroyed over time by poor farming  practices. Not

only will replanting  prairie lands prevent runo�, it will also provide material for harvesting  as biomass to create additional RNG. Photo

courtesy of Roeslein Alternative Energy

Adding to that, Lawreunce Kurzius, president, chairman and CEO, McCormick says, “McCormick is proud to be among

the early supporters of the Big Star solar project, which highlights our commitment to reduce our impact on the

environment by transitioning to clean, renewable energy sources. The Big Star project in Texas and the Skipjack

initiative, which will power all of our existing Maryland and New Jersey facilit ies with 100% renewable energy by 2022,

are already having a positive impact on our ability to reduce overall emissions and combat climate change.”

The Skipjack Solar Center, which is under construction in Virginia and expected to come on line by 2022, will provide

renewable energy to power all of McCormick’s Maryland and New Jersey facilit ies, and according to Kurzius,

McCormick will source energy from Skipjack through Constellation’s CORe (Constellation O�site Renewables) retail

power product. CORe increases Constellation customers’ access to new-build renewable energy projects by removing

the signi�cant hurdles associated with traditional o�site power purchase agreements (PPAs).

Re�ecting on the deal between Constellation and RWE Renewables, Constellation CEO Jim McHugh, says, “This deal

demonstrates the collective positive impact made possible by customers who share an authentic commitment to

addressing climate change and reducing their respective carbon footprints. We take pride in providing a clean

energy solution that helps leading companies such as these take proactive steps to meeting their environmental

goals through renewable supply.”

“As one of the world’s leading renewable energy companies, we are committed to contributing to the energy

transition and helping power the U.S. economy,” says Silvia Ortín, CEO, Onshore Wind and PV, RWE Renewables. “Our

Big Star solar facility is well-placed to provide Constellation and its major commercial customers with a supply of

green energy for their operations.”

SMITHFIELD COMPLETES SYSTEMS IN MISSOURI

Smith�eld Foods and Roeslein Alternative Energy (RAE) are soon marking the 10 year anniversary of their joint

venture, called Monarch Bioenergy, to implement renewable natural gas (RNG) technology on most of Smith�eld’s

company owned farms in Northern Missouri. They plan to have most implementations up and running before their

ten-year anniversary.

The technology captures methane emissions and converts them into carbon-negative RNG to power homes, vehicles

and businesses.

“As one of the world’s leading renewable energy companies, we
are committed to contributing to the energy transition and
helping power the U.S. economy.” 
— Silvia Ortin, CEO, Onshore Wind and PV, RWE Renewables

Construction of the approximately $150 million project o�cially began in 2014, three years after RAE and Smith�eld

�rst had the idea to embark on the joint venture. The proprietary processes that emerged from the project create

carbon-negative RNG at a rate of approximately 800,000 dekatherms annually. A dekatherm is a unit of energy that is

equal to one million British thermal units or 10 therms. Dekatherms measure the actual heating value of a speci�c

volume of natural gas.

“We are delighted to reach this exciting milestone, which is a signi�cant step toward ful�lling our commitment to

implement this transformative, cutting-edge technology on the vast majority of our �nishing farms in multiple

states,” says Kraig Westerbeek, vice president of Smith�eld Renewables for Smith�eld Foods. “Our Monarch

Bioenergy manure-to-energy projects are making a signi�cant environmental impact, and remove 25 times more

emissions from the atmosphere than are emitted during the clean energy’s end use. Because of this, they are key

projects in our Smith�eld Renewables portfolio of innovative renewable energy and carbon reduction e�orts across

our operations.”

In addition to generating renewable energy, Monarch Bioenergy has planted hundreds of acres of prairie grass,

providing ecological services and wildlife habitat across the state. Beyond the ecological aspect of regenerating

prairies that have been damaged by poor farming practices, Monarch is also exploring harvesting prairie plants to

create biomass for RNG production—a win-win for saving the prairie and using it to create energy as well.

The Monarch joint venture supports the companies’ respective sustainability goals, including RAE’s goal to restore

30 million acres of land to native prairie plants strategically located around waterways, streams, rivers and highly

erodible lands and Smith�eld’s goals to become carbon negative in U.S. company-owned operations and reduce GHG

emissions 30 percent across its entire U.S. value chain by 2030.

Both RAE and Smith�eld have been looking at the prospect of additional manure-to-energy projects in Arizona,

California, Colorado, Iowa, North Carolina, Texas, Utah and Virginia. FE

Regulatory
WatchFDA upgrades its CFSAN education
resource library
The FDA has upgraded its Center for Food Safety and Applied Nutrition (CFSAN) Education Resource Library to allow

users to locate information faster and easier.

The online library provides consumers, industry, educators, dietitians, health professionals and regulators with a

catalog of more than 350 printable educational materials and videos on topics related to food safety, nutrition

(including labeling and dietary supplements), agricultural biotechnology and cosmetics. Design upgrades to the

library include a cloud-based interface and key word search function.

Other library features include: 

• Library materials are free of charge and available in PDF format for immediate download.

• Most library materials are available in both English and Spanish.

• Some print materials can be ordered and shipped individually or in limited quantities.

• The FDA can only ship print publications to customers located in the United States or U.S. Territories. 

• Assistance is available if users have a problem processing their order by sending an email to

CFSANPublicationRe@fda.hhs.gov. 

The library upgrade coincided with the start of National Food Safety Education Month, which is observed every

September to spotlight foodborne illness prevention. Throughout the month of September and beyond, the FDA

and other federal public health agencies have shared resources like this library to help promote safe food handling

practices among consumers and industry to prevent the spread of foodborne illnesses. FE
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NEWS

Manufacturing
People & Industry

Jairo RodriguezKelly DiamondRicha DesaiRobert PyleDavid SennGarland Smith

STELLAR, a fully integrated �rm focused on design, engineering, construction, refrigeration and mechanical

services worldwide, welcomed GARLAND SMITH as a business developer in the company’s Food Logistics division.

Before joining Stellar, Smith spent 20 years in the construction industry, with most of his career as a senior

manager directing and overseeing projects.

STONHARD promoted DAVID SENN to the position of director of global accounts. He has been building

relationships with Stonhard customers worldwide since 2011. Senn will continue to handle accounts directly as well

as oversee a team of global account managers.

GRAHAM PACKAGING appointed ROBERT PYLE as its new president and CEO. Pyle joins Graham, and is

succeeding interim CEO Doug Owenby, who will return to his role as chief operating o�cer of the company.

Owenby served in the interim after former CEO Michael King left in March 2021 to become CEO of Graham’s sister

company, Pactiv Evergreen.

In another announcement, GRAHAM PACKAGING named RICHA DESAI as its new director of sustainability. In this

role, she will support and drive company-wide sustainability initiatives including the development of goals,

policies and programs that promote e�cient, cost-e�ective products, technologies and operations.

BERNER FOOD & BEVERAGE LLC named KELLY DIAMOND vice president of operations. She has experience in

operations and cross-functional collaboration, having spent nearly 10 years at Dean Foods, plus positions at

Woodward Inc. and Anderson Packaging Inc.

In a management change at MULTIVAC, JAIRO RODRIGUEZ has assumed the managing directorship of the two

subsidiaries, MULTIVAC Centroamérica y Caribe S.A. (Costa Rica) and MULTIVAC Dominicana, S.R.L. (Dominican

Republic), as well as the management of the branch o�ces in Guatemala and Panama.

KUECKER PULSE INTEGRATION welcomed RYAN MEAD as its executive vice president, general counsel. Mead

joins the KPI family with more than 15 years in the �eld of law with expertise in business and corporate law,

representing clients in all stages of their business.

KEMIN INDUSTRIES, a global ingredient manufacturer, has selected REBECCA LUCAS to serve as director of

research and development for its human nutrition and health business unit. Lucas previously spent ten years at

Kemin, building expertise in the company and its industries through roles in R&D, marketing and strategic

acquisition.

AFRESH TECHNOLOGIES, an AI-driven technology company building fresh food supply chain solutions, announced

the addition of BOSKY DALAL to its technical leadership team as director of data engineering. Dalal will head the

company’s data engineering functions, including continuing to build the team of data engineers and analysts.

FLAVORMAN, a beverage development company, announced that SCOTT WEDDLE and PETER EBERLE have been

named chief operating o�cer and chief strategy o�cer, respectively. The move comes ahead of the company’s

milestone 30th anniversary in 2022. Weddle formerly served as director of business development, and Eberle joins

the Flavorman team with an extensive career in successfully leading multimillion-dollar companies through critical

growth and development periods.

SCHUNK promoted MICHAEL GAUNCE to vice president of sales, toolholding and workholding. He joined SCHUNK

in 2012 as a sales support engineer with a background in the specialized industry or magnetic workholding and

material handling.

 IndustryNews
CPM HOLDINGS INC., a global supplier of process equipment, services and technology, announced the acquisition

of BLISS INDUSTRIES LLC. Founded in 1981, Bliss is a manufacturer of hammer-mills, pellet mills, counter-�ow

coolers, and peripheral equipment for the biomass, pet food and animal feed industries. Bliss is headquartered in

Ponca City, Okla.

SCHENCK PROCESS GROUP has reached an agreement to acquire SOLIDS HANDLING AND PROCESS
ENGINEERING CO. LTD., a supplier and specialist in providing powder handling and powder processing solutions

located in Bangkok, Thailand.

PSSI, industry food safety and contract sanitation provider, signed a de�nitive agreement to acquire SAFE FOODS
CORPORATION, a food safety performance management company and global leader in antimicrobial technology.

Safe Foods will remain an independent subsidiary within the PSSI family of companies.

BÜHLER, CARGILL, GIVAUDAN and PURIS have joined forces to help accelerate start-ups that are innovating in

plant-based proteins. Together, they have created the SCALE IT UP INNOVATION CHALLENGE with the aim to

bring sustainable, protein food products to market more quickly. The four participating companies are all active

in the production of sustainable, plant-based protein food products to meet evolving consumer needs, each

focusing on di�ering parts of the value chain and each bringing their unique expertise to the challenge. The

Challenge will provide resources, mentorship and expertise to the challenge winners.

FLEXICON CORPORATION has expanded manufacturing space by 50,000 sq. ft. (4,645 sq. m.) in its Bethlehem,

Penn. facility to meet increased demand for its bulk handling equipment and systems. The new space is slated

primarily for warehousing of sub-assemblies, crating and staging of assembled equipment.

Canadian-based EXCHANGER INDUSTRIES has announced the acquisition of HRS HEAT EXCHANGERS, supplier of

heat exchangers and custom process systems across the environmental, food, beverage and pharmaceutical

sectors. The two companies will continue to operate separately.

BANNER ENGINEERING, has launched a partnership with AMAZON WEB SERVICES (AWS) and expanded the range

of its IIoT  solutions in the AWS marketplace by certifying multiple products to be compatible with AWS IoT Core.

ERIEZ has doubled the space of its Eriez Service and Repair Center, located near the company’s corporate

headquarters in Erie, Pennsylvania, which will lead to improved turnaround times for in-house repair and rebuilds

of even the largest equipment.

ATS AUTOMATION TOOLING SYSTEMS INC. announced the acquisition of BLSG AG, a consulting company

specializing in process engineering and operational excellence.

   PlantOp
AMERICOLD will expand its refrigerated warehouse in Russellville, Ark., investing $84 million to add 131,000 sq.-ft.

of warehouse space.

LABATT BREWERIES is investing $119 million to expand its facility in Edmonton, Alberta. The expansion includes

new warehouse space and a ready-to-drink building.

SUNOPTA will build a new plant-based beverage facility in Midlothian, Texas, near Dallas-Fort Worth. Expected to

be operational in late 2022, the facility will be sized at 285,000 sq.-ft., with the ability to be expanded to 400,000

sq.-ft.

DELI STAR CORPORATION, provider of cooked proteins, will build a new production facility in St. Louis, Mo. to

replace the old building in Fayetteville, Ill., which was destroyed by �re in February 2021. Of the 104,080-sq.-ft. new

facility, 94,080 sq.-ft. will be dedicated to production; the facility will be completed early in 2022.

TYSON FRESH MEATS (Columbus Junction, Iowa) is investing $15.4 million to upgrade its pork production line,

creating 10 jobs.

MONOGRAM FOOD SOLUTIONS will invest $13.9 million to modify its snack foods facility in Denison, Iowa, adding

new production lines. The plant was purchased from Quality Food Processors.

CITY BREWING COMPANY, co-manufacturer of low-alcoholic beverages, started production on a new line at its

Irwindale Brew Yard in California. This marks the opening of its second production line, with another line

scheduled for January 2022. By next year, the brewery expects to reach initial capacity of approximately 55 million

24 x 12-oz cases per year, as well as capacity of 110 million cases per year within the next �ve years

GREY GHOST BAKERY, a made-from-scratch cookie baking company, announced plans to expand operations in

Charleston, S.C. The $395,000 investment will create 25 new jobs.

GENERAL MILLS plans a $28 million expansion to its Sharonville, Ohio, cereal facility, updating its building and

equipment and creating 33 jobs.

LAMB WESTON plans to spend $415 million to expand its French fry facility in American Falls, Idaho. The

expansion adds 150 jobs and is expected to be complete in the summer of 2023. FE
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Food

Anti-counterfeiting  measures will increase in demand due to g rowth in e-commerce and g reater quantity of  counterfeit products due to

g lobal trade restrictions. Photo courtesy of IHMA

The global market for anti-counterfeiting , brand protection and security packaging is currently worth an

estimated $3.24 billion, with market value forecast to increase at a CAGR of 5.6% for than $4.26 billion by 2026,

according to research �rm Smithers.

COVID-19 has led to an increase in the quantity of counterfeited products in many parts of the world, due to

restrictions in global trade. This, coupled with the huge growth of the e-commerce industry in 2020, has increased

demand for anti-counterfeiting and brand protection solutions.

Key growth areas include pharmaceuticals and luxury goods, and track-and-trace solutions are one of the best

performing technological sectors, as supply chain transparency has become a steadily more important issue for

brand owners.

The International Hologram Manufacturers Association (IHMA) commented on The Future of Anti-Counterfeiting,

Brand Protection and Security Packaging to 2026 report. Growth in packaging security devices appears “strong and

potentially lucrative,” the IHMA says, in the face of a report that predicts increasing incidences of global

counterfeiting alongside heightened awareness of tracing technologies.

The demand for anti-theft, product authentication, tamper-evidence and track and trace components will continue

to grow even in static U.S. and European markets for packaging.

Security devices such as holograms on packaged goods can ensure quality and check the distribution and smuggling

of illicit products while items not displaying them can be seized and destroyed.

Anti-counterfeiting use rises for
packaging security

Endorsed by the American Cannabinoid Association, ACS Laboratory launches its T ested Safe Certi�ed Seal Prog ram to elevate industry

standards and consumer trust. Photo courtesy of ACS Laboratory

ACS Laboratory, the largest state-of-the-art testing facility in cannabis and hemp testing in the eastern U.S., has

launched a proprietary and trademarked Tested Safe Certi�ed Seal program, which is endorsed by the American

Cannabinoid Association.

The Tested Safe Certi�ed Safety Seal is a physical symbol that products passed the strictest testing guidelines in the

U.S. by an award-winning medical-grade laboratory. Unlike a mandated QR code that links to a Certi�cate of Analysis

(COA) with detailed test results, the seal shows visual proof at a glance that consumers can trust a brand.

The trademarked seal signi�es that hemp or cannabis products are backed by veri�ed test results at an ISO-

accredited, DEA-registered facility; free from contaminants, pesticides and solvents; accurately labeled; and safe to

ingest.

ACS Laboratory developed a unique testing protocol and Certi�ed Seal for each hemp and cannabis product. The

Seal is not a generic icon; it  is backed by a series of customized tests to match the strictest standards based on

state and federal laws, as well as ACS Laboratory's recommended tests to elevate industry standards.  

The lab testing scope of services include potency testing for 21 cannabinoids, 38 terpene pro�les, 42 residual

solvents, screening for 105 pesticides, moisture content, water activity, microbiology panels, heavy metals

screening, �avonoid testing for 16 pro�les, micronutrient testing, mycotoxins, Vitamin E acetate, shelf life &

stability, plant regulators (PGRS), PAH testing and Pharmacokinetic Studies (PK) aka human trials.

ACS Laboratory Elevates Industry
Standards with Tested Safe Certi�ed
Seal Program

Colg ate-Palmolive India is

producing  100% recyclable

toothpaste tubes created by

EPL Ltd. Photo courtesy of

Colgate-Palmolive India

Colgate-Palmolive India
revises toothpaste tube for
recyclability
EPL Ltd. (formerly Essel Propack Ltd.), a specialty packaging company,  partnered with

Colgate-Palmolive India to produce Recyclable Platina Toothpaste Tubes in India. This

�rst set of recyclable tubes is the starting point for converting to 100% recyclable tubes

for Colgate-Palmolive.

EPL is committed to bringing world-class tube packaging innovation to address growing

requirements of customers on sustainability. The �rst-of-its-kind Recyclable Platina

Tubes for Colgate-Palmolive still holds superior functionality and doesn't compromise on

key product attributes and e�cacies.

This innovation was enabled via EPL’s Association of Plastic Recyclers, USA (APR)

approved 100% recyclable and fully recyclable Platina Tubes to pack Colgate Active Salt

and Colgate Vedshakti, with other brands in the portfolio to follow.

Platina, an eco-friendly laminated tube, was designed by EPL to deliver source reduction and recyclability without the

loss of any barrier properties. This o�ers product stability and durable shelf life of the package. Platina tube is

especially suited for oral and beauty & cosmetics products. Platina tubes and caps are certi�ed as 100% recyclable

by The Association of Plastic Recyclers (APR) and RecyClass European certi�cation for 'Code 2' (recycling), making it

the �rst specialty packaging tubes and caps to be recognized as 100% recyclable, globally.

KM Packag ing ’s new bioplastic C BAG provides a compostable

alternative for produce packag ing . Photo courtesy of KM Packaging

Bioplastic produce
bags o�er
compostability
The bio-plastic C-Range products from KM Packaging

have been developed in partnership with Treetop

Biopak, specializing in providing innovative

compostable packaging solutions. The C BAG, part of

the range, has similar properties and look and feel as

conventional plastic.

The C BAG has features including home

compostability, non-GMO raw materials, meets Soil

Association Standard for packaging materials, very

good impact and puncture resistance, water

resistance, suitable for manual and automatic bagging

lines, good material perforation for produce freshness

and printable.

Customers can compost the bag at home, including any vegetable leftovers, which will accelerate the bio-

degradation process.

The bioplastic C-Range products from KM Packaging have been developed in partnership with Treetop Biopak,

specializing in providing innovative compostable packaging solutions. The bio-plastic packaging materials includes

shrink wrap, stretch wrap, adhesive tape and bags. FE
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PRODUCTS

Must See
Inspection/X-ray

equipment

PRODUCT

FOCUS

LINDAL GROUP

Spray pattern diagnostics

WIPOT EC-OCS

Quality control system

COGNEX CORPORAT ION

3D inspection system

EAGLE PRODUCT  INSPECT ION INC.

Fat analysis/inspection equipment

GEA

Twin extruder

SPIROFLOW SYST EMS INC.

Totally enclosed conveyors

CHARLES ROSS & SONS

Vertical vacuum dryers

APEX MOT ION CONT ROL

Automated tray management

HRS HEAT  EXCHANGERS

Direct steam injection

T HERMO FISHER SCIENT IFIC

Salmonella testing
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SAFETY

Food

 Photo courtesy of

Getty Images / co�eekai

Understanding  the role of

auditors is critical to an

e�ective food safety

strateg y.

Third-party audits are a fact of life in today’s food processing industry. 

The expectation within the industry is that processors can provide their customers with proof that they have met

the requirements of a third-party food safety audit. Of course, there are other audits that processors have to deal

with including kosher, halal, organic and inspections by suppliers. 

The latter are part of the quality management system for many processors. These operations want more than a

Global Food Safety Initiative (GFSI) audit. They may not trust those audits or they might believe that their suppliers

are deemed high risk, and, therefore, deserve special attention.

The Food and Drug Administration (FDA) has the right to conduct an investigation of a facility at any time it is

operating. Each and every processor should realize that the FDA is changing to system audits as opposed to the

traditional checklist investigation. Investigators are now conducting audits that examine the processor’s food safety

management system (FSMS) and asking/challenging the operator to not only explain what they are doing to ensure

the production of safe foods, but defend their programs.

However, the focus of this piece are audits conducted under the GFSI aegis or other certi�cation schemes, including

those conducted by the United States Department of Commerce (USDC) for seafood processors. These audit

schemes are voluntary. The food processor has the option of selecting one of the GFSI audit schemes (SQF, BRC, IFS

or FSSC 22000), whereas the seafood processor may select to be audited and certi�ed under the USDC Seafood

Inspection Program (SIP). The processor should look closely and each of the four GFSI audit schemes noted above.

Among the factors that should be factored into the selection process are:

• Will the audit scheme can help the company in their quest for continuous improvement?

• Will the audit scheme focus on evaluating e�cacy of the company programs or will it  be a checklist audit?

• Can your company meet the elements of the audit scheme?

• Are the audit elements clear, understandable and readily available to both the auditor and auditee?

• Does the audit scheme contain prescriptive elements that will force the company to change what they do to certain

elements?

Next step is to select a certifying body. There are many di�erent organizations that o�er these services. Prior to

beginning the search, the HACCP team or food safety team should sit down with management to determine what

they want in a certifying body. The four elements mentioned above should be considered as part of the process. It is

a good idea to select an organization that has been approved by the FDA.

Treat audits as an opportunity to improve operations

Challenge your auditor

There are many different org anizations that offer certif ication services. Prior to beg inning  the search, the HACCP team or food safety team

should sit down with manag ement to determine what they want in a certifying  body. Photo courtesy of Getty Images / Traimak_Ivan

One factor that should be considered is how the company’s people work in the plant and the overall experience.

Does the company have experience with your products? Remember the Peanut Corporation and its salmonella

problems? The person who conducted one of the audits of the plant did not quite understand the issues with

peanut butter and salmonella despite previous outbreaks in Australia with Kraft product and in the U.S. with Con

Agra’s Peter Pan peanut butter.

This is and remains a problem with auditing some of the International Organizations for Standardization (ISO)

audits. Some ISO auditors feel that they can audit anything whether they have experience in an industry or not. The

following is what the Peanut Corporation auditor said after the problems surfaced:

“I never thought that this bacteria would survive in the peanut butter type environment. What the heck is going

on??”

Well, salmonella might not grow in peanut butter, but it surely will survive. It is also a good idea to look for a

company whose auditors have the ability to understand and evaluate whether programs are e�ective. Next, look for

a company that has a reputation for being fair and understands that the role of the certifying body is just that;

evaluate a company’s operation and ensure that what their doing is properly documented and e�ective. Audit �rms

should not act as consultants. It  is perfectly acceptable to generally discuss programs and how they might be

improved, but it is not appropriate for the �rm to tell a company that they should be doing something else. This is

also why it is a good idea to look for an audit scheme that is not prescriptive. So, what does this mean?  Let’s look at

some examples.

It is expected that a processor should have a pest control program. There are many elements that make up such a

program one of which is the placement of live traps or glue boards within a plant. If the pest control program is

e�ective based on the results of monitoring, should the company be written up for having these live traps located

every 75 instead of every 50 feet?  Look to the results of monitoring and corrective actions. If the results indicate

that the company has had no rodent issues, the program must be working.

Audit �rms should not act as consultants. It is perfectly
acceptable to generally discuss programs and how they might
be improved, but it is not appropriate for the �rm to tell a
company that they should be doing something else.

There is another trap that all too many auditors fall into and that is how they look at the many guidance documents

that the USFDA has developed. There are guidance documents for seafood, “Fish and Fishery Products: Hazards and

Controls, 4th Edition,” (https://www.fda.gov/food/seafood-guidance-documents-regulatory-information/�sh-and-

�shery-products-hazards-and-controls); and for juice, “Guidance for Industry: Juice Hazard Analysis Critical Control

Point Hazards and Controls Guidance, First Edition,” (https://www.fda.gov/regulatory-information/search-fda-

guidance-documents/guidance-industry-juice-hazard-analysis-critical-control-point-hazards-and-controls-guidance-

�rst).

These are just what is stated in the titles: guidance documents. They o�er food processors guidance for best

practices and the USFDA’s thoughts on di�erent potential hazards and how they may be controlled. They are not

mandates and no auditor should ever write up a company for not strictly following what is described in the guidance

document.

The last point that a company should look for is whether the audit �rm has an appeals process. The auditor is not

always right in how they interpret things. If a company disagrees with an auditor’s �ndings or observations, there is

nothing wrong with challenging him or her. And, if a company believes that an audit �nding is wrong, they should be

able to not only appeal but have that appeal properly addressed.

Let’s look at another example of an auditor being unclear on the concept. A processor of syrups which are high in

sugar (60° brix) and have a pH of approximately 4.0 was written up for not having an environmental monitoring

program. The company not only provided product speci�cations but shared challenge study data with the auditor

which clearly showed that these products were not only bacteriostatic (inhibitory to pathogens) but bacteriocidal

(lethal to pathogens.) The processor even shared the citation in the Preventive Controls for Human Food Regulation

found in 21 CFR Part 117.130:

“The hazard evaluation required by paragraph (c)(1)(i) of this section must include an evaluation of environmental

pathogens whenever a ready-to-eat food is exposed to the environment prior to packaging and the packaged food

does not receive a treatment or otherwise include a control measure (such as a formulation lethal to the pathogen)

that would signi�cantly minimize the pathogen.”

The company appealed to the home o�ce and got their points back. What was somewhat ironic about this is when

the audit �rm came back a year later, the auditor wanted to write them up for the same thing. This time the

company said, “You are wrong. Contact your company.” The auditor did and the answer was the same as the previous

year.

So, the objective of third-party audits should be continuous improvement of a company’s food safety management

system. This should be one of the major considerations when selecting an audit scheme and a certifying body. No

one really likes the way an audit has the potential to disrupt operations, but when the audit treated as a means of

improving operations, it  is in�nitely more palatable. And, do not be afraid of challenging an auditor. They are not

always right. FE
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SUSTAINABLE
PLANT OF THE YEAR
Our 2021 award goes to Cuisine Solutions and Stellar

for their sous vide facility in San Antonio, Texas

News �ash: It gets hot in San Antonio.

That wouldn’t normally be newsworthy. But in the case of Cuisine Solutions and its 315,000-sq.-ft. sous vide facility, it

is newsworthy, because the climate in San Antonio creates a number of challenges when it comes to designing and

operating a food plant in an energy e�cient manner—especially one that would normally use a lot of water.

Overcoming those challenges is part of the reason that Cuisine Solutions and its design-build partner Stellar are

honored with the 2021 Food Engineering Sustainable Plant of the Year award. But it ’s not the only reason.

Throughout the entire site—from the parking lot all the way through the production process to the point �nished

product is shipped out the door—sustainability is a focus.  

Start outside, with the giant solar panels in the parking lot. They’re part of the company’s commitment to the

communities it ’s a part of, in this case San Antonio’s Big Sun Community Solar Program. The solar panels are the

largest solar installation in San Antonio and feed energy into the power grid for use by city residents. They serve a

dual purpose by covering parking spots, which allows employees and visitors to park under shaded areas instead of

having to leave vehicles in the blazing sun. (For those who drive electric vehicles, charging stations are available

under the solar panels as well.)

CASEY LAUGHMAN, EDITOR-IN-CHIEF

All photos courtesy of

Matthew Niemann / Matthew

Niemann Photography

T he cooking  process beg ins

with meat passing  throug h

ovens that sear the outside

and leave g rill marks as

desired. 

“The provider puts the solar panels up, anyone can buy into it and pretty much anyone can purchase that solar

panel and that power going back into the grid,” says Justin Landowski, design project manager, Stellar. “When you

realize that the community can also participate in the program, it reemphasized that being part of the community

is important to Cuisine. To not only go into a place, but to give back to the community because they emphasize

their workforce quite a bit.”

That focus on workforce and community helped shape the design, construction and operation of the plant. Combine

it with a goal to build a plant that would run a water- and energy-intensive process in a sustainable way, and the

result is a cutting-edge plant that sets the bar for what a sustainable operation can be.

LAYING THE GROUNDWORK

Operating in a sustainable manner is one thing. Building a sustainable site is something else entirely. The plant is

located on a 23.7-acre site that is part of the Brooks City Base, which used to be the Brooks Air Force Base. The

location o�ered a number of advantages, including water and power infrastructure, a workforce that met the

company’s needs and air travel options that make it convenient to get back and forth from Cuisine Solutions’

headquarters in the Washington, D.C. area. But there was a problem.

“San Antonio is home to notoriously expansive soil, which swells and weakens when wet,” says Brad Johnson, project

manager, Stellar.

Solar panels in the parking  lot

and native veg etation are part

of  the facility's sustainability

prog ram. T he black and red

color scheme was used

prominently to promote the

plant as a �ag ship facility for

Cuisine Solutions.

To combat that, the entire site was undercut by seven feet and �lled with 11 feet of �ll dirt to establish a stable

foundation. Once that was complete, the focus turned to how the building and the site would be developed,

designed and built to represent the company’s priorities. In addition to the solar panels, other sustainability

priorities of the site were designed and implemented, including extensive stormwater mitigation and native

vegetation. The aesthetics were important as well; the front entrance is a sleek, modern design using the company’s

black and red color scheme to grab the attention of anyone who comes to the site.

“They wanted that building to re�ect the way they like to treat their employees,” says Landowski. “This is their

�agship. They wanted to be, and they should be, proud of that facility and they wanted their employees to feel the

same way.”

That philosophy extends throughout the facility, as employee safety and ergonomics were a top-of-mind

consideration in each aspect of the building. Welfare spaces are designed to be comfortable and welcoming for

employees who are on breaks or lunch. Workspaces are designed for safety and cutting down on repetitive motion

as much as possible.

“There are rooms that go from minus 13 to 50 degrees and

anywhere from 50 degrees to probably ambient. It's all part of

getting the entire plant balanced out.”

—Brad Johnson, project manager, Stellar

TRUSTING THE PROCESS

The outside, aesthetics and employee areas are obviously important. But the plant is the world’s largest sous vide

facility, with a maximum capacity of 360,000 pounds of product per day, so the production process is critical to

meeting both production targets and sustainability goals.

“Everything's got its challenges,” says Johnson. “There are rooms that go from minus 13 to 50 degrees and anywhere

from 50 degrees to probably ambient. It 's all part of getting the entire plant balanced out.”

Identifying those challenges and building the process in a way to meet them was a primary focus. The plant runs

both meat and egg products, and needs di�erent packages and processes for speci�c versions of those products.

The production processes are highly automated, with failsafes in place that allow for product to be removed from

the production line, cooled, and brought back into production later if needed. Lines can also be quickly adapted to

go from meat to eggs or vice versa, and conveying lines for cooked meat products include sections that can be

swapped out for installing slicers as needed.

Meat passes throug h the ovens

for searing  and g rill-marking ,

then moves on to the conveying

system to continue throug h the

process.

The design of the process is important. But the actual operation is critical to meeting both production targets and

sustainability goals.

“We make sure that all safety protocols are followed for �rst and foremost,” says Jim Oko, director of process

development, Stellar. “But also, how are you going to operate this stu�? You know, are valves easily accessible, is

automation where it needs to be, is IT  communicating with all the vendors and all that good stu�?”

Once those questions are answered, the day-to-day operations become the most important aspect of meeting

goals. The design and operating strategy matter, but if employees and supervisors aren’t focusing on carrying that

strategy out in the proper way, then meeting both production and sustainability goals becomes a challenge.

Both meat and eg g  products

are vacuum packed in

plastic, then conveyed and

loaded into the sous vide

cookers.

“I would say that the No. 1 focus is that we are dedicated to reducing and eliminating sources of waste,” says J.R.

Malena, vice president of operations, Cuisine Solutions. “In terms of the sustainability piece, we're making sure here

from an operational standpoint that things are running only when they need to run. For example, the freezers, any

water systems, we're not leaving anything just kind of on and operating as we're going through the day. We've got our

supervisors, our managers trained for proper startup and shutdown processes in each area. And having a good start-

up checklist and a good shutdown checklist really keeps us on point with making sure that we're not consuming more

resources than we should.”

The cooking in the plant is a resource-intensive process. Raw meat is seasoned, seared and chilled, then vacuum-sealed

and passed through the sous vide process, which uses water to bring the product inside the packages to a precise

temperature before being cooled by water and conveyed to a spiral freezer. The sous vide process is similar for egg

products; the difference comes on the front end of the process, where the eggs are mixed and deposited into vacuum

packages before entering the sous vide cookers.

While the process is highly automated, operators are still monitoring, adjusting and adapting based on operating

parameters. To do so effectively, Malena and his operations team focus on constant, effective communication between

departments to keep everything running the way it should.

“We're not bulking our day with we have to meet about a meeting to have a meeting,” says Malena. “The department

heads get together for 20 to 30 minutes maximum every single day and communicate what the issues are, what things

went well yesterday, what didn't go well yesterday and what we need to do moving forward to really keep today going

well and to also improve.”

T he conveying  lines at

the end of  the ovens split

to feed multiple coolers,

where the meat is chilled

before being  packag ed

and cooked via sous vide.

USING DATA EFFECTIVELY

Communication is critical to effective operations, but so is data. As the mantra goes, you can’t manage what you don’t

measure, and Cuisine Solutions and Stellar wholeheartedly embrace that.

“There are meters for air, water, steam, you name it,” says Oko. “They can monitor their usage, and see how one

operation is compared to the other, they can use that information to compare it to their other plants. So they can

take the findings that they're learning from improvement here, and then put them into either future projects or their

past projects and improve.”

The sous vide process is inherently water-intensive, so monitoring that usage is critical. The benefit to sous vide is that

it facilitates water reuse because the water is passing over sealed packages, not raw product. That means less cleaning

is required for water to be reused. But if the process gets out of spec, the sheer quantity of water used spirals out of

control very quickly. An extensive monitoring infrastructure closely tracks water (and other utility) usage throughout

the plant, allowing the team to zero in quickly on a specific area if it is causing problems.

Eg g  products are deposited into

preformed cups, then sealed and

conveyed to the sous vide

cookers.

“It's not just measuring the water coming in the facility, but also at different strategic points so they can monitor and

keep a close track on their utility usage,” says Landowski.

Production data is critical as well. It ’s collected, shared between departments and used to set benchmarks and track

productivity throughout the process, to identify both areas for improvement and areas where the process is running

particularly well.

But as Malena says, it ’s important to understand what the data is telling you. When the plant started producing egg

products, it was constantly breaking records for production, but without a baseline, it didn’t really mean anything. But

when a plateau became apparent in the data, Cuisine Solutions was able to dig into what was holding back production,

and found that startups needed to be more tightly coordinated to keep production running smoothly.

T he conveyors include seg ments

that can be swapped out for

tools such as slicers as needed.

“You're typically in a factory where there are a lot of silos that

form very easily between departments and here, one of the key

objectives was to make sure that we don't have that siloed

approach in our culture.”

— J.R. Malena, VP, Operations, Cuisine Solutions

Now, when he looks at the data and sees the plant has set a record for egg production in the last month, it means

something. And it’s shared with production staff because it ’s a point of pride and a target for the next month.

“It's something that they strive for,” says Malena. “How can we get more, making sure we don't just sit back and accept,

well, yeah, we did this and we met our goals. They're always trying to break that record.”

LOOKING FORWARD

While the plant is a significant achievement from design, engineering and operating standpoints, the company isn’t

about to sit on its laurels. The company’s culture of constantly learning from and improving on past projects is evident

in this plant, and lessons learned from the San Antonio plant will help make future projects better.

That requires trust and cooperation, from the very beginning stages of design all the way through the production

process. It also requires constant communication.

T he plant was desig ned for

ease of  access to equipment

and infrastructure, as well as

providing  clear pathways for

employees, ing redients and

�nished product.

“You're typically in a factory where there are a lot of silos that form very easily between departments and here, one of

the key objectives was to make sure that we don't have that siloed approach in our culture,” says Malena.

That philosophy informed the design and planning process as well, says Landowski. As is the case with any project,

there were changes made along the way. But with a shared vision and effective communication between stakeholders,

those changes were incorporated to help ensure that the final product met the initial vision.

“It wasn't big roadblocks and, ‘oh, my goodness. We have to keep changing direction’” says Landowski. “It was more of a

slow drip. It was, ‘OK, here's some more changes we should make. Here’s some more changes.’ And we just continuously

improved the design in that manner. But the end result met Cuisine's ultimate goal.” FE

FOODENGINEERINGMAG.COM     I   OCTOBER 2021

https://www.foodengineeringmag.com/


https://www.stellar.net/


Private Label Food Makers

Rise To Today’s Challenges
From current macroeconomic conditions to the pandemic to

dealing with change, two private label food manufacturers

open up about how their companies thrive

According to the consulting �rm McKinsey & Company, which conducted several U.S. consumer surveys during the

height of the pandemic to gauge buying behavior, nearly 40% tried new products or brands with the onset of the

COVID-19 outbreak. Availability issues attribute to a good amount of the switching behavior—some branded

products were out of stock for weeks as CPG manufacturers struggled to meet sudden spikes in demand.

Private labels are a bene�ciary of this switching trend. In the �rm’s survey of more than 2,000 U.S. grocery shoppers

last year in September, nearly one in �ve said they bought more private label products during the COVID-19 crisis

than they did before it. McKinsey & Company reports that leaders at North American grocers and mass retailers say

they have seen heightened demand for private-label goods.

Why the switch? Price was the primary reason (48%) and the second was lack of availability of their preferred

national brands (26%), according to the �rm’s data.

SHARON SPIELMAN, SENIOR EDITOR

Photo courtesy of High Road Craft Ice Cream Inc.

Photo

courtesy of High Road Craft Ice

Cream Inc.

As retailers have more fun

with �avor portfolios, Chef

Phou plays around with

unexpected ing redients

such as g oat cheese,

biscuits, handcrafted jams,

chiles and g anache. 

The Hartman Group’s Louisa Edgerly, PhD, consumer insights consultant, says that brands have traditionally been a

powerful system of in�uence in consumer food culture. “For many decades, food and beverage companies have

invested signi�cant resources in building their brands, carefully crafting an image they sought to project onto target

consumer groups,” she says. “Such e�orts resulted in o�ering consumers a broad selection of unique products that

span established national brands, popular local choices, creative emerging brands … and more recently retailers’ own

private brands.”

What does this mean for today’s private-label manufacturers? To get some insight, I spoke with Keith and Nicki

Schroeder from High Road Craft Ice Cream Inc. and Mark Braun from Hispanic Cheese Makers, Nuestro Queso LLC.

Full Q&As can be found by clicking on the links below. All have been edited for style, length or clarity.

“In turbulent and uncertain times, consumers
reach for comfort and familiarity.”

—Keith Schroeder, James Beard award-winning chef and author,
and founder / CEO of High Road Craft Ice Cream Inc.  

Sharon Spielman, Food Engineering (SS): Please tell me a brief history of your company.

Keith Schroeder (KS): Nicki and I, along with another partner, co-founded the business in 2010, with our primary

focus being high-touch, luxury-tier ice cream for the culinary community (hotels, resorts, �ne restaurants, chef-

driven concepts). We expanded into the specialty retail arena with strong encouragement from a wonderful (now

retired) buyer from Central Market, Anita DeSanto, and slowly began developing a greater appetite for larger-scale

manufacturing and product development at all levels of our category. As of today, we’ve been on the Inc. 5000 for the

last six years running and are the fastest-growing independent ice cream manufacturer in America. We have over 100

employees covering two locations—one in Metro Atlanta and one in Sheboygan, Wis.

SS: Do you see a correlation between private label sales and our current macroeconomic conditions?

KS: Yes. In turbulent and uncertain times, consumers reach for comfort and familiarity. Additionally, we’ve seen

massive investments of time and talent at our retailer partners—relative to the premiumization of private label.

Some of the most talented retail professionals reside in the “Own Brand” side of the business today. It ’s exciting for

manufacturers and retailers.

SS: How has the pandemic a�ected the way you do business (if it has)?

KS: The pandemic forced us to double down on our commitment to building great teams. In addition to the

pandemic, we concurrently adapted to changing socio-economic and socio-political realities by doing more listening

than talking. Together with our teams, we navigated the past 18 months or so with priority on creating a great

culture, focusing on our core vision: making great craft products at scale.

SS: Have you had to do anything di�erently (on the production line or otherwise) as private label and in-house

brands have risen in the marketplace?

KS: We’re steadily increasing capacity and capabilit ies across both plants. Our goal is to more than double

production capabilit ies by reset in 2022. We’ve also added liquid nitrogen hardening capabilit ies, which has made the

Atlanta plant far more nimble.

Nicki Schroeder (NS): We’ve also created exciting novelties, like our Ice Cream Stu�ed Cookie Dough Bites and single-

serve sandwiches that are perfect for “grabbing and going.”

“With ever-changing supply chain challenges,
we've had to build a robust bench of partners to
work with.”

—Nicki Schroeder, co-founder and chief brand o�cer at High Road
Craft Ice Cream Inc.  

Photo courtesy of High Road Craft Ice Cream Inc.

In turbulent and uncertain times, consumers reach for comfort and familiarity in store. Hig h Road o�ers a full line of  comfort ice cream in

their own brand as well as for private label. 

SS: When it comes to production, what are the biggest challenges you face as a private label manufacturer? How

do you overcome these hurdles?

KS: Our largest challenges typically stem from the �rst dance with our private label partners, where we

collaboratively adopt a fresher, just-in-time (JIT ) production cadence. In the interest of becoming the best of the best

private brand partner, we prefer constant steady production over massive inventory builds. It  creates more “nail-

biter” situations in the early days of the relationship but always proves out when the end products consistently thrill

the consumer.

NS: With ever-changing supply chain challenges (liquid nitrogen, paperboard, corrugated boxes) we’ve had to build a

robust bench of partners to work with so that we would deliver on time to the best of our abilit ies.

SS: What is the biggest change you’ve seen as a private label food manufacturer over the last 10-15 years?

KS: We’re relative sophomores to this game. We’ve been in the private label game very selectively, and love what we

see—the attention to culinary integrity and focus on our emerging immigrant landscape—across nearly all retailers.

It ’s an exciting time to be in the food business.

NS: We’re seeing retailers have more fun with the �avor portfolios. Unexpected ingredients like goat cheese, biscuits,

handcrafted jams, chiles and ganache are being added to private label o�erings.

SS: If you had a crystal ball, how would you see the private label/in-house marketspace in the next 10 years?

KS: I think the U.S. will more resemble Europe, where there are more tiers of outstanding private branded products

—and where the consumer begins to realize that if they see the product on a billboard or in a Super Bowl ad, that

the private label analog/manufacturer probably can focus on putting those dollars into delivering a best-in-segment

product—and therefore will be better than the competition, not simply a generic analog.

SS: Anything else you would like to add?

KS: We want to become a billion-dollar good food company—across all packaged treats (sweet for now). Why not put

that ambition out there? We also want to be the best employer in our industry—with a very intentional focus on

culinary and cultural diversity.

NS: We want to continue to be big wave surfers in the food industry and push what we are capable of accomplishing

with our team and our partners.
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“Nuestro Queso” translates

to “our cheese,” an

acknowledg ment of  the

sense of  ownership, pride

and passion the company

strives to communicate to

its customers. 

Sharon Spielman, Food Engineering (SS): Please tell me a brief history of your company.

Mark Braun (MB): Hispanic Cheese Makers-Nuestro Queso LLC (HSM), headquartered in downtown Chicago, is a

premier manufacturer and marketer of premium private branded natural Hispanic cheeses. The company is skillfully

positioned to target the growing appetite among consumers for authentic Hispanic cheeses.

HSM owns and operates one of the most sustainably advanced Hispanic cheese production facilit ies in the country. It

is a fast-growing co-pack and private label production business that is taking advantage of the growing needs and

demand from retailers, distributors, food service providers, at home meal companies and other manufacturers to

feed the appetite for authentic Hispanic cheeses. The company manufactures for prominent national and regional

retailers under their own brands.

“Nuestro Queso” translates to “our cheese,” an acknowledgment of the sense of ownership, pride and passion we

strive to communicate to our customers. Our vision is to be the leading preferred dairy producer of Hispanic cheese

and dairy products for brand owners. We strive to accomplish these ambitions while enhancing sustainable value for

our stakeholders. We are a trusted supplier to major retailers, distributors and foodservice companies as their co-

pack and private label partner.

Nuestro Queso seeks to delight its customers with, taste, innovation and unparalleled service by delivering

consistent quality. In this regard, the company was recognized and honored in March of 2015 with an award for

Business Excellence. In January 2018, HCM earned its SQF Level III – Food Safety and Food Quality designations as part

of its broader food safety and quality programs initiatives. The company was previously featured in Food Engineering

Magazine for its extensive investments in a variety of sustainability initiatives.

“We have invested heavily in automated
equipment to not only shift reliance from labor
to capital, but also to further improve all of the
quality systems that private brands require."

— Mark Braun, president of Hispanic Cheese Makers, Nuestro
Queso LLC  

SS: Do you see a correlation between private label sales and our current macroeconomic conditions?

MB: Yes. I explain the connection to these top macroeconomic factors as follows:

• The initial demand shock that shifted food consumption or “stomach share” from foodservice to retail created a

signi�cant shift in demand to the more tradition retail channel. The retail channel is inherently consumer driven and

more in�uenced by brands than say, a restaurant. This shock also provided a boost to many retailers who have their

own private brands. Further, it  gave rise to retailers who were considering adding this category to their private

brand portfolio more incentive to add the faster growing Hispanic cheeses to their portfolio.

• The shifts to “stay at home” accelerated the home-meal kit companies such as Blue Apron, Home Fresh, Hello Fresh,

Green Chef and a host of others. These companies were suddenly far more relevant as families would cook from

home with added convenience. This actually created a new channel of business.

• The rise of the celebrity chefs and the introduction, demonstration and uses of authentic Hispanic cheeses. Their

popularity introduced the masses to the relevance, traditions, and origins of Hispanic cheeses. Where traditional

cheese makers o�ered their version of a “Mexican Blend,” which was nothing more than a shredded cheddar or

shredded Muenster. Consumers are now more educated. They are starting to recognize the di�erence.

• The rise of Mexican restaurants. There are now more Mexican restaurants than pizza places. This is both a

re�ection of demographics and broader adoption.

• The strategic decisions of best-in-class grocery operators to di�erentiate their stores with premium quality own

brands. There is now more creativity and drive from buyers to develop their own brands, devote shelf space to their

creations and have a greater sense of ownership in how they develop and compete.

SS: How has the pandemic a�ected the way you do business (if it has)?

MB: The pandemic has created a major shift in our production mix, lead times, inventory levels, employee related

issues, safety and logistics. All of these factors have made business far more complicated.

SS: Have you had to do anything di�erently (on the production line or otherwise) as private label and in-house

brands have risen in the marketplace?

MB: Yes. We have invested heavily in automated equipment to not only shift reliance from labor to capital, but also

to further improve all of the quality systems that private brands require. We have added to our quality control sta�

in order to provide additional assurances and we are subject to far more audits from customers who have extremely

adept food safety programs for which we need to comply.

We have also invested in equipment to be more e�cient at vertically integrating our factory to not only make

cheese, but to convert and o�er more packaging and sizing options.

In addition, managing a growing portfolio of SKUs requires further investment and discipline in processes for

inventory management, upgrades to our ERP and tracking and traceability capabilit ies.

We have modi�ed workspaces and made physical changes to the plant interior to allow for more space between

employees.

SS: When it comes to production, what are the biggest challenges you face as a private-label manufacturer?

How do you overcome these hurdles?

MB: Our sales are often consultative in nature. There is a special relationship with a private label manufacturer and

its customer. Building that trust takes time. And, trust is earned and built over time. This creates a huge barrier to

entry. After 11 years in business, we are �nally earning trust. But, most important and challenging in today’s

environment is the human resource element. Good people are tougher and tougher to �nd and retain.

SS: What is the biggest change you’ve seen as a private label food manufacturer over the last 10-15 years?

MB: Demand has risen as companies strive to di�erentiate themselves with special o�erings. Private label was once

secondary. It is now leading. Buyers want to try di�erent things. They ask can you do this or can you do that. They

push the level of innovation.

SS: If you had a crystal ball, how would you see the private-label/in-house marketspace in the next 10 years?

MB: There will be more assimilation into customer’s inventory systems, automation of purchase order entry,

innovation and development of new channels. Sustainability and proof of such e�orts will become more important

and as they should.

SS: Anything else you would like to add?

MB: The great brands—and I’m not talking about a product brand, I’m talking about a company brand such as an Aldi

or HEB or Whole Foods or Kroger—are driving innovation. They are hiring marketing �rms to understand markets,

products and driving more innovation. They are becoming less reliant on CPG companies to feed them products.

Instead, they are close to their consumers and becoming a greater and more in�uential driver of products and

product development. FE
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Food Defense:

Imported Ingredients
 

FDA, USDA, AUDITS, COAS, INTERNAL TESTING AND
LABELING HELP TO KEEP OUR FOODS SAFE

Americans eat a lot of imported foods—and demand is growing with the likes of plant proteins, seafood, new

varieties of vegetables and fruits, and even beef, along with simple ingredients such as spices and coconut milk.

To help meet consumer demand, U.S. food manufacturers and retailers look outside of the country. As of 2019, the

U.S. imported about 15% of its overall food supply. We don’t really consider the likes of our usual foods as imported

—like bananas or even co�ee. Importing human food ingredients might sound like a no-brainer: that’s what the FDA

is for, after all. Yet in reality, it  is not that simple.

The FDA must take steps to protect the public from a threat, or actual terrorist attack, on the U.S. food supply and

other food-related emergencies, per the Public Health Security and Bioterrorism Preparedness and Response Act of

2002. Let’s look at another Act under the FDA that explains a little more.

KRISTEN KAZARIAN, MANAGING EDITOR
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Under the U.S. Federal Food, Drug and Cosmetic Act, the FDA states:

Importers of food products intended for introduction into U.S. interstate commerce are responsible for ensuring that the

products are safe, sanitary, and labeled according to U.S. requirements. (All imported food is considered to be interstate

commerce.)

FDA is not authorized under the law to approve, certify, license, or otherwise sanction individual food importers, products,

labels, or shipments. Importers can import foods into the United States without prior sanction by FDA, as long as the facilities

that produce, store, or otherwise handle the products are registered with FDA, and prior notice of incoming shipments is

provided to FDA.

Imported food products are subject to FDA inspection when o�ered for import at U.S. ports of entry. FDA may detain shipments

of products o�ered for import if the shipments are found not to be in compliance with U.S. requirements. Both imported and

domestically-produced foods must meet the same legal requirements in the United States.

The FDA also states that food importers must have a U.S. food agent acting as a liaison for FDA communications

regarding incoming food shipments. And, that they will communicate with that agent to schedule inspections and

verify that all food safety requirements are being met.

But is that happening? There are various programs for importers and the facilit ies that accept them, such as third-

party certi�cation programs, audits and more.

What it comes down to, is that U.S. manufacturers must be not only aware of the FDA’s responsibility, but also be

proactive with their own food safety management system, certi�cates of analysis, audits, SQF (safe quality food

programs) and so on. Because of course, these facilit ies will be on the hook for rami�cations of the foodstu�s going

onto Americans’ tables.
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imported, in the

products we eat. 

FOREIGN SUPPLIER VERIFICATION PROGRAMS

One of the FDA programs leading the charge on imported food safety is The Foreign Supplier Veri�cation Programs.

Its goal is to minimize the risk of Americans contracting a serious foodborne illness or encountering other safety

problems from contaminated food.

The FSVP �nal rule makes importers accountable for verifying that foreign suppliers are producing food in a manner

that meets U.S. safety standards. The rule requires that importers of food to the U.S. are using the most

appropriate veri�cation activities to signi�cantly minimize or prevent risks and prevent adulterated foods from

reaching America’s dinner tables, as well as foods that are misbranded with respect to allergen labeling. Importers

are also required to verify that their suppliers are producing food in a manner that provides the same level of public

health protection as required under the other new FSMA regulations on preventive controls and produce safety. The

veri�cation activities could include annual onsite audits of a supplier’s facility, sampling and testing of food, or a

review of the supplier’s relevant food safety records.

The Foreign Supplier Veri�cations Programs rule, in e�ect as of January 2016, requires importers to perform risk-

based foreign supplier veri�cation activities to verify that:

• The food is produced in a manner that provides the same level of public health protection as section 418

(concerning hazard analysis and risk-based preventive controls) or 419 (concerning standards for the safe

production and harvesting of certain fruits and vegetables that are raw agricultural commodities (RACs) of the FD&C

Act (21 U.S.C. 350g and 350h), if applicable;

• The food is not adulterated under section 402 of the FD&C Act (21 U.S.C. 342); and

• The human food is not misbranded under section 403(w) of the FD&C Act (21 U.S.C. 343(w)) (concerning food

allergen labeling).

This past May, the FDA launched the FSVP Importer Portal for records submission so importers can upload records

electronically to the agency after receiving a written request from FDA. Currently, the FSVP List includes more than

25,000 companies.

Source: FDA

MEAT & POULTRY

Regarding meat and poultry, under the USDA, The Food Safety and Inspection Service (FSIS) is responsible for

inspecting all raw meat and poultry sold in interstate and foreign commerce, including imported products. The

Agency monitors meat and poultry products after they leave federally inspected plants. Products must be safe, and

properly labeled and packaged.

Food defense continues to be a priority for FSIS. The Signi�cant Incident Preparedness and Response Sta� (SIPRS)

within FSIS works with government agencies at all levels, industry and other organizations to develop and

implement strategies to prevent, protect against, mitigate, respond to and recover from intentional contamination

of the food supply.

The FSIS Import & Export Library identi�es countries that have been determined, through the USDA, Food Safety

and Inspection Service (FSIS) Equivalence Process, to have equivalent meat, poultry or egg product food safety

inspection systems are eligible for import. The Library also identi�es the meat, poultry or egg products each

equivalent country is eligible to export to the United States. The eligible products for each country are identi�ed

using the Process Category, Product Category and Product Group listed in the FSIS Product Categorization

document and utilized in the Public Health Information System (PHIS). They are outlined as:

• Process Category: High-level category based on whether and how products are processed after slaughter.

• Product Category: More speci�c category that links the product to the appropriate species and provides more

information on the production process.

• Product Group:  Most detailed description of eligible products used by FSIS to program appropriate types of

inspections in the FSIS PHIS.

Additionally, the USDA Animal and Plant Health Inspection Service (APHIS) restricts certain animal products from

entering the U.S. because of animal disease conditions in the country of origin.

However, if the food contains a small amount of poultry, eggs or meat, The Federal Meat Inspection Act, the Poultry

Products Inspection Act, and the Egg Products Inspection Act and the FSIS implementing regulations allow FSIS to

exempt certain foods, provided that the meat, poultry or egg product component of these products is from an

approved or eligible source.   

For meat and poultry, the FSIS policy is:

In the case of meat, the “relatively small proportions” of meat ingredients are:

• 3% or less raw meat;

• Less than 2% cooked meat or other portions of the carcass; or

• 30% or less fat, tallow or meat extract, alone or in combination.

In the case of poultry, the “relatively small proportions” are:

• Less than 2% cooked poultry meat;

• Less than 10% cooked poultry skins, giblets or fat, separately; or

• Less than 10% cooked poultry skins, giblets, fat and poultry meat (limited to less than 2%) in any combination.
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GUIDANCE FOR IMPORTED FOOD SAFETY

EAS Consulting Group is a leading provider of regulatory compliance solutions to industries regulated by FDA, USDA

and supporting agencies. The EAS team of consultants provides expert guidance for meeting the necessary

regulatory requirements for various industries including food, dietary supplements and cannabis.

Susan Moyers, independent consultant, food and dietary supplements at EAS Consulting Group, shared some

insights on how the company works with food manufacturers in the areas of food safety, food defense, food

labeling, operational and formulation, ingredient and packaging programs to support FDA and USDA requirements

and determine regulatory risk. EAS Consulting assists importers in meeting the standards of the Foreign Supplier

Veri�cation Program (FSVP) and other regulations, and also coaches companies on meeting private industry

standards.

Moyers says that there are non-governmental organizations with provisions that subscribing companies have to be

compliant with, but they do not have a governmental enforcement power.

The most well-known credentialing organization is the Global Food Safety Initiative (GFSI), headquartered in Paris.

“The goal of this group is to create standards for retailers, so it ’s a retailer-driven non-governmental standard that

most of the private audits that occur are conforming to,” says Moyers.

The GFSI started around the year 2000, and The British Retail Consortium was a part of that; and the most popular

one in the U.S. is called SQF, Safe Quality Food. “The board of the GFSI consists of large retailers and large producers

– Coca-Cola, Amazon, Walmart have had members on the board,” explains Moyers. “The GFSI creates benchmark

standards, and then organizations such as the Safe Quality Food Institute (SQF) and the British Retail Consortium

(BRC) use those benchmarks to develop their respective audit programs.  They then authorize various certi�cation

bodies to conduct audits against the program. Auditors in the �eld are working under the rules one of the

certi�cation bodies using programs developed by SQF, BRC and similar standards organizations, such as ISO,  The

ISO equivalent food safety program is known as the Food Safety System Certi�cation, or FSSC22000.  The GFSI

standards are not governmental. However, most large retailers accept these private standards as part of their

overall food safety plans. Moyers says that if a food manufacturer is not ISQF or BRC-certi�ed, some retailers just

won’t do business with you.

Actually, the BRCGS (BRC's global standards) has been adopted by over 20,000 sites in 130 countries, and the

standard is accepted by 70% of the top 10 global retailers, 60% of the top 10 quick-service restaurants and 50% of

the top 25 manufacturers.

“With regard to COAs, I always think about what Ronald Reagan
once said: ‘trust, but verify.’”
— Susan Moyers, EAS consultant

The di�erence between ISO and BRC standards is that the BRC standard has a focus on quality, food safety and

legality. SQF has separate audit programs for food safety and food quality. The FSSC 22000 targets food safety and

legal compliance.

So what about our own FDA or USDA? With regard to the USDA for meat and poultry, everything is required to be

inspected. Moyers says that the FDA does get involved, but it depends on the product. “Under FSMA (Food Safety

Modernization Act), there is a regulation called ‘intentional adulteration’, so under that umbrella, companies who

comply with FDA standards have to look at some types of food fraud, as FDA looks at food fraud that impacts safety

– i.e. intentional adulteration such as poison, terrorist event, etc.

“So they’re not looking at FDA for food fraud for quality; they’re looking at fraud in terms of safety through food

quality,” Moyers says. However, some foods have  standards of identity to be used in food commerce, such as milk

chocolate, cheddar cheese, all dairy products. The FDA has enforcement power that if a product calls itself cheddar

cheese and it isn’t, and doesn’t meet the food’s standard of identity, then the FDA will be concerned.

Moyers goes on to say over the years, one of the FDA’s biggest concern has been seafood, due to mislabeling.

Unethical suppliers will take a cheaper cut and call it  a more expensive cut of �sh, for example. Globally, there is

now DNA typing for all of the 35,000 plus species.

The most controversial issue for standards of identity is olive oil with so many substitutions with oils out there. “An

olive oil group from California is trying to get the FDA to get a standard of identity for the safety of their products.

There have been scandal with oils coming out of Italy. There have been petitions sent to the FDA but nothing has

been done yet,” explains Moyers.

FDA has jurisdiction and enforces food safety as part of the FSMA, as far as quality goes, it ’s only certain products

that have standards of identity for quality, she adds.

So what can we do? Many larger manufacturers have their own safety protocols in place. And use the GFSI as a

baseline. They may also have an audit team to perform a separate customer audit.

A Certi�cates of Analysis is a document that comes from the manufacturer designed to attest to the quality and/or

safety of a product or ingredient. But there is no uniform document for COAs—some talk about speci�c things like

taste, texture and color while many talk about microbiological contaminations.  With regard to COAs, I always think

about what Ronald Reagan once said: ‘trust, but verify.’”

One provision in the FSVP states that if a foreign supplier doesn't control a certain hazard, they have to have a

supplier-approval program (for E. coli, etc.) and have an annual audit. “Only foods with hazards you can’t control, i.e.,

produce and ingredients you’re not cooking so you can’t control the microorganism. You’re not controlling what’s

going on, you’re relying on your supplier for that food safety,” Moyers explains. This puts the impetus on importers

to verify their suppliers overseas meet U.S. standards.

Manufacturers should also consider independent testing on ingredients. Some have internal labs and some will send

out testing to independent certi�ed laboratories. “I believe it ’s a good idea to do periodic checks,” Moyers says. Some

countries have been less compliant and the companies have to be vigilant to verify food safety and fraud.

Moyers o�ers some tips for manufacturers who are unsure of regulations or new companies: Consider the GFSI

certi�cation. Maybe do an independent audit of supplier before engaging. Some companies do periodic testing

against speci�cations and safety parameters using accredited labs. Testing and education are important, Moyers

adds. “When we do an audit, you say what is. When consulting, you can give advice… Is there a weakness in the

program that we will advise against.”

Smaller companies may not be aware of these quali�cations, so education, even EAS webinars, FDA documentation,

etc. A company should be familiar with Foreign Supplier Veri�cation Programs, standards of identity.

For more information visit easconsultinggroup.com, fda.gov and usda.gov FE
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PROCESS CONTROL, CIP, HVAC AND

ENERGY MANAGEMENT

CONNECTING

In many facilities, these systems are manual and standalone,
with no coordination—other than human

As energy becomes more costly and product quality and food safety increasingly critical, integrating energy

management, clean-in-place (CIP), process and environmental controls is becoming more practical and economical as

digital controls provide the linking together of these systems—if not directly, then by making them available on the

same device for operators and managers.

This article looks at the potential bene�ts of integrating energy management, process control and HVAC systems

into a loosely or tightly coupled plant-wide system that improves product quality and saves energy as well. It

provides some practical pointers on integrating these systems and what food or beverage facilit ies can expect from

this linking together of systems.

To get neutral opinions on the subject, I spoke with engineering houses and A&E �rms who are often the people that

have to make all these disparate systems function together, and even if not digitally connected, they still have to be

easily coordinated by facility operators.

For example, Gray Solutions, a Gray Company, has had the call to integrate building management systems (BMS)

outputs into process controls to allow for real-time trending and reporting of building/utility systems in addition to

production data.

WAYNE LABS, SENIOR TECHNICAL EDITOR
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HVAC controls screen can be pulled up anywhere within the plant, making  it easy for operators to check room pressures and temperatures

plus take a look at burner controls. Photo courtesy of Ross Van Pelt, RVP Photography

CRB has implemented energy metering with respect to providing the physical meters for electrical power

consumption, natural gas consumption, water consumption, waste output, and mechanical and process utility

system monitoring such as steam, chilled water/chilled glycol and heating hot water/hot glycol usage.

Stellar’s engineering teams have experience in integrating systems within a facility or connecting facilit ies together.

As with most engineering houses, they’re pretty system agnostic, so they’re not likely to push any one supplier’s

controls equipment—whether for building automation or process controls.

Founded in 1979, Spec Engineering, also a Gray Company, has worked with large food and pet food manufacturers

and has experience in integrating all sorts of systems—from processing to HVAC and CIP and material handling

systems. This engineering group works with automation from several hardware vendors.

CIP AUTOMATION/INTEGRATION AN IMPORTANT TREND TODAY

While there has been some interest in integrating process control

systems with HVAC or BMS, the key system of interest in integrating

with process controls is CIP. Of course, older production systems

may not have CIP, or if they do, CIP may be manually operated,

which means operators need to remember to switch a lot of

speci�c valves in the right sequence. Today, smart mix-proof valves

under the direction of the process control and/or CIP system can

make the change between process and cleaning mode in a matter

of seconds—with no error.

CIP is great for speed and e�ciency, but the drawback is that the

process line is down for the time period CIP is in use, says Andrew

David Hager, BSME, PE, LEED-AP, CRB senior mechanical engineer.

This may be �ne for some processors who have the ability to take a

process line down. For other processors with 24 hour operations, to

implement CIP will require a second process line for redundancy or

possibly a reduction in product output even with multiple lines in

operation.

The interest in employing CIP integration has been around for some

time, but knowing how to integrate the information into control

sequences and measure the results is most important, says Stellar’s

Brad Smith, director of business/product development. CIP should

be integrated as it can have an impact on facility refrigeration loads

and cause false loading of the plant. “You can also improve CIP

e�ciency by adding waste heat recovery and potable water

preheat,” adds Smith.

CIP control panel connects to CIP skid to the left and

can connect to the plant-wide Ethernet and be

integ rated into process control and energ y

manag ement systems to make CIP an integ ral part of

the process. Photo courtesy of Wayne Labs

“CIP systems use three primary utilit ies that have energy inputs: steam from the boiler, air from the compressor,

and electricity from the power distribution system,” says Jonathan Malako�, subject matter expert liquid systems,

Spec Engineering. The air utilized for valve controls and possible line purges is a relatively small capacity user, and

electricity to run CIP skid supply pumps is typically a low requirement compared to the remainder of plant

equipment.

However, depending upon the other simultaneous users of the plant boiler, the short-term steam requirements to

heat quickly large batches of cleaning chemicals and water rinses to high temperatures could spike the demand,

says Malako�. This more frequently occurs in older, smaller boiler units that may have been outgrown and in steam

piping systems that have been expanded through time but have undersized or ine�cient plant headers and

branches. Due to the nature of CIP operations, the CIP schedule may be able to be arranged to occur on second or

third shifts at plants when those utilit ies are less taxed and costly to operate. Accordingly, CIP considerations can

have a positive e�ect on an overall plant energy management program.

In a CIP mode, evaporators are shut down until cleaning  is f inished. Afterwards, the refrig eration system is restarted. Here is a case where

CIP and HVAC controls can be teamed up with the process control system to make this process happen optimally and save energ y. Photo

courtesy of Ross Van Pelt, RVP Photography

TRACKING DOWN COSTS

As energy costs continue to increase, food and beverage manufacturers are taking a closer look to control these

expenses to gain a critical competitive advantage, says Jeff Jendryk, vice president of business development, Spec

Engineering. The key to reducing energy related expenses is to understand where they are coming from and how much

is being consumed. With this information manufacturers can proactively manage their requirements, improve systems

performance and reduce costs.

“We are currently seeing more customers wanting to know utility usage by major process area or equipment, where

before it was more common to see only total site usage—or even only leverage quantities from monthly bills,” says

Drew Goodall, director of process, Gray Solutions. Branch meters allow control systems to collect energy utilization at

a more detailed level and easily tie this information back to system or equipment-run data. “We can then easily

generate instantaneous, daily, weekly, or monthly reports comparing energy usage per unit of production. This is

invaluable information to the operations and maintenance teams.”

Refrigeration and process loads typically account for the majority of energy consumption, so having them share

dynamic load information makes the most sense, says Stellar’s Smith.

INTEGRATION AND SHARING INFORMATION

While CIP may seem costly to implement, in the long run it can pay

for itself. “CIP is a time saver,” says CRB’s Hager. While expensive at

�rst cost, it  can provide quick payback with reduced down time and

less labor, and can decrease needed resources.

Hager, however, makes an important point: Plant HVAC systems

during CIP do not function as they would under normal

manufacturing conditions. During cleaning and disinfection, the

HVAC systems are turned to full 100% outdoor air to �ush the areas

with outdoor air as the sta� works to clean and disinfect. This

requires signi�cant energy for the HVAC system, especially when the

cleaning and disinfection process is complete, and the HVAC system

has to operate at full capacity to bring the area environment back

into a controlled manufacturing environment.

So, what applications can bene�t from the integration of CIP, HVAC

and environmental systems? Gray Solutions’ Goodall sums it up:

Applications with intensive heating, cooling and other air transfer

systems—anywhere an exchange of utility media outside the

building envelope is required— as well as any processes with

rigorous water and wastewater utilization, bene�t from energy

management and process control integration. Pet food

manufacturing is a great example since it is an energy-intensive

process to cook, cool and sometimes freeze large amounts of

product in short time periods, and then clean everything quickly.

Smart, mix-proof  valves with blue covers connect to

the process control system, which is integ rated with

CIP to provide automatic switching  between the

process and cleaning , preventing  operators from

making  costly mistakes when operating  old manual

valves. Photo courtesy of Wayne Labs

DECIDE IF AN INTEGRATION PROCESS IS PRACTICAL

If you have older systems, you have to ask if it ’s practical to upgrade these systems before you can integrate them—as

they will probably need sensors, controllers and associated and I/O equipment. So, how would you do a cost-benefits

study to determine ROI?

Some systems are simply so old and obsolete that they should be upgraded regardless, says Stellar’s Smith. However, if

the upgrade is based on its ability to be integrated, then it comes down to the amount of equipment connected to the

system and how much of an impact that has on overall energy consumption. “Personally, I am not a fan of piecemeal

integration since integration can become complex and difficult to maintain for future generations,” says Smith.

Older systems can be integrated or updated to a point with respect to line equipment and HVAC systems, says CRB’s

Hager. Integrations will eventually lead to a point of diminishing return, where money spent does not justify the

minimal gain that is realized. That’s when it is time for equipment replacement and/or complete line replacement

(even new construction) to take advantage of advances made in new technology, materials and practices.

Suppose you want to set up an energy monitoring program, and integrating systems is necessary to accomplish it.

Integrating systems, however, goes beyond just equipment; people are involved, too. “The first step is to set a realistic

goal,” says Spec Engineering’s Jendryk. “Identify and monitor your processes and equipment, analyze your results and

continue to improve. Staff will need to be trained on how to assess potential opportunities and make improvements.”

Project scopes will need to be identified, and setting up an execution plan is also a critical step in being successful. In

establishing an energy monitoring program, setting up baselines and metrics is important to track results.

Typical solutions start with developing a

commonality document to outline the

conventional hardware and software solutions

desired to produce the end state, says Gray

Solutions’ Goodall. Once a design is completed

and priced, certain elements may be removed

or shifted to a phased implementation to

meet budgetary requirements. Due to the

rapid advances in technology, it  often does

not make sense to integrate an older (i.e., a no

longer OEM-supported) system or technology

into a new solution. Cost bene�t or ROI is

typically tied to reallocation of personnel,

increased production throughput, or realized

energy savings through tighter

control/monitoring.

Is integration easier in a green�eld site?

Both new and old facilit ies can bene�t from

integration, says Jendryk. Depending on the

age of current systems, larger paybacks are

often found on older facilit ies.

T oday’s ammonia refrig eration compressors have local screens, but can also

communicate via network systems to connect with remote control systems and

share data with process controls and HVAC operator workstations. Photo courtesy

of Bill Nichols

Fortunately, integration can be implemented in any facility, new or existing operations, says Goodall. New facilities

allow for a one-time startup, where retrofits may be phased to be brought online during routine downtime.

The question of whether integration is more suited to a greenfield site is probably on the minds of facility operators

and managers and corporate production managers constantly, says Hager. “When is the best time to upgrade versus

the best time to build new?” It is a day-to-day thought to at least someone in each group. The answer is all about risk

and reward: Doing the right thing at the right time and always looking ahead and planning ahead. Innovation will keep

improving practices, which in turn drives more innovation. The “need” comes first because we all require a “need” in

order to demonstrate a change is required.

While integration is easier when starting from scratch in a greenfield site, more important, as Hager points out, is that

management needs to determine its needs and requirements. “If it ’s not a design requirement, it likely won’t happen,”

says Smith. Specifications will often require various systems to communicate with another vendor’s equipment, but

then don’t go far enough in detailing the purpose of the connection. In these situations, the physical connection can be

complete without any data exchange. Using the same company for multiple control applications such as process,

refrigeration and HVAC can enhance integration and what information is shared.

WHO’S BEST QUALIFIED TO INTEGRATE PROCESS, HVAC SYSTEMS?

While suppliers of process control/automation equipment know their systems well, and HVAC suppliers are also

capable, it would seem that a broad range of experience would be needed to tie systems together for smooth data flow

and obtaining actionable information. So, are suppliers up to the task, or is it better left to system integrators (SIs)?

“It all depends on the firm’s level of experience,” says Spec Solutions’ Jendryk. HVAC systems are becoming more

complex with the need for specialization. As HVAC technology and design continue to become more sophisticated, it is

important to make effective use of all the data available. Systems are being designed with lighting, energy metering,

HVAC and other building systems to make effective building management system decisions.

“Consider opportunities to test integrations and gauge return in a

smaller-scale environment.”
—David Hager, senior mechanical engineer, CRB

Gray Solutions’ Goodall suggests that end-to-end integration is typically best served by SIs as they provide a vendor-

agnostic solution and should have expertise across many different platforms. However, systems at the unit-operation

level may be better served by an OEM provider.

The integration process can be performed by system integrators or suppliers, but they must have the expertise to

know what to do with the information, allowing for sequences of operation to incorporate the data, says Stellar’s

Smith. This comes down to an individual or team experience involved in a project and project budget.

Integration is best performed by an integrated team—designers working with both suppliers and system integrators,

says CRB’s Hager. “Suppliers would be smart to have system integrators on staff and as a service for the controls they

sell. Many times, I have used system integrators in design development that also sell the controls, and yes, I have paid

them for this service just as I would pay for a sub-contractor service. The integrators do not always win the bid for the

controls.”

Many people will say to be “very careful” with system integrators that also sell controls because there is an assumed

distrust for something to be missing that only the integrator knew about, says Hager. Set the expectations early and

keep attention to the deliverables. It doesn’t hurt anyone to have a third-party review and comment regarding

approach, capacity and discipline design.

START SMALL—WORK UP TO LARGER PROJECTS

There’s no need to go hog wild and take on a project that’s so big that it could fail. “Consider opportunities to test

integrations and gauge return in a smaller-scale environment,” says Hager. A processor in the Midwest is using the

latest advancements on a small scale, tapping equipment manufacturers’ newest equipment and technology. Once

proven, the company scales up the operation either in new facilities or by upgrading an existing facility depending

upon return on investment.

“We have a lot of experience with integrating waste heat recovered from the refrigeration process into HVAC systems

or city water preheat for CIP systems,” says Stellar’s Smith. In this producer-consumer model, the refrigeration system

becomes the “producer” of waste heat and the HVAC or CIP systems become the “consumer” of waste heat. Essentially

the HVAC system becomes a fluid cooler and saves energy, chemicals and water. By having the HVAC consume waste

heat, under certain circumstances it can increase indoor air quality by bringing in more fresh air than would normally

be allowed. It also reduces equipment runtime and energy consumption by not operating the condensing system and

reduces chemical consumption by reducing water usage.

It requires integration on the mechanical side between the refrigeration and HVAC teams and, in the best situation, a

single automation vendor handling the complete control system. “We have worked with both greenfield and retrofit

applications for this type of application,” says Smith.

WHAT’S AHEAD?

As the benefits of integration are better understood by consultants and end users, it will become increasingly common

to see such integration requirements spelled out, says Smith. Rising energy costs and a move to more green solutions

will eventually demand better integrated solutions.

Jendryk sees major improvements in HVAC technology such that it will focus on sustainability, automation and

actionable data.

“Looking ahead, we believe enhanced monitoring of building management systems and utility systems will become part

of this process,” says Goodall. Wireless sensors allow for even more data harvesting at branch, point, or remote system

locations to allow for real-time monitoring of process and utility data. When coupled with machine learning, control

systems can predict energy loss and allow it to be addressed before there is an issue.

The additional data provided from new monitoring systems allows for a system or site gap analysis to be completed

more easily and effectively, adds Goodall. This analysis allows engineers to find sub-optimal operating systems or pair

waste energy sources with the most sensible user to be harvested or recouped before being lost.

Integration of existing systems will always be part of equation, because at first, upgrades are less expensive than

building new plants, says Hager. However, there are limitations to how many upgrades can take place. The future of

integration of electro-mechanicals, process controls and plant HVAC systems will be to design the accommodation for

upgrades into the design development so manufacturers can extend their ability to upgrade over time. In all things,

plan for flexibility and expansion. FE
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P&S Frozen Foods has saved

time and money by reducing

audit and inspection times by

automating  their production

line with Icicle T echnolog ies

Inc.’s ERP solution.

Edmonton, Alb.-based meat product manufacturer Honest Dumplings has come a long way from selling gourmet

dumplings at the local farmer’s market. With a growing demand, the company planned to scale up production and

expand distribution nationally, but the company’s paper-based processes posed a challenge during this transition—

especially when expanding their HACCP program across a wider array of new and limited-edition products.

Vancouver, B.C.-based P&S Frozen Foods faced similar struggles with manually tracked data. “We literally wrote down

lot codes on one piece of paper,” says Paul Tolnai, operations manager at P&S. “When we put it into production, it

was put on three pieces of paper and they had to somehow balance out. It ’s shocking how much we had to do just to

make an invoice.”

BENEFITS OF AUTOMATION, DIGITIZATION

Digitizing processes with the right food ERP software was the solution for these meat product manufacturers to

eliminate ine�ciencies, stay audit-ready and grow their business.

A digitized system was especially critical for Honest Dumplings, where the production of each SKU involved several

steps and a range of ingredients. This made tracking multiple control points and ensuring lot traceability a complex

process to tackle manually. Automating monitoring procedures based on HACCP principles would be key to staying

audit-ready. “We had just developed our basic HACCP plan and it was all paper-based,” says Chris Lerohl, CEO of

Honest Dumplings. “Before our facility even opened, we quickly realized that we didn’t want to be in a paper-based

kind of world and we wanted to get in to have a cloud-based kind of solution or a digital solution.”

Honest Dumplings and P&S Frozen Foods adopt Icicle’s Food ERP software for

compliance-ready systems

Meat manufacturers stay audit-ready
with food ERP solution

“Anyone who runs a food business knows that one of the toughest parts
of the job is to have the right orders at the right time and ensure that
they are coming in on time. A good warehouse management solution is
able to help us keep track of all of this, and Icicle is able to do it for
us.”
—Paul Tolnai, operations manager, P&S Frozen Foods
 Both Honest Dumplings and P&S Frozen Foods had speci�c federal and Canadian provincial compliance requirements

to meet, which the standard ERP solutions could not support. They needed a food ERP solution that understood

their unique industry needs and could adapt to di�erent food safety standards and regulations, such as HACCP and

HARPC.

“There were a lot of traceability programs and HACCP programs on the market but they were built around other

industries with a food industry module or add on. We liked that Icicle is based on the food industry �rst,” Lerohl says.

Icicle’s Food ERP solution allowed Honest Dumplings to integrate all relevant processes into a single platform, so

new product additions or extensions were incredibly easy to implement within the HACCP program. “I love when I

talk to some of the other food manufacturers that we know, and they spent like four or �ve hours with an auditor

because they picked something hard, and I can just click a button,” Lerohl says.

When COVID-19 started and high-quality frozen products were in high demand, they were fully geared up to scale

even under all the necessary compliance requirements. As a result, Honest Dumplings tripled their business by

summer 2020 with minimal changes.

Icicle's QA Dashboard

summarizes top root

causes, corrective

actions and preventive

measures, trending

data for actionable

insig hts.

“Anyone who runs a food business knows that one of the toughest parts of the job is to have the right orders at the

right time and ensure that they are coming in on time. A good warehouse management solution is able to help us

keep track of all of this, and Icicle is able to do it for us,” says Tolnai at P&S Frozen Foods. Icicle’s food ERP software

provides the company with accurate, real-time data covering all product-processing activities with user-friendly

dashboards, �ow diagram charts and reports. Its smart suggestions feature allows implementation of a preventive

control plan (PCP) for food safety hazard prevention.

When data is readily available, inspections and audits are faster and hassle-free. As a result, P&S Frozen Foods has

cut down their daily 90-minute CFIA inspection time by 88 percent and secured their �rst SQF certi�cation.

With its intuitive design and high functionality, the software allows meat product manufacturers to stay audit-ready

and meet food safety requirements. It caters to speci�c food manufacturing industry needs by enabling process

automation to enhance food safety and traceability, production uptime optimization with maintenance

management features and more.

For more information, visit www.icicletechnologies.com FE
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FORT RESS T ECHNOLOGY

Checkweigher targets operational inef�iciencies

ROBOVENT

Versatile dust collector

FLEXICON

Mobile bulk bag discharger

POWDER PROCESS-SOLUT IONS

Sanitary bulk bag unloader

DORNER

Conveyor provides better zone control

GERICKE USA

Hygienic bulk material feeder for sanitary
processing

MET T LER T OLEDO

Checkweigher for washdown conditions

VOLKMAN

Vibratory feeder dosing system

MULT I-CONVEYOR

Elevated conveyor conserves �oor space

FLUID COMPONENT S INT ERNAT IONAL

Thermal �ow meter for ef�icient batch operation
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T o meet the rising  demand for its seafood products, Båtsf jordbruket invested £7 million in a g rowth development plan, which includes a

site extension and new processing  equipment for its new frozen �sh �llet production line. Photos courtesy of Starfrost

Based on the northern side of the Varanger peninsula in Norway, Båtsfjordbruket is a subsidiary of the large

seafood corporation Insula AS. The group’s primary focus is the development, processing and sale of �sh and

seafood products across the Nordic region. Insula’s corporate portfolio consists of a number of seafood companies

in Norway, Sweden, Denmark, Finland and Iceland.

To meet the rising demand for its seafood products, Båtsfjordbruket has invested £7 million in a growth

development plan. The recent expansion includes a site extension and new processing equipment for its new frozen

�sh �llet production line.

Among the new equipment is a spiral freezer. Cooling equipment manufacturer Starfrost designed an e�cient spiral

freezer that features cutting-edge sanitizing technology, which enables the seafood �rm to increase product

throughput and fully automate freezing processes within the new production line.

A new spiral freezer from Starfrost has increased production capacity by

35% at seafood processor Båtsfjordbruket

Cooling equipment automates freezing
processes at Nordic seafood company

Cooling equipment manufacturer Starfrost designed an e�cient
spiral freezer that features cutting-edge sanitizing technology,
which enables the seafood �rm to increase product throughput.

Frank Kristiansen, CEO of Båtsfjordbruket, says, “Our recent

investment to expand our factory and increase product

capacity provided a great opportunity to implement new

freezing technology in our processing line.” He says they

selected Starfrost as their freezer supplier based on

company reputation and global service support. “Starfrost

equipment is renowned for its reliability and we were

happy with the speci�cation they provided, which supports

our focus for high e�ciency and high performance within

our factory lines."

The Helix spiral freezer is a fully automated system that

minimizes contact handling. This, combined with a

seamless enclosure construction that features an

automated cleaning system, delivers improved hygiene

safety within production. “The high-tech e�ciency of the

freezer means we are able to produce more frozen seafood

product in a more cost e�ective way than we were before.

Our processing times have been reduced and we have

boosted capacity by 35%, with plans to increase this �gure

once we are running at maximum production capacity,”

Kristiansen says.

T he compact Helix spiral freezer with horizontal air�ow

technolog y provides consistent, controlled freezing  that is

g entle on delicate seafood products, like the ones at

Båtsf jordbruket, a subsidiary of  Insula AS.

Although compact, the freezer processes 2,500 kg of �sh �llets per hour, including cod, saithe and haddock, and its

horizontal air�ow technology provides consistent, controlled freezing that is gentle on delicate seafood products.

The spiral freezer houses 170 m2 of stainless steel belt, which enables large capacities of seafood products to be

frozen within a small factory footprint.

Controlled with an intelligent HMI screen, the freezer features programmable settings for precise temperature

reduction and freezing times for individual products, which is both energy e�cient and �exible to the seafood

processor’s existing and future production requirements.

“The Helix spiral freezer installed at Båtsfjordbruket has provided signi�cant e�ciency and throughput bene�ts,

thus enabling a maximum return on investment,” says Jonathan Fox, export sales manager at Starfrost. “The

stainless steel and fully accessible design ensures highest hygiene levels and ease of maintenance. The addition of a

Clean in Place (CIP) system delivers a repeatable, cost e�ective method of cleaning and sanitizing. Latest

advancements in Starfrost’s CIP technology have enabled a reduction of water usage from 100 liters per minute to 8

liters per minute. The innovative new design delivers the highest hygiene levels whilst decreasing the volume of

detergent and sanitizer.”

For more information, visit www.starfrost.com FE
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Engineering

While most food processors aren’t yet relying only on plants for protein

sources, the tools now exist to make more sustainable use of animals as

food sources, and highly nutritious ones at that

Proteins: Use the entire animal

BACK IN 2016, in this column I featured new technology aimed at

reducing vegetables and fruits—and especially the usually discarded

parts—down to and including the molecular level, so nothing gets

wasted. Roy Henderson, CEO of Green Cell Technologies® (GCT®),

and his Research and Development Director Jan Vlok, dubbed this

new technology “Dynamic Cellular Disruption®” (DCD®) and

Disruptor® technology, and designed and co-founded the company

around it.

The pair saw a real need for this product in some parts of the

world, where climate and soil issues create extreme food shortages.

In 2016, I described this technology as a method “to provide food

manufacturers with a compact and cost-saving way to process their

food more expediently, reduce waste and improve nutritional

quality. The Disruptor can deal with any product that’s �owable—

wet or semi-dry (1 to 100,000 centipoise)—and can break the

product down to a molecular level—with the insoluble �ber being

sub-150 microns. To do this, the device requires some high-tech

materials—seals that can withstand pressures to 900,000 psi and a

new metal alloy that tops all other materials on the Rockwell

hardness scale.”

As food shortages around the world haven’t lessened, Henderson

wondered whether this technology could be applied to meat and

protein products, that is, use everything—the meat itself, gristle,

skin, tendons, etc.—well you get the idea. Literally no waste, except

the bones, which can be handled in the usual ways—though he’s

working on that, too. Using its patented DCD method in

combination with its Disruptor technology, GCT has worked with

industry experts to conduct trials on meat cuts usually di�cult to

process (including 5th quarter), but which, nevertheless contain high

nutritional value and other bene�ts.

Roy Henderson, CEO, Green Cell T echnolog ies

“Being at a molecular level, emulsions derived through GCT ’s patented technology have consistent particle size,” says

Henderson. “Because of bigger surface area, the gel formation also has a di�erent dynamic. This gel has a greater

ability to create crosslinks and binds together in a homogenous product that holds better than has ever been done

before.”

“Animal skins (with hair), tendons, gristle, etc.—when deconstructed, are exceptionally high in protein and are rich in

collagen and all the more valuable in their molecular form,” adds Henderson. “This can be used for human or animal

food.”

I asked Henderson what GCT has been up to since 2016.

FE: How long have you been experimenting/researching this technology for meat/protein applications? What

hurdles did you need to overcome?

Henderson: We have been “playing” with this thought on and o� since 2016; in fact, on October 3rd 2021, it  will be �ve

years. We started by hypothesizing what the e�ect would be if we DCD’d this or that (we really threw some weird

materials into the Disruptor such as hearts, chicken wing tips, blood, pancreases, chicken skin, chicken popes’ noses,

skins, hooves, hair, etc.—not altogether of course, although that is also possible). After about a year we started to

see a pathway open, which allowed us to review what was conventionally accepted in processing of that type of

material.

Once we established a starting and end point, we needed to review the information we studied, and compare it

against the result DCD and Disruptor technology would produce, which was often a complete unknown. A simple

example is the previous lack of ability to easily process hair down into keratin, which is the most locked-in protein,

but not now as DCD and Disruptor technology makes it possible.

As we progressed and we learned by trial and error, we were able to produce an actual edible product, which

con�rmed, in the case of South African legislation, that there was a commercially viable product and one the

Disruptor can deliver quicker, given the datum we have elicited over these trials to date. We continue to conduct a

variety of trials at our Centre of Excellence in Cape Town for clients from all over the world and the results show

conclusively that DCD and Disruptor technology are an excellent commercial and sustainable solution for all manner

of meat processors. FE: How does this process di�er from what you would use with

plants or fruit?

Henderson: Not a lot really. The nature of meat might need di�erent

up-front preparation and preprocessing, but in the end, we are

taking a natural source material (in this case predominantly meat

derivatives) and “Disrupting” it into an emulsion that lends itself as

an ingredient or complex formula for �nal processed consumer meat

products.

We have actually processed beef and pork �llets and made what I

can only describe as a meat paste; it  actually tasted great and has a

very good mouth feel. This was only done to see what the outcome

would be as part of our experience portfolio. What we did derive

from this exercise—and one of the applications is to improve

“brining” (it  might be di�erent in name in di�erent

countries/regions), which is the practice of bulking meat with a

“brine” (usually legislatively controlled as to what can go into a

brine).

You may have noticed how a cut of meat that you are cooking or

roasting loses so much volume because the brine e�ectively cooks

out and the meat returns to its original or near original weight. If we

take waste parts from that animal (according to accepted regional

legislation) and we DCD it into a �ne emulsion and inject it  (process

of brining) into the meat it will increase yield/weight. When cooking,

it will not cook out—other than the natural water found in the meat

in the �rst place, instead it will actually form new meat.

T hese sausag es were created using  DCD technolog y.

All images courtesy of Green Cell Technologies

FE: From the video, it looks like you have additional equipment for

the meat process compared to the vegetable/fruit process. What is

needed prior to the disruptor process? Is this ancillary equipment

o�-the-shelf, or have you designed it?

Henderson: We do have the requirement to mince the material and at

times cut a bit �ner before DCD to assist the e�ect of the Disruptor.

Most of the ancillary equipment is o� the shelf, although we do prefer

to advise our clients as to the whole process so as not to adversely

a�ect the Disruptor outcome—our on-sta� processing engineer is

worth his weight in gold for this purpose, saving our clients time,

e�ort and of course money.

However, we are also in �nal design and development for a novel bone

pre-processing equipment, which is exciting and keeping us busy at

present.

FE: Would you separate the resulting protein/meat product into

constituent parts—e.g., fat, protein, etc.?
Pre-DCD sausag e mix minced in preparation for

the DCD process.

Henderson: It  is up to what the client wants and how they direct us—if we are doing trials or toll manufacturing for

them. Our business model is to license our technology to clients for them to use for their own purposes. That said,

the meat emulsions produced by DCD and the Disruptor can be separated if required and the correct processes are

used; although, if we had our way, we would like to see whole deconstructed meat products marketed to consumers

that would provide them with excellent nutrition. Taste, of course, would be up to the manufacturer and their

preferred spice pack.

We can, of course, easily extract components such as amino acids or collagen etc. from the resultant emulsions,

which adds further value to the source material, and can now be bene�ciated in several pro�table and useable ways.

“Our strategic view is to aid meat processors, and ultimately the
environmental impact and assist the move towards net-zero, by
enabling the production of more human and animal food with the
crops and inputs the planet already has.”
— Roy Henderson, CEO, Green Cell Technologies

T hese are pork tendons, pre-DCD process.

FE: What food applications might be possible?

Henderson: There are numerous applications with this technology such as: processed meats like Russian and Vienna

sausages etc., polonies, pressed hams, Spam or bully beef in a can, meat sauces for pies, canned food etc., binders,

fat replacers, showpieces for processed meats, �ne emulsions for brining/bulking, fertilizers, extraction of speci�c

chemistry, replacing render plants for animal feed, binding and functional ingredients.

Our strategic view is to aid meat processors, and ultimately the environmental impact and assist the move towards

net-zero, by enabling the production of more human and animal food with the crops and inputs the planet already

has—which is eminently doable by being more e�ective and e�cient in our processing.

We also have our eye on creating future products that are hybrids of meat and plant sources, which will also assist

in the transition to strong plant-based products as a protein source. Therefore, we’re e�ectively supporting all

related industries, especially as consumer preferences shift toward plant-based foods and derivative markets over

the next several decades.

FE: If there were a problem with product longevity (due to bacteria), you could certainly run it through an HPP

process. Correct? Hyperbaric now has a bulk liquid process.

Henderson: HPP is a great in-package solution but it does not assist the TMA (total microbial activity) issues in the

manufacturing process where the losses occur. Also, DCD and Disruptor technology promote TMA cleanliness and

stability by killing bacteria within the process, which means that products can be produced not needing a further

kill step such as HPP. This may not be what the HPP market wants to hear, but without the requirement for HPP, the

value chain cost is reduced and the consumer can be o�ered a cheaper product.

Lab tests bear out the e�ectiveness of bacterial kills through the DCD/Disruptor process. Trials were conducted at

GCT ’s Centre of Excellence in Cape Town, South Africa, and involved pork tendons in the �rst trial and pork tendons

& rinds together in the next.

• The DCD emulsions were sent to independent internationally recognized laboratories for analysis (assays available

on request).

• The results conclusively prove that there is vastly reduced to “no growth” TMA when using DCD.

• GCT can conclude that DCD extends cold chain shelf life of processed meat emulsions not yet in a �nal product by

2700% or 2300% for the two trials, respectively.

T he pork tendons after the DCD process may look like milk in the photo, but is really

collag en.

FE: Do you have any prospective

customers interested in this technology

from a food perspective?

Nutraceuticals?

Henderson: Yes, we do, although we are

not at liberty to disclose exact details now

due to NDA’s but we are very close to

�nalizing orders for Zambia, Botswana,

South Africa and Tanzania, and we are

currently engaging Mexico and Australia.

FE: I could see where the pet food

industry could bene�t from this

technology. Could it simplify rendering

for creating pet food inputs? What do

you think?

Henderson: It  will not just simplify rendering it will negate the necessity for it. Today, all the cuts or parts of the

carcass that cannot be processed or used are boiled beyond recognition and then processed into animal food. We

can take that same source material and DCD it and then extrude it into animal pellets and other food formats. DCD

will contribute signi�cantly to net zero goals and will cut power costs by removing the need to boil anything, which

will be a massive boon for the environment. Additionally, the boiling process kills most of the goodness and with

DCD and Disruptor technology, better nutrition is achieved along with improved yields, which again is a big positive.

FE: How do you work with clients in di�erent countries with di�erent regulations?

Henderson: We are client directed and in the case of meat, it  is very heavily driven regionally by legislation; i.e., what

is permissible in China is not that same as the USA and Australia etc. Therefore, we will work with the client to

conduct trials with the materials of their choice to produce legally approved meat products, thereafter once they

have purchased a Disruptor, we are on site to set it  up according to their needs and we are on hand with advice and

assistance as and when required. It is a surprisingly easy technology to use.

Case study: We are currently engaged with a client in another country who is focused only on what to do with their

skins, blood, tendons, etc. We can make product according to the rules of that country.

The bene�t of DCD is that these parts will not be organoleptically detectable—and only adds to the

protein/chemistry make-up and taste of the product and the binding ability/functionality of the end processed

product. This e�ectively starts to clean up the labels because the necessity to add as many processing

agents/chemicals and functionality agents can be reduced.

FE: Is this entire process available soon or now?

Henderson: If you ordered a system today, we would be able to commission it on site in about �ve to seven months’

time (four months to build and two months to ship (depends on schedule) although COVID does have its own e�ect

on timescales).

FE: Any other comments—what do you see in the future?

Henderson: Just looking at rendering plants alone, which are a massive burden on meat industry players and often

run at a loss, and which are excessively power hungry, they could be replaced literally overnight with a very

nutritious animal/pet food outcome. The net zero imperative in this industry is here now—not waiting for 2050.

David Bowie’s famed song, “Space Oddity,” is maybe now not so much science �ction, but a science fact—take your

protein pill and put your helmet on, Major Tom. DCD and Disruptor technology is the technology that will facilitate

the shift to that “protein pill” and possibly slow down the race to space for fear that earth will stop being a “life

raft.” Notwithstanding this, DCD and Disruptor technology can, of course, provide the new space travelers with

space food, and we have some really good ideas here too.

For more information, visit Green Cell Technologies. FE
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Percentag e of  respondents who

would continue eating  meatless and

plant-based protein at fast food

restaurants where it is o�ered.

60%

Percentag e of  survey respondents

who have tried alternative protein

at Burg er King . Starbucks, Subway

and Wendy’s each reg istered with

10% of  survey respondents trying

their meatless options.

41%

Source: Piplsay survey of 30,700 Americans (18+) from August 22-24, 2021.  Photo courtesy of Getty Images / Djedzura

Americans reveal how they feel about the meatless protein trend at fast food
restaurants

A growing number of fast-food chains in the U.S. have begun o�ering meatless or plant-based options on their menu.
Research from Piplsay delves into consumers' acceptance of and excitement around this food trend.

During the past few years, the meatless and plant-based phenomenon has gone from being a highly speculative
curiosity to an in-demand food item, available not just in grocery stores but also dished out over the counters of
popular fast-food chains across the country. From burgers and sandwiches to tacos and pizzas, a range of meatless
alternatives is available to customers today—many of whom are choosing them for health, environmental or ethical
reasons. Given this new shift toward a vegetarian or vegan diet, how keen are Americans on this new trend? Piplsay
polled 30,700 people nationwide to get some insights.

Of those surveyed, 71% are aware of the meatless and plant-based options that are available at fast food
establishments, and 54% of those say they have tried it. Breaking it down further, 21% are meat eaters who have tried
it once or twice; 18% are meat eaters that have tried it several times; 8% are vegans or vegetarians that have tried it
several times; and 7% are vegans/vegetarians who have tried it once or twice.

Of the 46% of respondents who have not tried the meatless options, 24% say they just have not tried it yet, and 22% say
they are not interested in trying it. Of those who have tried these alternative meat options, 70% rate their experience
as good, 18% say not so good and 12% say not good at all.

From burgers and sandwiches to tacos and pizzas, a range of meatless
alternatives is available to customers today—many of whom are
choosing them for health, environmental or ethical reasons.

Photo courtesy of Getty Images / Anna Gorbacheva

Plant-based dairy market to expand

According to “Plant-Based Dairy Market,” a report from Fact.MR, global sales of plant-based dairy products are
expected to grow 11% until 2031, with an estimated market value of $32 billion. Increased preference for naturally
sourced food products is majorly spurring demand.

With the growing adoption of a vegan diet, the dairy alternatives market has witnessed a signi�icant growth in recent
years. Historically, from 2016 to 2020, consumption of plant-based dairy �ourished at a CAGR of around 9%, reaching a
valuation of $11 billion. Furthermore, rising awareness about the health bene�its associated with plant-based foods
has boosted the demand for dairy alternative products worldwide.

Developed regions such as North America and Europe will dominate the global plant-based dairy market share, with a
combined �igure of 53% in 2021. The importance of plant-based dairy was further highlighted with the onset of
COVID-19, as consumers increasingly shifted toward consumption of non-animal based food products.  

Other takeaways from the report include:

• Almond milk remained the top selling category in 2020, clocking a value of $6.5 billion

• Two out of �ive sales of plant-based dairy products occur via online retail platforms

• Organic plant-based dairy products sales to surge at 13% CAGR

• Organic dairy sales in China topped $1 billion in 2020, with a forecast to expand at nearly 14% CAGR
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