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Abstract— The present work concerns the investigation of 

the products of the artisanal chocolate company X 

(confidentiality reason). At the end of this survey, the 

company wishes to increase the notoriety of its brand on 

the whole national territory by making its products 

available in at least 200 points of sale (small, medium and 

large surfaces). The company also intends to create more 

than 200 recipes of gourmet chocolates with exotic flavors 

and ingredients that can serve as an example to the food 

industry in Cameroon. This study highlights all food-

related hazards identified in the manufacturing process 

and then proceeds to eliminate the non-conformities 

observed. According to the technical requirements of 

ISO/TS 22002-1:2009, a diagnostic audit of the 

Prerequisite Programs (PP), Good Hygiene Practices 

(GHP) and Good Manufacturing Practices (GMP) is 

conducted and executed to achieve this objective. The goal 

is to verify if the risks related to the safety of the meals 

produced by the company are controlled. Then, the 

collected data is processed and analyzed. The results reveal 

that a total of 105 requirements are applicable, indicating 

an overall compliance rate of 42%. Management seems to 

feel that it is imperative that their production system, 

although functioning, be improved in order to reach an 

ideal compliance rate in terms of cleanliness, health and 

safety. The company is then advised to comply with the 

technical requirements of ISO/TS 22002-1: 2009 to 

facilitate the development of a health risk management 

plan. In addition, the company is advised to develop the 

necessary data sheets and work instructions for specific 

tasks within the organization. 
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I. INTRODUCTION 

HE agri-food industry is the set of industrial activities that 

transform food products from agriculture or fishing into 

industrial foods intended primarily for human consumption. 

The importance of civil society in general and consumer 

leagues in particular at the beginning of the new millennium 

has made maintaining consumer health a top priority. The 

requirements for health quality and traceability, which can be 

found in both quality standards or specifications and more 

strict regulations. This industry's core tenets are safety and 

health standards. Food safety is mainly guaranteed by 

compliance at source with Good Hygiene Practices (GHP) and 

Good Manufacturing Practices (GMP), as well as by 

verification of the manufacturing process in accordance with 

the implementation of the HACCP system [1]. The hygiene 

requirements that apply to food processing companies are 

commonly referred to as prerequisite programs or prerequisite 

programs. Indeed, any food manufacturing establishment 

should ensure that their prerequisite programs reflect their 

work environment and current operational practices to reduce 

the possibility of contamination of these products [2]. 

Agribusinesses have increased in number recently. 

However, these emerging companies are finding it very 

difficult to find a place in the market. Indeed, in addition to 

the difficulties related to the institutional and economic-

industrial environment, these companies have a lack of 

mastery of GHP (Good Hygiene Practice) and GMP (Good 

Manufacturing Practice) which are essential tools in the search 

for conformity and quality, guarantees of competitiveness for 

these various Small Medium Enterprises (SMEs). Its activity 

is the production and marketing of chocolate. Its primary goal 

is to satisfy both the expressed and implicit needs of its clients 

by the excellence of its offerings. Nevertheless, despite the 

everyday efforts made by the latter. It displays the consumer's 

unhappiness and demand for safe foods. This notion seems to 

escape them, hence the importance of our work of evaluating 

the level of compliance of GHPs, GMPs and proposing an 
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action plan in order to improve its market share. 

Hygiene is the set of measures taken to guarantee the 

sanitary quality of products and consumers. The conditions 

required to guarantee the safety and wholesomeness of food at 

every link in the food chain can also be viewed as hygiene. A 

standardized term for the management and oversight of agri-

food supply chains that aims to ensure the hygienic and safety 

of food from "farm to fork." The term "health safety" refers to 

a risk management strategy that can change a person's or a 

community's condition of health. It is the assurance that the 

food produced is not a source of harm to the consumer when it 

is consumed according to the use for which it is intended. 

Food Security is a term that refers to the security of food 

supplies. The various methods for quality improvement 

highlight the value of diagnosis in a process. The quality 

diagnostic then evolves into the assessment context, which 

serves as the foundation for the quality improvement process. 

This diagnosis, while being a crucial phase in the process, also 

functions as its catalyst. The artisanal chocolate factory X will 

be able to implement the requirements for the ISO 22000-01-

2009[3] standard as a result of this diagnosis. The structure 

can therefore ensure the safety of the food it produces. This 

allows it to acquire new markets in the short and medium 

term. This approach is conducive to obtaining certification. To 

achieve these objectives, the company evaluates the health 

security system in order to assess the relevance and reliability 

of their production processes put in place. 

The interest of this study is to better understand the ideas 

behind BPH and BPF. It could also act as a reference point for 

researchers looking to enhance standards for hygiene, health, 

and food safety. The main objective of this study is to identify 

all food-related hazards in the company and to control them 

during the manufacturing process. Specifically, it is a question 

of integrating adapted GHPs and GMPs while understanding 

the risks and dangers in terms of food hygiene throughout the 

production chain in order to eliminate sources of non-

compliance. This is with the aim of supporting the company in 

a quality approach and obtaining ISO/TS 22002-1: 2009 

certification. 

II. QUALITY PROCEDURE RELATED TO FOOD CONSUMPTION 

The requirements of the quality reference system in terms of 

quality and safety related to food is governed by the ISO22000 

Standard. Hazard Analysis Critical Control Point (HACCP) is 

the foundation of the food safety system. This method is used 

as part of the practical implementation of the ISO22000 

standard in the Food Industry (FI). It identifies and analyzes 

food risks with a view to establishing measures to control and 

control the sanitary quality of foodstuffs. Thus, this approach 

made it possible to build the method of the study, the first step 

consists in establishing a diagram of the appearance of food, 

health or economic accidents in order to validate it. Indeed, a 

validated description of the mechanism of appearance of food 

accidents is systematically lacking in the sectorial hygiene 

good practice guide which is absent from professionals 

working in the food industry (company managers and 

consultants as well as inspectors or auditors). 

A. Mechanism of appearance of food accidents 

The simultaneous interventions of contamination (whether 

direct or resulting from the monitoring of germs following the 

failure of a decontamination treatment: sterilization, 

ionization, etc.) and multiplication are essential to the 

appearance of microbial overpopulation in foodstuffs (Fig. 1). 

The consequence may be a function of the nature of the germs 

involved (ordinary flora or pathogenic germs), a health or 

economic accident, collective food poisoning (TIAC), in one 

case, or economic loss linked to the deterioration of the 

product in the 'other case. The essential intervention of these 

two phases (contamination and multiplication) to observe an 

accident of microbial origin induced by reciprocity only if one 

of these two phases is totally absent or controlled. The 

appearance of such a food accident is no longer possible. The 

usual methods of food preservation that preserve their sanitary 

quality as well as their economic value operate strictly on this 

principle. The Fig. 1 below also makes it possible to 

dynamically associate the intervention of different competing 

factors with the appearance of a food accident, whether of an 

economic or health nature 

Good hygiene practices and good manufacturing practices 

or prerequisites of the HACCP method are established by the 

"International Code of Practice" of the Codex Alimentarius [4] 

(Codex Alimentarius, 2003). They are established by usage 

and their indisputable relevance. But they are presented by the 

codex in the form of a somewhat confusing list. It is a real 

source of difficulty for professionals who want to implement 

them. The people responsible for inspecting (or auditing) the 

application of these GHPs or GMPs in agri-food 

establishments. They are faced with the same problem of 

organizational flaws in carrying out their mission, the final 

objective of which is to issue approvals or certifications. 

Fig. 1. Loss Appearance Principle of T.I.A.C. 
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It is easy to see this by taking as an example the European 

regulation ([5] EC Regulation 852/2004 of April 24, 2004 

"relating to the hygiene of foodstuffs") which transposes the 

principles of the Codex into Community law. Alimentarius. 

This need to simplify the application has not been taken into 

account in the form of a simple enumeration. The list of 

general hygiene provisions to be implemented by all operators 

in the agri-food sector that apply to food premises, including 

their surroundings, their location, transport conditions, 

equipment, food waste, supply water, hygiene of operators in 

contact with food, the food itself, packaging and packaging, 

staff training, cleaning and disinfection plan and finally the 

fight against pests Fig. 2 below above brings together in an 

organized and systematic way all the constituent elements of 

the food hygiene specifications to be satisfied in an AFI. 

The application of all of these BPH/BPF by the 

professionals responsible for IAA remains at the heart of 

several companies. We subjected them to a reorganization 

which was possible by using as a common thread the pattern 

of appearance of food accidents established and valid 

previously. Our approach consists in establishing, for each of 

the hygiene prescriptions (BPH/BPF) of the Codex 

Alimentarius (Fig. 1), a relationship with the part that 

corresponds to it in the diagram describing the mechanism of 

occurrence of accidents. As a result, in the ―global hygiene 

management method in the IAA‖ each GMP/BPH is 

mentioned only once, while fitting into the logical 

organizational plan (Fig. 2). 

B. HACCP method 

The ISO 22000 international standard faithfully 

incorporates the principles of the HACCP system (Hazard 

Analysis-Critical Control Points) as well as the application 

steps developed by the Codex Alimentarius (recommended 

international code of practice - general principles of hygiene 

eating). It combines them dynamically and intelligently with 

the prerequisite programs. The standard recognizes that hazard 

analysis is the essential element of an effective Food Safety 

Management System (FSMS). A HACCP plan governs the 

control measures that the hazard analysis identifies as 

necessary to control those hazards at two acceptable levels and 

which are applied at critical control steps (CCPs) [6]. HACCP 

is a systematic approach for building, implementing or 

improving quality assurance specifically for a product-process 

couple [7]. HACCP is a globally recognized systematic and 

preventive scientific approach to food safety which seeks to 

eliminate biological, chemical and physical risks by 

anticipation and prevention rather than by inspection of the 

finished product [7]. 

III. MATERIALS AND METHODS 

The methodology initially consisted in identifying the 

standards focused on food safety. This data was then collected 

during visits and inspections in all workstations for better 

consideration of the existing situation. The data collected was 

analyzed using the evaluation checklist method taking into 

account the requirements of the NC 29 standard and the 

Ishikawa diagram. The data acquisition sheet relating to the 

hazards of the production system has been drawn up taking 

into account the requirements relating to the production 

process under study HACCP and the PRP. 

A. Data Collection 

To properly carry out the diagnosis, Cameroonian [8] (Anor 

- NC 29: 2003) and international (ISO/TS 22002-1 2009) [9] 

texts and regulations relating to the general principles of food 

hygiene were identified and used. Then, visits to all the 

workstations of artisanal chocolaterie X were made to take 

into account the existing situation, in a truly critical spirit. A 

diagnosis of the different PRPs was carried out with the aim of 

better optimizing their effectiveness via a table making it 

possible to establish a comparative study between the 

requirements of standard NC 29: 2003, and the practices of the 

artisanal chocolate factory X company. Data Acquisition 

(checklist) is the list of questionnaires/requirements 

established for the evaluation of the production system of the 

artisanal chocolate factory X. 

B. Hazard analysis method 

Two tools were used to analyze the hazards within the 

company. These tools are the evaluation checklist taking into 

account the requirements of the NC 29 standard and the 

Ishikawa diagram. 

1) The checklist 

The applicable requirements checklist used to assess the CN 

29 requirements is presented in table 1. 

Table 1. Checklist of applicable requirements. 

  Check-list of applicable requirements 

Code: 

Edition: 
 

Date: 

Company:   

Location:   

Contact:   

Audit field / Diagnosis:   

Fig. 2. Method of global hygiene management in the food industry. 



 

51 
 

 Libyan Journal of Engineering Science and Technology (LJEST)   Vol. 2, No. 2,  2022  
 

Products:   

Audit criteria:   

Audit/diagnosis 
manager: 

  

Observatory   

Audit/diagnosis checklist 

N° 
I. Raw material 

requirements 
C NC I Proof 

Total quotation   

N° 
II. Hardware 

requirements 
C NC I Proof 

Total quotation   

N° 
III. Method 
requirements 

C NC I Proof 

Total quotation   

N° 
IV. Environmental 

requirements 
C NC I Proof 

Total quotation   

N° 
V. Workforce 

requirements 
C NC I Proof 

Total quotation   

2) The Ishikawa or 5M diagram 

It is a method which makes it possible to clearly present all 

the causes which produce (or can produce) a given effect. The 

construction of this diagram goes through several phases: (i) 

identification and definition of the effect considered (defect, 

non-quality); (ii) identification of all possible causes and (iii) 

analysis and grouping of the various causes by 5M diagram. 

3) Data Analysis and Processing 

An audit was used to execute this evaluation mission. The 

evaluation of the food safety system through the effective 

application of the PRP, BPH, and PBF, rather than the audit of 

the quality management system (QMS), forms the basis for the 

success of a health control plan to determine whether the 

production process satisfies the requirements for food safety 

and sanitation. Each requirement is associated with a response 

grid containing four columns corresponding to the following 

evaluation criteria: Compliant – non-compliant – partially 

compliant. 

The HACCP study, the PRP, and the production process 

requirements are all listed on the data acquisition sheet. Each 

response is given a color that goes with the category to which 

it belongs. The static visuals were highlighted using Excel 

2016. There are 105 applicable requirements altogether on the 

checklist, allocated as follows: The following were the areas 

of focus: 05 on the raw material, 06 on the material, 47 on the 

method, 26 on the environment, and 21 on the workforce. 

Table 2. Quoting table. 

Assessment 

criterion 

Compliant 

(C) 

Not 

compliant 

(NC) 

Partially 

compliant 

(I) 

Total 

Quoting 2 0 1   

In the processing of non-conformity data, particular 

emphasis has been placed on PRPs because they constitute the 

starting point in food safety. A good mastery of PRPs makes it 

possible to establish a good HACCP plan. Moreover, without 

the combination of these two well-mastered elements, a 

company cannot claim to ensure the safety of its products. 

IV. RESULTS AND DISCUSSION 

A. Results 

The causes of non-hygiene (Ishikawa diagram) are 

summarized in Table 3. 

Table 3. Causes of non-hygiene in the Ishikawa diagram. 

Ishikawa 

parameters 
Causes 

Raw material 
A poor-quality food at the entrance is a ball that IAA 

drags to the exit and then on the consumer's plate 

Material Machines, tools, tables, conveyors, bins, containers…etc. 

Method To avoid the contribution of microbes 

Environment Building and locals 

Workforce 
The staff is the weak link, the most important in terms of 

hygiene control 

 

The compliance rate according to Ishikawa diagram and the 

different decisions relating to the requirements is presented in 

Fig. 4 and Table 4, respectively. 

 

Maintain a hygienic 

environment 

throughout 

production

Material

Workforce Environment

Raw material Method

Cleaning and disinfection plan

Waste

Air

Lighting

Waste

Location/design
Adapted outfit

Occasional care

Access to visitors

Hiring medical visit

Training

Formulation

Water

Label

Walking forward

Cold chain

Flow diagram

Auto control

Compliance with

hygiene rules

Design

Calibration

Maintenance

Cleaning and disinfection plan

Fig. 3. PRPs classified according to the 5Ms [4]  
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Table 4. Summary of the different decisions relating to the requirements. 

After analyzing the results obtained, a number of 

assessments were made. The elements of non-compliance 

were further analyzed and remedial measures were taken. 

Thanks to the analysis tools used, the company was able to put 

in place procedures to remedy non-compliance immediately. 

These procedures were established and verified by managers 

and then adopted on site. Then, a list of recommendations to 

be taken into consideration to deal with and put an end to non-

conformities was drawn up. To correct the elements of non-

conformity noted on the site of the artisanal chocolate factory, 

a few sheets made then approved by the management and 

implemented on the site. These sheets are: Work instruction 

sheets for each stage of production; a cleaning plan for the 

entire site; the manufacturing diagram; visual communication 

sheets for visitors and operators; a sheet of prohibitions on the 

site and finally, a hygiene sheet for the staff. 

B. Discussion 

InTable5, following the evaluation, observations regarding 

the dynamics of implementation of the various requirements-

related decisions were made. These remarks were made 

regarding PRP since mastering it enables one to understand 

the fundamentals of food safety. The findings from the 

diagnosis show how little control the company has over food 

safety issues, as well as the associated good manufacturing 

practices (GMP) and good hygiene practices (GHP). To 

achieve this, we proceeded with a study based on the 5M 

(Raw material, Material, Method, Environment, and 

Manpower). Our evaluation is based on the main principles of 

hygiene. The causes of non-hygiene are grouped in the "5M" 

(Fig. 4). A food of poor quality at the entrance is a ball and 

chain for the food industry. It drags all the way to the exit and 

then to the consumer's plate. It gathers machines, tools, tables, 

conveyors, bins, containers...etc. The method used can be 

avoided by the contribution of microbes. The implementation 

passes through a staff so the link is weak and the most 

important is the mastery of hygiene. We noticed that the 

buildings also the premises according to the context of 

production of handmade chocolate. Thus, as results observed 

at the time of the diagnosis, they are illustrated not the weak 

level of mastery of the company as regards the security 

aspects of the foodstuffs, as well as the good practices of 

hygiene and manufacture which are attached to it with much 

effort. It is a question of providing material and immaterial 

efforts finally to improve its system of production. By 

applying and implementing all our recommendations, the 

company will be able to move forward towards its 

certification. We also propose a HACCP plan (Hazard analysis 

control critical point) that governs the control measures that 

the analysis of hazards that identifies as necessary / essential 

to control these hazards at two acceptable levels and which are 

applied to critical steps for control (CCP) [10] (Boutou, 2014). 

Table 5. Summary of observations made on PRPs. 

Normative 

reference NC 

29 

Observations 

Positives Negatives 

Company 

location 

Access to the site is 

secure, there is no water 
stagnation and the site is 

well maintained 

  

Layout of 

locals and 

workspace 

There is a physical 
separation between raw 

material and finished 

products 

The windows are not covered 
with screens and the storage 

area for finished products is 

not properly ventilated 

Air, water and 

energy 

management 

  
No records on water quality 
control, lighting devices are 

not protected 

Waste disposal 

No accumulation of 
waste in the food 

handling or storage area 

The bins are located in the 

dedicated area but are not 
identified. The daily waste 

removal frequency is not 

respected 

Suitability, 

cleaning and 

maintenance of 

equipment 

 

Management 

of purchased 

products 

The equipment is made of 
stainless steel which is a 

requirement of the ISO 

22000 standard 

The cleaning plans are 
random and are not 

documented in addition they 

are not properly developed. 
For the equipment there is no 

preventive maintenance 

program 

 

 

 

Types of requirements 

Decisions 
Compliant 

(C) 

Not 

compliant 

(NC) 

Partially 

compliant 

(I) 

Total 

Raw material 1 3 1 3 

Material 1 1 4 6 

Method 10 25 12 32 

Environment 15 5 6 36 

Workforce 1 11 9 11 

Total 28 45 32 88 

%  26.7% 42.8% 30.5% 41.9% 

Fig. 4. Compliance rate according to the Ishikawa diagram. 
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1) Analysis of the risks identified in the production processes 

The production risk analysis is reported in Table 6. 

Table 6. Production risk analysis. 

Steps Risks 5M Causes 
Corrective 

actions 

R
e
c
e
p

ti
o

n
 

Damage the raw 

material 

Environment 

Lack of the 

raw 
material 

specificatio

ns 

Establish a raw 
material 

specification 

Workforce 
Improper 
handling 

W
e
ig

h
in

g
 

Bad calibration 

Workforce  

Not 

mastering 

the 
weighing 

tool 

Train staff on 

how to weigh 
raw material 

Material 

Calibrate the 

machine 
according to the 

criteria pre-

established by 
the company 

T
r
i Injury (broken 

glass, metal, etc.) 
Material 

Lack of 

specificatio
ns 

Require the 

quality of raw 

materials vin 
the 

specifications 

C
r
u

sh
in g
 

Injuries Workforce 
Manual 

crushing 

Mechanize 

crushing 
Cross 

contamination 

Method, 

Material 

G
ri

n
d

in

g
 

Injuries Workforce 

    Cross 

contamination 
Method 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

 

 
 

2) Summary of the rate (%) of satisfaction of all 

requirements 

Several findings emerged from this work, which are 

presented in Table 7. 

Table 7. Summary on the satisfaction levels. 

Requirements 

Rate (%) of non-

conformities by 

category 

Observations 

In the 

requirements 

related to the 

raw material 

62% 

The operators have no intrinsic 

characteristics of the raw material. They just 
accept the PM without any verification 

Method 66% 

The company has no operating mode, no 

document for the control of intermediate 

and finished products. No preventive 

maintenance program is in place 

Material 50% 
No list of control and input equipment, no 

calibration is done 

Environment 31% 
Chemical cleaning products and other 
hazardous substances are not stored in an 

access-controlled area 

Workforce 58% 

The job descriptions are downright non-
existent, clothing and footwear not suitable, 

employees in contact with foodstuffs have 

not undergone any medical examination 
upon hiring 

  

ate (%) of 

general 
satisfaction:  - 

26.7% 

compliance; -
42.8% non-

compliance -- 

30.5% partially 
compliant 

The actors of the production are content to 

carry out the tasks assigned to them without 
asking questions. Management does not 

know how to implement regulatory and 

normative requirements concerning its 
sector of activity. 
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3) Cleaning plans for the entire production site 

A cleaning plan has been drawn up to improve the hygiene 

quality of the company. This plan is illustrated in Table 8. 

 

 

 

 

 

 

 

 

 

  

Crusher cleaning plan 

What Where Whose When How Why 

Equipment Work zone Staff Frequency Material et products Techniques Manager Results 

Crusher 
Conditioning 

room 

Machine 

operator 

Before and 
after 

production 

Air compressor 

Turn on the air 
compressor+F20, Dust the 

external and internal walls of 

the machine, the drum and 

also the filters (thanks to the 

released air pressure) 

HSE 

manager 

clean machine, 
Close to use, 

Limitation of 

breakdowns due to 

the accumulation of 

materials and dust  

Flexible 

Alcohol spray 

Paper 

Hand towels 

Machine house 

Knife's blade 

Gloves 

Toilet and changing room cleaning plan 

What Where Whose When How Why 

Equipment Work zone Staff Frequency Material et products Techniques Objectives Manager 

Floor 

 

Men's 

locker 

rooms 

 

Women's 

changing 

rooms 

 

Men's toilet 

 

Women's 

toilet 

 

Corridors 

Staff on a 

rotational 
basis 

according 

to the 
program 

established 

Morning 

(working 

days) 

Evening 

(after 

production) 

Broom 

Brush broom 

Garbage shovel 

Bucket of water 

Detergent 

Bleach 

Sweep the floor 

Eliminate waste 

Add a few drops of bleach and 

detergent to a bucket of water 

using a mop and a wiped 

squeegee and let dry 

Apply and 

respect the 

normative 

requirements 

concerning 

personnel 

hygiene 

HSE manager Handle of door 
Bucket of water 

Towel and detergent 
Rub then wipe 

Toilet pans 

 

Disinfectant 

Detergent 

toilet brush 

Bucket of water 

Spray the cleaning product leave 

to act for 5 min brush and rinse 

Wash-basin Bucket of water towel and 

detergent 

Rub and wipe 

Doors 

Every 

Saturday 

Rub and wipe 

Wall & ceilings 

Cobweb broom 

Brush, detergent and 

bucket of water 

Remove cobwebs brush the walls 

then rinse with clean water 
  

Rooms cleaning plan 

What Where Whose When How Why 

Equipment Work zone Staff Frequency Material et products Techniques Objectives Manager 

Floor 

Raw material 

reception room 

Furnace room 

conditioning room 

Laboratory room 
Staff 

(rotating 

according to 

the 

established 

program) 

 

Every morning 

(working days) 

 

Every evening 

after production 

Broom 

Garbage shovel 

Swab 

Cleaners 

Sweep the floor 

Eliminate the waste, in a bucket of water 

add the cleaner using the mop and the 

squeegee rub and wipe then let dry  

Keep the 

production area 

clean and respect 

the hygiene rules 

related to the safety 

of the food 

produced 

HSE  

manager 

Handle of 

door 
Disinfection room 

Bucket of water 

Cleaners 

plastic brush 

Once the bins have been emptied, dip the 

brush in the cleaning solution and wash the 

bins, brush the bench then wipe 

Toilet pans Raw material 

reception room 

 

Conditioning room 

Laboratory room 

 

Every Saturday 

Bucket of water 

Towel 

Cleaners 

Rub and dry well 

Wash-basin 

Cobweb broom 

Bucket of water 

Brush 

Cleaners 

Clean the ceiling with the cobweb broom 

Dip the brush in a cleaning solution then 

rub the blackberries then wipe with the 

towel 

Table 8. Site cleaning plan 
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Material and immaterial recommendations were given to 

enhance the criteria for hygiene, health, and safety. These 

recommendations will also enable the organization to improve 

its production system and support it during a certification 

procedure. The following suggestions are made: (i) create and 

display an awareness diagram; (ii) separate the restrooms for 

men and women; (iii) install window screens; (iv) restore 

order in stores; (v) create and display a cleaning schedule for 

the property; and (vi) install a faucet for hand washing at the 

production unit's entrance (Not manual). 

V. CONCLUSION 

This paper assessed the food safety system for the 

development and use of GHPs, GMPs, and PRPs in 

accordance with the international standard ISO 22002 to 

determine the degree of compliance in the food safety 

management system of the artisanal chocolate factory X. The 

percentage of the plant's GHPs, PBF, and PRP that are in 

compliance, as the results showed that 105 requirements were 

found to be applicable, giving a 42% overall compliance rate. 

These findings make it abundantly evident to the management 

that, in order to accomplish its goals, its current production 

system while functional needs to be changed. The company's 

manufacturing system was optimized, and recommendations 

were made to increase the standards for hygiene, health, and 

safety of material and immaterial recommendations. These 

recommendations were meant to increase the artisanal 

chocolate factory X's food safety management system's 

efficiency so that it can join the extremely small group of 

Cameroonian companies with ISO 22000 certification as soon 

as possible. 
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