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SECTI ON C

Thi s docunent covers toaster pastry packaged in flexible pouches for use by the Departnent
of Defense as a conponent of operational rations.

C- 1 | TEM DESCRI PTI ON

PACKAG NG REQUI REMENTS AND QUALI TY ASSURANCE PROVI SI ONS FOR CI D A- A-20211A TOASTER PASTRY

Types, styles, flavors, shape, servings, and cl asses.

Type | - Regul ar

Style A — Unfrosted

Flavor ¢ — Brown Sugar C nnanon
Flavor d - Apple G nnanon
Shape i — Rectangul ar
Servings a — Single serving packet
Class 1 — Shel f stable
Packages.
Package A - Meal , Cold Weat her (MCW
Package B — Food Packet, Long Range Patrol (LRP)
Package C — Meal, Ready-To-Eat (MRE)
Package D - Arctic Suppl ement

C- 2 PERFORVANCE REQUI REMENTS

A. Product standard. A sanple shall be subjected to first article (FA) or product
denonstrati on nodel (PDM inspection as applicable, in accordance with the tests and
i nspections of Section E of the Packagi ng Requirenents and Quality Assurance Provi sions.
The approved sanple shall serve as the Product Standard. Should the contractor at any tinme
plan to, or actually produce the product using different raw material or process
net hodol ogi es fromthe approved Product Standard, which result in a product non conparable
to the Product Standard, the contractor shall arrange for a new or alternate FA or PDM
approval . In any event, all product produced rmust neet all requirements of this docunent
i ncl udi ng Product Standard conparability.

B. Shelf life. The packaged product shall neet the mnimumshelf Iife requirenment of 36
mont hs at 80°F

C. Texture. The texture shall be tender and firmbut hard, brittle, dry or soggy.
D. Net weight. The product shall have a net weight of not |less than 1.6 ounces.

E. Anal ytical requirenents.

(1) Nutrient content. The calorie content per serving shall be not l|ess than 190
cal ori es.

(2) Moisture content. The noisture content shall be not greater than 14.5 percent.
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F. Palatability and overall appearance. The finished product shall be equal to or
better than the approved product standard in palatability and overall appearance.

SECTI ON D

D-1 PACKAG NG

A. Packagi ng. When specified, the toaster pastry wi thout comercial wapping shall be

packed in a preforned or formfill-seal barrier pouch as described bel ow. Wen specified,
the conmmrercially wrapped and | abel ed package of toaster pastry shall be packed in a
prefornmed or formfill-seal barrier pouch as described bel ow

(1) Preforned pouches.

a. Pouch material. The preforned pouch shall be fabricated from0.002 inch thick
i onormer or polyethylene filmlanm nated or extrusion coated to 0.00035 inch thick alum num
foil which is then laminated to 0.0005 inch thick polyester. The three plies shall be
am nated with the polyester on the exterior of the pouch. Al tolerances for thickness of
pouch material shall be plus or mnus 20 percent. The material shall show no evidence of
del am nati on, degradation, or foreign odor when heat sealed or fabricated into pouches.
The material shall be suitably formul ated for food packagi ng and shall not inpart an odor
or flavor to the product. For package A (MCW, the conplete exterior surface of the pouch
shall be colored white overall with a color in the range of 37778 through 37886 of FED
STD- 595, Colors Used in Governnent Procurenent. For package B (LRP), package C (MRE), and
package D (ARC Sup), the conplete exterior surface of the pouch shall be uniformy col ored
with 20219, 30219, 30227, 30279, 30313, 30324, or 30450 of FED STD- 595.

b. Pouch construction. The pouch shall be a flat style prefornmed pouch having
maxi mum i nsi de di mensi ons of 4 inches wide by 7 inches |ong. The pouch shall be nade by
heat sealing three edges with 3/8 inch (-1/8 inch, +3/16 inch) w de seals. The heat seals
shall be made in a manner that will assure hernetic seals. The side and bottom seals shall
have an average seal strength of not |ess than 6 pounds per inch of width and no
i ndi vi dual speci men shall have a seal strength of |Iess than 5 pounds per inch of wdth
when tested as specified in E-6,A (4),a. Alternatively, the pouch shall exhibit no rupture
or seal separation greater than 1/16 inch when tested for internal pressure resistance as
specified in E-6,A (4),c. Atear notch shall be provided to facilitate opening of the
filled and seal ed pouch. A 1/8 inch wide |lip may be incorporated at the open end of the
pouch to facilitate opening and filling of the pouch

c. Pouch filling and sealing. Product shall be inserted into the pouch. The
cl osure seal shall be free of foldover winkles or entrapped matter that reduces the
ef fective closure seal width to less than 1/16 inch. Seals shall be free of inpression or
design on the seal surface that would conceal or inmpair visual detection of seal defects.
The average seal strength shall be not |ess than 6 pounds per inch of width and no
i ndi vi dual specimen shall have a seal strength of |ess than 5 pounds per inch of wdth
when tested as specified in E-6,A (4),b. Aternatively, the filled and seal ed pouch shal
exhibit no rupture or seal separation greater than 1/16 inch or seal separation that
reduces the effective closure seal width to I ess than 1/16 inch when tested for interna
pressure resistance as specified in E-6,A (4),c.

(2) Horizontal formfill-seal pouches.

a. Pouch material. The horizontal formfill-seal pouch shall consist of a fornmed
tray-shaped body with a flat sheet, heat seal able cover or a tray-shaped body with a tray-
shaped heat seal able cover. The tray-shaped body and the tray-shaped cover shall be
fabricated froma 3-ply flexible |laninate barrier material consisting of, fromoutside to
i nside, 0.0009 inch thick oriented pol ypropyl ene bonded to 0.0007 inch thick al um num f oi
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with 10 pounds per ream pi gnmented pol yet hyl ene or adhesive and bondi ng the opposite side
of the alum numfoil to 0.003 inch thick ionomer or a blend of not |ess than 50 percent
linear |ow density polyethyl ene and pol yethyl ene. The linear |ow density pol yethyl ene
portion of the blend shall be the copol yner of ethylene and octene-1 having a nelt index
range of 0.8 to 1.2 g/10 minutes in accordance with ASTM D1238-0l1lel, Standard Test Method
for Flow Rates of Thernopl astics by Extrusion Plastometer and a density range of 0.918 to
0.922 g/cc in accordance with ASTM D1505-98el, Standard Test Method for Density of

Pl astics by Density- Gadient Technique. Alternatively, 0.0005 inch thick polyester my
be used in place of the oriented polypropylene as the outer ply of the | anm nate. The fl at
sheet cover shall be made of the sane 3-ply lamnate as specified for the tray-shaped body
except the alum numfoil thickness may be 0.00035 inch. Al tol erances for thickness of
pouch materials shall be plus or mnus 20 percent. The color requirenments of the exterior
(oriented pol ypropyl ene or polyester side) of the |Ianinate shall be as specified in D
1,A (1),a. The material shall show no evidence of del am nation, degradation, or foreign
odor when heat sealed or fabricated into pouches. The nmaterial shall be suitably

formul ated for food packagi ng and shall not inpart any odor or flavor to the product.

b. Pouch construction. The tray-shaped body and the tray-shaped cover shall be
formed by drawing the flexible lam nate naterial into an appropriately shaped cavity. The
flat cover shall be in the formof a flat sheet of the barrier material taken fromrol
stock. Product as specified in D1, A shall be placed into the tray-shaped body of the
pouch. Pouch closure shall be effected by heat sealing together the cover and body al ong
the entire pouch perinmeter. The closure seal width shall be a mininmumof 1/8 inch. The
cl osure seal shall have an average seal strength of not |ess than 6 pounds per inch of
wi dt h and no individual specinen shall have a seal strength of less than 5 pounds per inch
of width when tested as specified in E-6,A (4),b. Alternatively, the filled and seal ed
pouch shall exhibit no rupture or seal separation greater than 1/16 inch or sea
separation that reduces the effective closure seal width to less than 1/16 i nch when
tested for internal pressure resistance as specified in E-6,A (4),c. The maxi num out si de
di mensi ons of the seal ed pouches shall be 542 inches wide by 7 3/8 inches long. The
closure seal width shall be a mininmumof 1/8 inch[Tg tear notch or serrations shall be
provi ded on one outside edge or two opposite outside edges of the pouch to facilitate easy
opening of the filled and seal ed pouch. The seal ed pouches shall not show any evi dence of
mat eri al degradation, alum num stress cracking, delam nation or foreign odor. Heat seals
shall be free of occluded matter. Seals shall be free of inpression or design on the sea
surface that would conceal or inpair visual detection of seal defects.

D-2 LABELI NG

A. Pouches. Each pouch shall be clearly printed or stamped, in a manner that does not
conceal or inpair visual exam nation of heat seals or damage the pouch, w th permanent
bl ack i nk or other, dark, contrasting color which is free of carcinogenic elenments. Pre-
printed information, information printed prior to sealing or information printed by non-
contact type printing equipnment may be | ocated anywhere on the pouch (in one conplete
print). Information printed subsequent to sealing by contact type printing equipnent may
be | ocated anywhere on the pouch, except the closure seal area. The | abel shall contain
the follow ng information:

(1) Nane and flavor of product (letters not less than 1/8 inch high)

(2) Date 1/

(3) Net Weight 2/

(4) Contractor's nane and address

(5) “Nutrition Facts” label in accordance with the Nutrition Labeling
and Education Act (NLEA) and all applicable FDA/ USDA regul ations 2/

1/ Each pouch shall have the date of pack noted by using a four-digit code beginning wth
the final digit of the current year followed by the three digit Julian day code. For
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exanpl e, 30 August 2002 woul d be coded as 2242. The Julian day code shall represent the
day the product was packaged into the pouch

2/ Shall appear on the commercial package or the barrier pouch, as applicable.
D- 3 PACKI NG

A. Packing for shipnent to ration assenbler. Not nore than 40 pounds of pouched product
shal | be packed in a fiberboard shipping contai ner constructed in accordance with style
RSC-L, class donestic, variety SW grade 200 of ASTM D5118/D5118M 95 (2001), Standard
Practice for Fabrication of Fiberboard Shipping Boxes. Each container shall be securely
closed in accordance with ASTM D1974-98, Standard Practice for Methods of d osing,
Seal i ng, and Reinforcing Fi berboard Boxes.

D-4 MARKI NG

A. Shi ppi ng containers. Shipping containers shall be narked in accordance w th DSCP
Form 3556, Marking Instructions for Shipping Cases, Sacks and Pall etized/ Cont ai neri zed
Loads of Perishable and Seni peri shabl e Subsi st ence.

SECTI ON_E | NSPECTI ON_AND ACCEPTANCE

The following quality assurance criteria, utilizing ANSI/ASQC Z1.4-1993, Sanpling
Procedures and Tables for Inspection by Attributes, are required. Unless otherw se
specified, Single Sanpling Plans indicated in ANSI/ASQC Z1.4-1993 will be utilized. When
requi red, the manufacturer shall provide the certificate(s) of conformance to the
appropriate inspection activity. Certificate(s) of conformance not provided shall be cause
for rejection of the lot.

A. Definitions.

(1) Critical defect. Acritical defect is a defect that judgment and experience
i ndi cate would result in hazardous or unsafe conditions for individuals using,
mai nt ai ni ng, or depending on the iteny or a defect that judgnent and experience indicate
is likely to prevent the perfornance of the najor end item i.e., the consunption of the
ration.

(2) Major defect. A major defect is a defect, other than critical, that is likely to
result in failure, or to reduce materially the usability of the unit of product for its
i nt ended purpose.

(3) Mnor defect. A mnor defect is a defect that is not likely to reduce materially
the usability of the unit of product for its intended purpose, or is a departure from
est abl i shed standards having little bearing on the effective use or operation of the unit.

B. Cassification of inspections. The inspection requirements specified herein are
classified as foll ows:

(1) Product standard inspection. The first article or product denonstration node
shal |l be inspected in accordance with the provisions of this docunment and eval uated for
overal | appearance and palatability. Any failure to conformto the perfornmance
requi renents or any appearance or palatability failure, shall be cause for rejection of
the lot. The approved first article or product denonstration nodel shall be used as the
product standard for periodic review evaluations. Al food conponents that are inspected
by the USDA shall be subject to periodic review sanpling and eval uati on. The USDA shal
sel ect sanple units during production of contracts and submt themto the follow ng
address for eval uation:
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US Arny Sol di er & Biological Chem cal Comrand
Soldiers System Ctr., Natick Sol dier Center
Attn: AMSSB- RCF- F(N)

15 Kansas Street

Natick, MA 01760-5018

One |l ot shall be randomy selected during each cal endar nonth of production. Six (6)
sanmpl e units of each item produced shall be randomy selected fromthat one production
lot. The six (6) sanple units shall be shipped to Natick within five working days fromthe
end of the production nonth and upon conpletion of all USDA inspection requirenents. The
sanple units will be evaluated for the characteristics of appearance, odor, flavor,
texture and overall quality.

(2) Confornmance inspection. Confornance inspection shall include the product
exam nation and the nethods of inspection cited in this section

E-5 QUALI TY ASSURANCE PROVI SI ONS ( PRODUCT)

A. Product exam nation. The finished product shall be exam ned for conpliance with the
performance requirements specified in Section C of the Packagi ng Requirements and Quality
Assurance Provisions docunment utilizing the double sanpling plans indicated in ANSI/ASQC
Z1.4 - 1993. The lot size shall be expressed in pouches. The sanple unit shall be the
contents of one pouch. The inspection |evel shall be S-3 and the acceptable quality |evel
(AQL), expressed in terns of defects per hundred units, shall be 1.5 for major defects and
4.0 for mnor defects. Defects and defect classifications are listed in table |

TABLE |I. Product defects 1/ 2/
Cat egory Def ect
Maj or M nor
Gener a
101 Product not type, style, flavor, shape, serving, class as specified.
102 More than 1/4 of the toaster pastry is crushed.
201 Toaster pastry broken into nore than three parts.
103 Toaster pastry does not contain at |east 33 percent, by weight, of
filling. 3/
202 Toaster pastry crust and filling not uniform

Appear ance

203 Appear ance and col or not characteristic for a baked pastry of the
applicable type, flavor, style, or class as specified.

Cdor and fl avor

104 Qdor or flavor not characteristic of the applicable type, flavor
style, or class as specified.

Texture

105 Texture not tender and firmbut hard, brittle, dry or soggy.
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204 Net wei ght for product without commercial wap |ess than 1.6 ounce.

1/ Presence of any foreign material such as, but not limted to dirt, insect parts, hair
gl ass, wood, netal, or nmold, or any foreign odors or flavors such as, but not linmted to
burnt, scorched, rancid, sour, or stale shall be cause for rejection of the |ot.

2/ Finished product not equal to or better than the approved product standard in
pal atability and overall| appearance shall be cause for rejection of the |lot.

3/ Weight of filling shall be verified with a certificate of conformance.

B. Met hods of inspection

(1) Shelf life. The contractor shall provide a certificate of conformance that the
product has a 3 year shelf |life when stored at 80°F. Governnent verification may include

storage for 6 nonths at 100°F or 36 nonths at 80°F. Upon conpl etion of either storage
peri od, the product will be subjected to a sensory eval uati on panel for appearance and
pal atability and rmust receive an overall score of 5 or higher based on a 9 point hedonic
scal e to be considered acceptabl e.

(2) Net weight exani nation

a. Comrercially wapped product in pouch. The net weight shall be verified with
the | abel on the commercial package. Product not conforming to the net weight requirenent
as specified in A-A-20211A shall be cause for rejection of the |lot.

b. Wthout conmercially wapped product in pouch. The net weight of the filled
and seal ed pouches shall be determ ned by wei ghing each sanple unit on a suitable scale
tared with a representative enpty pouch. Results shall be reported to the nearest 0.1
ounce.

(3) Nutrient content. The calorie content shall be verified by the NLEA “Nutrition
Facts” |abel. Product not conforming to the calorie content as specified in Section C of
this docunent shall be cause for rejection of the |lot.

(4) Moisture content testing. The sanple to be anal yzed shall be a conposite of
eight filled and seal ed pouches that have been selected at random from one production |ot.
The conposite sanple shall be prepared and anal yzed for npisture content in accordance
with the latest edition of the Oficial Methods of Analysis of AQAC International (OVA)
nmet hod nunmber 925.45D. Test results shall be reported to the nearest 0.1 percent.
Verification will be conducted through actual testing by a Governnent |aboratory. Any
result not conforming to the noisture content requirement shall be cause for rejection of
the | ot.

E-6 QUALITY ASSURANCE PROVI SI ONS ( PACKAG NG AND PACKI NG MATERI ALS)

A. Packagi ng.

(1) Pouch nmaterial certification. Material l|isted below may be accepted on the basis
of a contractor's certification of conformance to the indicated requirenents. In addition
conpliance to the requirenents for inside pouch dinmensions and di mensi ons of
manuf acturer's seals may be verified by certificate of conformance.

Requi r enent
Requi r enent par agr aph Test procedure
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Thi ckness of films for D-1,A (1),a and As specified in ASTM D2103 1/

| am nated nateri al D1,A (2),a

Aluminumfoil thickness D 1,A (1),a and As specified in ASTM B479 2/
D1,A(2),a

Lam nated nateri al D1,A (1),a and Laboratory eval uati on

identification D1,A(2),a

and construction

Col or of | am nated D1,A (1),a and Vi sual eval uation by FED-STD-595 3/

nmat eri al D1,A(2),a

1/ ASTM D2103-97 Standard Specification for Pol yethyl ene Filmand Sheeting

2/ ASTM B479-00 Standard Specification for Anneal ed A umi num and Al umi num Al l oy Foil For
Fl exi bl e Barrier, Food Contact, and O her Applications

3/ FED-STD-595 Col ors Used in CGovernment Procuremnent

(2) Unfilled preforned pouch certification. A certification of conformance nay be
accepted as evidence that unfilled pouches conformto the requirenents specified in D
1,A (1) a and b. When deened necessary by the USDA, testing of the unfilled preforned
pouches for seal strength shall be as specified in E-6,A (4),a.

(3) Filled and seal ed pouch exani nation. The filled and seal ed pouches shall be
exam ned for the defects listed in table Il. The | ot size shall be expressed in pouches.
The sanple unit shall be one pouch. The inspection level shall be | and the AQ., expressed
in terms of defects per hundred units, shall be 0.65 for mmjor defects and 2.5 for minor
def ects.

TABLE I'l. Filled and seal ed pouch defects 1/
Cat egory Def ect
Maj or M nor
101 Tear, hole, or open seal.
102 Seal width less than 1/16 inch. 2/
103 Presence of del amination. 3/
104 Uncl ean pouch. 4/
105 Pouch has foreign odor.
106 Any inpression or design on the heat seal surfaces which conceals or
inpairs visual detection of seal defects. 5/
107 Not packaged as specifi ed.
108 Presence of stress cracks in the alumnumfoil. 6/ 7/
201 Label m ssing, incorrect, or illegible.
202 Tear notch or serrations missing or does not facilitate opening.
203 Seal width less than 1/8 inch but greater than 1/16 inch.
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204 Presence of del ami nation. 3/
1/ Any evidence of rodent or insect infestation shall be cause for rejection of the |ot.

2/ The effective closure seal is defined as any uncontamni nated, fusion bonded, continuous
path, mininum 1/16 inch wide, fromside seal to side seal that produces a hernetically
seal ed pouch.

3/ Del ami nati on defect classification

Maj or - Del amination of the outer ply in the pouch seal area that can be propagated
to expose aluminumfoil at the food product edge of the pouch after manual flexing of the
del am nated area. To flex, the delam nated area shall be held between the thunb and
forefinger of each hand with both thunbs and forefingers touching each other. The
del am nated area shall then be rapidly flexed 10 tines by rotating both hands in
alternating clockw se- countercl ockwi se directions. Care shall be exercised when flexing
del am nated areas near the tear notches to avoid tearing the pouch nmaterial. After
flexing, the separated outer ply shall be grasped between thunb and forefinger and gently
lifted toward the food product edge of the seal or if the separated area is too small to
be hel d between thunb and forefinger, a nunber two stylus shall be inserted into the
del am nated area and a gentle |ifting force applied against the outer ply. If separation
of the outer ply can be made to extend to the product edge of the seal with no discernible
resistance to the gentle lifting, the delam nation shall be classified as a major defect.
Addi tionally, spot delam nation of the outer ply in the body of the pouch that is able to
be propagated beyond its initial borders is also a major defect. To deternmine if the
lam nated area is a defect, use the followi ng procedure: Mark the outside edges of the
del am nated area using a bold pernmanent marking pen. Open the pouch and renove the
contents. Cut the pouch transversely not closer than 1/4 inch (+1/16 inch) fromthe
del am nated area. The pouch shall be flexed in the area in question using the procedure
descri bed above. Any propagation of the delam nated area, as evidenced by the del am nated
area exceeding the limts of the outlined borders, shall be classified as a major defect.

M nor - Mnor delanination of the outer ply in the pouch seal area is acceptable and
shall not be classified as a minor defect unless it extends to within 1/16 i nch of the
food product edge of the seal. Al other minor outer ply delanm nation in the pouch sea
area or isolated spots of delam nation in the body of the pouch that do not propagate when

fl exed as descri bed above shall be classified as m nor defects.

4/ CQuter packaging shall be free fromforeign matter which is unwhol esome, has the
potential to cause pouch danmage (for exanple, glass, netal filings) or generally detracts
fromthe cl ean appearance of the pouch. The follow ng exanples shall not be classified as
defects for unclean

a. Foreign matter which presents no health hazard or potential pouch damage and
whi ch can be readily renmoved by gently shaking the package or by gently brushing the pouch
with a clean dry cloth.

b. Dried product which affects |l ess than 1/8 of the total surface area of one pouch
face (localized and aggregate).

c. Water spots.

5/ If doubt exists as to whether or not the sealing equi prent |eaves an inpression or
design on the closure seal surface that could conceal or inmpair visual detection of sea
defects, sanples shall be furnished to the contracting officer for a determ nation as to
acceptability.

6/ Applicable to formfill-seal pouches only.
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7/ The initial exam nation shall be a visual exam nation of the cl osed package. Any
suspect ed vi sual evidence of stress cracks in the alum numfoil (streaks, breaks, or other
di sruptions in the lamnated film shall be verified by the follow ng physica

exam nation. To exam ne for stress cracks, the inside surface of both tray-shaped bodies
shal | be placed over a light source and the outside surface observed for the passage of
light. Cbservation of light through the pouch material in the formof a curved or straight
line greater than 2 mmin length shall be evidence of the presence of stress cracks.
oservation of light through the pouch material in the formof a curved or straight line 2
mmin length or smaller or of a single pinpoint shall be considered a pinhole. Qobservation
of ten or nore pinholes per pouch shall be evidence of material degradation

(4) Seal testing. The pouch seals shall be tested for seal strength as required in
a, b, or c, as applicable.

a. Unfilled preformed pouch seal testing. The seals of the unfilled preforned
pouch shall be tested for seal strength in accordance with ASTM F88-00, Standard Test
Met hod for Seal Strength of Flexible Barrier Materials. The lot size shall be expressed in
pouches. The sanpl e size shall be the nunber of pouches indicated by inspection level S-1
Three adj acent speci nens shall be cut fromeach of the three seal ed sides of each pouch in
the sanple. The average seal strength of any side shall be cal cul ated by averaging the
t hree specinens cut fromthat side. Any average seal strength of |less than 6 pounds per
inch of width or any test specinen with a seal strength of |ess than 5 pounds per inch of
wi dt h shall be cause for rejection of the lot.

b. Pouch closure seal testing. The closure seals of the pouches shall be tested
for seal strength in accordance with ASTM F88-00. The | ot size shall be expressed in
pouches. The sanple size shall be the nunber of pouches indicated by inspection level S-1
For the closure seal on preformed pouches, three adjacent specinmens shall be cut fromthe
cl osure seal of each pouch in the sanple. For the formfill-seal pouches, three adjacent
speci mens shall be cut fromeach side and each end of each pouch in the sanple. The
average seal strength of any side, end or closure shall be cal culated by averaging the
three specinmens cut fromthat side, end or closure. Any average seal strength of |ess than
6 pounds per inch of width or any test specinmen with a seal strength of |ess than 5 pounds
per inch of width shall be cause for rejection of the |lot.

c. Internal pressure test. The internal pressure resistance shall be deternined
by pressurizing the pouches while they are restrained between two rigid plates. The sanple
size shall be the nunber of pouches indicated by inspection level S-1. If a three sea
tester (one that pressurizes the pouch through an open end) is used, the closure sea
shall be cut off for testing the side and bottom seals of the pouch. For testing the
cl osure seal, the bottom seal shall be cut off. The pouches shall be enptied prior to
testing. If a four-seal tester (designed to pressurize filled pouches by use of a
hypoderm ¢ needl e t hrough the pouch wall) is used, all four seals can be tested
si mul taneously. The di stance between rigid restraining plates on the four-seal tester
shal |l be equal to the thickness of the product +1/16 inch. Pressure shall be applied at
the approximate uniformrate of 1 pound per square inch gage (psig) per second until 14
psig pressure is reached. The 14 psig pressure shall be held constant for 30 seconds and
then rel eased. The pouches shall then be examined for separation or yield of the heat
seal s. Any rupture of the pouch or evidence of seal separation greater than 1/16 inch in
t he pouch manufacturer’s seal shall be considered a test failure. Any seal separation that
reduces the effective closure seal width to less than 1/16 inch (see table Il, footnote
2/) shall be considered a test failure. Any test failure shall be cause for rejection of
the | ot.

B. Packi ng.
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(1) Shipping container and narking examination. The filled and seal ed shi pping
contai ners shall be exam ned for the defects listed in table Il below The lot size shall
be expressed in shipping containers. The sanple unit shall be one shipping container fully
packed. The inspection |evel shall be S-3 and the AQL, expressed in terns of defects per
hundred units, shall be 4.0 for major defects and 10.0 for total defects.

TABLE I'11. Shipping container and marking defects
Cat egory Def ect
Maj or M nor
101 Marking omitted, incorrect, illegible, or inproper size, |ocation
sequence or nethod of application.
102 | nadequat e wor kmanshi p. 1/
201 More than 40 pounds of product.

1/ Inadequate workmanship is defined as, but not limted to, inconplete closure of
contai ner flaps, |oose strapping, inadequate stapling, inproper taping, or bulged or
di storted contai ner.

SECTI ON J REFERENCE DOCUMENTS

DSCP FORMS

DSCP FORM 3556 Marking Instructions for Shipping Cases, Sacks and Pall eti zed/
Cont ai neri zed Loads of Perishabl e and Sem perishabl e Subsi stence

FEDERAL STANDARD

FED- STD-595 Colors Used in Government Procurenent
NON- GOVERNVENTAL  STANDARDS

AVERI CAN SOCI ETY FOR QUALITY (ASQ

ANSI / ASQCZ1. 4- 1993 Sanpl i ng Procedures and Tables for Inspection by Attributes
ASTM | NTERNATI ONAL

B479- 00 St andard Specification for Anneal ed Al unm num and

Al umi num Al l oy Foil For Flexible Barrier, Food Contact,
and Ot her Applications

D1238-01el Standard Test Method for Melt Flow Rates of
Ther nopl astics by Extrusion Pl astoneter

D1505- 98el Standard Test Method for Density of Plastics by
Density- Gradi ent Techni que

D1974- 98 Standard Practice for Methods of O osing, Sealing, and
Rei nf orci ng Fi berboard Boxes

D2103- 97 Standard Specification for Polyethylene Film and
Sheeti ng

D5118/ D5118M 95 (2001) Standard Practice for Fabrication of Fiberboard
Shi ppi ng Boxes

F88- 00 Standard Test Method for Seal Strength of Flexible
Barrier Materials

AQCAC | NTERNATI ONAL
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O ficial Methods of Analysis of the AQAC International (OWA)

AMSSB- RCF- FN ( Val vano/ 4259) 14 July 2003
TO DSCP- HRAC ( Kavanagh/ 7774)

Subj ect: ES03-150; phone call; Docunent Change; Packagi ng and Qual ity Assurance Provisions
for A-A-20211A Toaster Pastry; Sterling Foods; Best and Final Ofer; correct formfill
seal pouch width

Date received: 14 Jul 03
Dat e due: RUSH
Date replied: 14 Jul 03

1. DSCP informed this office that Sterling Foods requested a change to the toaster pastry
pouch maxi mum out si de di nensions from5-1/2 inches to 6 inches wide for the formfill seal
body. They stated that the 1999 quality assurance provisions had a 6 inch width

requi renent. DSPC requested an i mediate reply since the Contracting O ficer needed this
info for the best and final offer.

2. This Center reviewed the folder and concurs with accepting the contractor’s request
based on the foll ow ng information.

(a) The original 1997 quality assurance provisions for A-A-20211 had a formfill seal
pouch wi dth of 5-1/2 inches.

In Nov 1999, a change was made to increase the width to 6 inches.

The 31 Jan 2000 version for A-A-20211 also cited 6 inches.

When the subject CID A-A-20211A was revi sed and approved in May 2002, DSCP asked
Nati ck to update the QAP. The 30 Aug 2002 was updated for the A-A-20211A CID and
cited a 5-1/2 inches wi dth.

(b
(c
(d

— N —

3. Therefore, in order for the vendor to use the current sized pouch in the new contract,
Nati ck recommends that DSCP i npl enment the change highlighted in the attached file for all
current, pending and future procurenents until the subject docunent is formally anmended or
revised.

4. The attached file includes the pouch wi dth as requested.

1 Attachnent DONALD A. HAMLI N
Team Leader
Food Engi neering Services Team
Conbat Feeding Directorate

R Val vano
CF: NSC.
Ayl war d
Friel CF:. DSCP & S\Cs:
Ham i n Ant hony Mller
Hill Art hur Lowry
Loveri dge Bewar d Mal ason
Ar ci di ocona Ri chardson H.
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Sher man Gal l'i gan
Trottier Kavanagh
Val vano
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	More than 1/4 of the toaster pastry is crushed.
	Unclean pouch. 4/
	Pouch has foreign odor.
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