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While wverage American or Canadian frankfurter may
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it is derived, nevertheless its popularity in the
itries is enormous. Americans consume over a b
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zones. Other machines then strip
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require the use of casings, and nume-

dian patents have been issued on methods

ducing frankruters without casings. Of these, only
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The frankfurters thus formed
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~400 kg per hour. Some current units use liquid rather than

vonventional smoke. Where this is the case, the uncooked
I\ank“\ll‘ters first pass under cold water sprays to remove
iy loose emulsion, then under liquid smoke sprays prior to

tnt
®ring the heating chamber.

SYStem similar to the Canada Packers one was developed by
¢ Schmidt Provision Co. in 1963. The main differences were
%4 the design of the heating and smoking chambers, the method
loadlnp the conveyor, and in the method of chilling. The
“huigy process also employed a spray treatment of the un-
?:i:d frankfurters with an etible acid, in order to faci-
hng ® removal of the casings at the completion of proces-
A number of installations ranging in capacity from
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r;:&:hlrd system in commercial use is that developed by
dseq Mayer in iiadison, Wisconsin. Special equipment 1s

o stuff 10 cellulose casings simultaneously. The ca-
eﬁni as they are filled, move onto parallel conveyors

ln ®qQuipped with mechanical crimping means at frankfurter-
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8. The strands remain crimped in this manner throu-

nrocessing cycle. The general U.S. Patent
Oscar Mayer process indicates that the total
is 38 minutes, in 9 processing stages. In
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'St stage the product is smcked for 7 minutes at 40°c.
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" moves through zones of increasing temperature until

Ouse" temperature of 104°C is reached. When discharged
7 Om this zone the product has an internal temperature of
The frankfurters are then conveyed under cold water
for 2 minutes, and finally under brine sprays at

minutes.

Completion of chilling the crimping means open and

lachines remove the casings from the product. The




skinless frankfurters then move to
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where they are- vacuum-packa

resin directly onto the packagir

doubtedly the most scphisticated in operation in North Ameé~
rica today. The capacity of the unit at the Madison factor!
is reported to be 1600 kg per hour., Similar systems are

installed at all five Oscar Mayer factories.
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protype stage, is that
Union Carbide, a large

the Canada Packers

‘ 8
stuffing-linking equipment is employed. However, the 1linke€”
frankfurter strands, instead of being hung on hooks, are
laid in stainless steel baskets for transport through smo~
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king, cooking, and initial chilling zones. The frankfurter

are discharged from the baskets for final chilling under

brine sprays at =-4°C, and are conveyed to conventional

stripping machines for removsl of the casings.

The total processing time is reported to be about 35 minu~
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tes, with 8 minutes in smoke, 16 minutes in cook, and 11 z
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nutes in chill. The capacity of the one protype unit in OP

ration at the present time is 80C kg per hour.

One final system remains to be described. This system in
volves a rather daring departure from conventional procesd®
but unfortunately it has not been successful. Several co®”
mercial units were brought into operation but we believe

all have now been abandcned.

Basically, the system substitutes a solution of dextrose
and salt for the heatel air used in conventional fparkfuxif
processing. This provides much more rapid heat transfer, pv*
presents problems of metal corrosion and solution conta~
mination.

The Frank-C-Matic process (as the system is called) wmpl°ys
conventional means for filling the casings with emulsions
but the stuffed strands are formed furt
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s, linked bty crimping means, are first conveyed

minutes through a smoke chamber at 99°¢. They then
8 up and down through a tank containing about 7500 liters
on containing 40 % dextrose and 10 % salt, at a
4,5. The temperature of this tank is about 74°C. Dwell
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1 1 1 clear that many millions of dollars have been
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x 1n the development and construction of unsuccessful
lNuous frankfurter processing systems, it 1s alse clear

>nd will be more and more to continuous

there are at least 16 continuous units
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3 1ly operation in the U.S. and Canada. These units range
“og

Pacity from 450 to 3500 kg per hour

antages of continuous processing are substantial.
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ct uniformity is greatly improved, shrinkage is more

tely controlled, and labour is practically elimina-
n the more automated systems operators are present

to inspect for detective product and to monitor equi-

operation.

joes the industry go from here? It would appear that
all of the labou? that can be saved has been saved.
however, one very substantial saving still to be

the U.S. alone over 8 20 million is spent annually
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llulose casings for frankfurter production. These

erve only to shape and contain the product during

heating, and chilling. At the completion of these

ns they represent only a removal and waste-dispos31

iay, perhaps in the not too distant future, a method

ye found for manufacturing frankfurters of acceptable
ance and quality without the use of casings. This
e good news for the meat processor, if not for the c&°

ranufacturer.



