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Food & Drink



Minimising the risk of food contamination is a priority within the food and drink industry. Food debris 
such as solids, fats, bloods and oils all encourage the growth of bacteria on the surface of the floor. 
The transfer of this bacteria from the floor to equipment poses a huge risk of contamination, therefore 
it is important to take precautions to ensure your processing environment is as hygienic as possible.

Why choose a John Lord floor?
John Lord manufacture and install over 30 different resin flooring systems designed to cater for all 
areas within a food and drink factory.

Our resin flooring systems are developed and manufactured exclusively in-house to ISO 9001:2008 
and 14001 and can be specified in a range of finishes depending on your requirements; including 
smooth or anti-slip profiles, matt or gloss surfaces, rigid and flexible systems, and with formulas 
resistant to aggressive chemicals and high temperatures. 

A seamless resin floor from John Lord offers exceptional performance, with systems to suit light to 
heavy trafficking, wet and dry areas, laid flat or to falls and to various substrates.

As an alternative to resin our Vibrogard industrial tiling system has been successfully installed using 
fully vitrified tiles for over 40 years.

A total responsibility flooring solution
Our unique, Total Responsibility guarantee means responsibility for your flooring project starts and 
finishes with us. From specification and product manufacture, to installation of the finished floor and 
after care service.

We also offer our Aspen range of stainless steel products - designed and manufactured in house 
by our sister company Canal Engineering - along with other products and services, to provide a full 
flooring and associated finishes package including:
 
•             Stainless steel drainage and protection
•             Specialist wall coatings and finishes

We are proud to work in partnership with:

John Lord has a long track record of providing safe, hygienic, and 
hard-wearing flooring systems to the food and drink industry.
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BioCote® technology
John Lord are the only UK flooring company to partner with BioCote to offer a complete antimicrobial
resin flooring system. BioCote® silver ion technology is incorporated into the resin flooring during
the manufacturing process as an additive and is not applied as a coating after production therefore 
lasting the lifetime of the floor. 

Once incorporated, Biocote® Antibacterial Technology will:
•	 Reduce bacteria by up to 99.99%
•	 Make a product more hygienic and safer to use
•	 Minimise the potential for cross contamination
 
The most important advantage of the antimicrobial additives, apart from the protection they offer, 
is the fact that they do not alter the products in which they are integrated. BioCote® antimicrobial 
additives:
•	 Do not change the aesthetics of the products
•	 Have no adverse effect on performance
•	 Do not wear out and are not eliminated when rinsed

RESIN
 AREAS

PRODUCTION AREA
URAGARD HT62

PACKING HALL
URAGARD MT

WASH ROOM/BONING
URAGARD HTAS

CORRIDORS / WALKAYS
URAGARD MT(F)

COLD STORE
URAGARD HT100

OFFICE
URAGARD MT(F)

CHANGING ROOM
URAGARD DQ

CIP ROOM
VIBROGARD HD 

TILES

WAREHOUSE
EPIGARD SF

GOODS IN/OUT
EPIGARD SF

*The above diagram is for illustrative purposes only. Please speak to your technical sales manager to discuss your specific requirements.
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