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Non-Technical Summary 

The operator is proposing to add infrastructure to the site for the production of two new products, 

lacto-free milk and organic milk.  This is an opportunity to update the current permit which has not 

been varied since its inception in 2005.  The site will see an approximate 120% increase in production 

capacity, from the current 100 million litres per year to 220 million litres per year.  The following 

changes are included in this variation: 

• The removal of butter production from the permitted activities; 

• The addition of production of lacto-free and organic milk; 

• New CIP systems to serve the new process plant; 

• The addition of a new energy centre to the site, including a new 9MW boiler, refrigeration 
plant and compressors; 

• A new chill store in the despatch bay; 

• Upgrades to the current effluent treatment plant to allow more efficient operation, with the 
potential addition of acid cracking if required; 

• Decommissioning of the existing fuel oil boiler and associated fuel storage tanks; 

• Installation of a reverse osmosis plant for the treatment of recovered cleaning water. 
 

A detailed description of the existing and new processes has been given in section 3 of the application. 

The variation will involve the addition of one new emission point to air, from the new boiler plant.  

The addition of this emission point, as well as the decommissioning of the old boiler, has been assessed 

using the Environment Agency’s H1 tool, and further dispersion modelling has been carried out which 

has found the impact of the new emission point to be insignificant on surrounding human and 

ecological receptors. 

The variation does not involve any new emission points to sewer or surface water. 

The new processing equipment, CIP systems, boiler, refrigeration systems and compressors have all 

been designed to reduce energy and water consumption and operate as efficiently as possible, 

incorporating best practise features such as consideration of heat recovery from the refrigeration 

plant and optimised use of CIP wash water. 

The variation includes the addition of new bulk storage tanks for raw materials and CIP chemicals, 

increasing the overall site tank inventory.  A full tank inventory has been given in the application, along 

with measures taken to protect the site and surrounding receptors from the potential for leaks and 

spills, including: 

• Effluent Plant Management Procedures 

• Delivery procedures for raw milk, chemicals and fuels  

• Spillage/Emergency Procedures 

• Secondary and Tertiary Containment infrastructure 
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A full risk assessment is given in section 8 of the application and additional measures identified which 

also form part of this variation, including new curbing and upgrades to the existing protection of 

surface water outfalls to the adjacent River Ribble. 

The variation is not expected to give rise to additional risks in relation to fugitive emissions to air, 

odour or noise.  Existing provisions for managing these risks will continue to operate and are 

considered adequate: 

• Planned preventative maintenance (PPM) of refrigeration plant 

• Site Odour Management Plan 

• Measures to control noise including equipment housing and specification, PPM and site 
transport controls 

 

The only new raw materials to be used on site as a result of this variation are the lactase enzyme used 

in the lacto-free process and new CIP chemicals.  Otherwise all raw materials used remain the same 

but will increase in throughput. 

The site continues to operate an environmental management system (EMS) certified to 

ISO14001:2015.  The EMS will cover all new operations at the site and new SOP’s will be generated 

where required to ensure appropriate controls of all new activities, with existing relevant parts of the 

EMS such as emergency plans updated where required. 

There is currently no requirement for emissions monitoring from the process.  The operator will 

continue with the existing monitoring schedule as set out in the existing permit and does not propose 

any further monitoring, for example of the new boiler plant.  

The operator closely monitors utilities use and waste arisings, constantly working to increase 

efficiency on site through an ongoing Continuous Improvement (CI) programme, some examples of 

which are included in the main application.  There will be no new waste streams as a result of the 

variation; lactose removed from raw milk for the lacto-free product line will be reused on other Arla 

sites in the production of other products. 

The site is already part of a Climate Change Agreement, working towards the next carbon reduction 

milestone.  The operator will take the necessary steps to align the existing agreement with the 

proposed changes to the site. 

A risk assessment of the potential impacts on the environment of the proposed changes has been 

presented in Section 8.  This takes into account all identified sensitive ecological and human receptors, 

and the measures put in place to minimise impacts.  An assessment of emissions to air has been carried 

out using the EA’s H1 tool and air dispersion modelling, which demonstrates that the impact of the 

proposed variation is insignificant. Proposed improvements to the site are considered sufficient to 

protect surrounding receptors from the possibility of leaks and spills, taking into account the increased 

site storage inventory.  The variation is not expected to give rise to additional risks in relation to 

fugitive emissions to air, odour or noise.  It is concluded that the extension to the installation will be 

managed sufficiently so as to present a low ongoing risk to the environment. 
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1. What activities are you applying to vary? 

 Table 1a Types of Activities 

Schedule 1 listed activities 

Installation Name Schedule 1 

References 

Description of the 

activity 

Activity 

daily 

capacity 

Annex IIA or 

IIB (disposal 

and 

recovery) 

codes 

Hazardous 

waste 

treatment 

capacity  

Non-

hazardous 

waste 

treatment 

capacity 

Settle Creamery 6.8 A (1)(e)  Treating and 

processing milk 

over 200 tonnes 

per day 

760 

tonnes 

input* 

- - - 

Settle Creamery 5.4 A (1) 

(ii) 

Disposal of non-

hazardous waste 

over 50 tonnes per 

day by physico-

chemical 

treatment 

450m3 ** 

 

D9 - 450m3 

See note on 

increase. 

Directly associated activities (See note 4) 

Name of DAA  Description of the DAA (please identify the schedule 1 activity it serves) 

Generation of 

process heat 

Existing natural gas fired boiler; gas oil fired back-up boiler, to be decommissioned; proposed new 

LPG fired boiler providing heat for milk processing (6.8 A (1)(e) 

Process Cooling Ammonia refrigeration plant and package chiller 

Water Treatment Reverse Osmosis plant to treat and recover water 

Cleaning and 

Hygiene Processes 

3 x CIP sets serving raw milk tanks, UHT process and Lacto and organic processes 

Raw Materials and 

Product Storage 

Raw milk, cream, lactose and finished milk storage in bulk tanks and in cartons 

Chemical Storage Bulk storage of acid and caustic for effluent treatment and CIP chemicals 

Waste Storage 

pending Disposal 

Storage of process waste including effluent sludge, waste milk, packaging and other waste 

streams. 

For installations 

that take waste 

Total storage capacity  
N/A 

Annual throughput (tonnes each year) N/A 

*Raw milk intake in 2018 was 125557 tonnes.  Increase in production of 120% (currently 100 million litres annual 

production of UHT; variation to add 90 million litres annual production lacto-free plus 30 million litres annual production 

organic) results in an increase in raw milk intake to 276,225 tonnes per year over 365 days. 

** Site in discussion with Water Plus (United Utilities) to increase permitted volume, currently estimated to require 650m3 

per day. 
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1b. About the Proposed Changes  

The operator is proposing to add infrastructure to the site for the production of two new products, 

lacto-free milk and organic milk.  This is an opportunity to update the current permit which has not 

been varied since its inception in 2005.  The following changes are included in this variation: 

• The removal of butter production from the permitted activities; 

• The addition of production of lacto-free and organic milk; 

• New CIP systems to serve the new process plant; 

• The addition of a new energy centre to the site, including a new 9MW boiler, refrigeration 
plant and compressors; 

• A new chill store in the despatch bay; 

• Upgrades to the current effluent treatment plant to allow more efficient operation, with the 
potential addition of acid cracking if required; 

• Decommissioning of the existing fuel oil boiler and associated fuel storage tanks; 

• Installation of reverse osmosis plant for the treatment of recovered cleaning water. 
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2. Emissions to Air, Water and Land 

Table 2 Emissions 

POINT SOURCE EMISSIONS TO AIR 

Emission Point 

Ref. 

Parameter Concentration  Unit Source 

A1 NOx 

SO2 

CO 

189 

- 

3.8 

mg/m3 Natural Gas Fired Boiler 

A2 NOx 

SO2 

CO 

 mg/m3 Oil Fired back up boiler 

A3 NOx 

SO2 

CO 

<200 

<35 

mg/m3 New LPG Fired Boiler 

POINT SOURCE EMISSIONS TO WATER (OTHER THAN SEWERS) 

W1 Clean rainwater - - Surface Rainwater 

W2 Clean rainwater - - Surface Rainwater 

W3 Clean rainwater - - Surface Rainwater 

POINT SOURCE EMISSIONS TO SEWERS, ETP’S OR OTHER TRANSFERS OFF SITE 

S1 
COD Daily load 

Settled COD 

Cyanides and cyanogen 

compounds 

Separable grease and oil 

Sulphates as SO4 

Sulphides, 

hydrosulphides, 

polysulphides 

Total Phosphorus as P 

Total suspended solids 

Toxic metals 

pH  

1500  

4000 

1 

 

500 

1000 

1 

 

100 

2000 

10000 

6-10 

Kg/d 

mg/l 

mg/l 

 

mg/l 

mg/l 

mg/l 

 

mg/l 

mg/l 

ug/l 

 

Effluent (current consent levels) 

POINT SOURCE EMISSIONS TO LAND 

N/A 
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3. Operating Techniques 

3a Technical Standards 

Table 3a Technical Standards 

Description of the Schedule 1 

Activity or DAA 

Relevant Technical Guidance Note Document Reference 

6.8 A (1)(e) Treating and processing 

milk over 200 tonnes per day 

Food, Drink and Milk Industries BREF 
August 2006 
 
 
Food, Drink and Milk Industries BREF 
Final Draft, October 2018 
 
Food and Drink Sector Guidance EPR 
6.10 

Section 3a, Main Application 

Document  

5.4 A (1) (ii) Disposal of non-

hazardous waste over 50 tonnes per 

day by physico-chemical treatment 

Generation of process heat 

Process Cooling 

Water Treatment 

Cleaning and Hygiene Processes 

Raw Materials and Product Storage 

Chemical Storage 

Waste Storage pending Disposal 

 

Butter is no longer produced at the site.  All plant and equipment related to the processing and 

manufacture of butter has been removed from the site and the area is now used as a packaging store.  

The operator has also decommissioned three out of the six fillers on site.  This has been possible due 

to process efficiencies and production planning.  The least efficient fillers will now be removed to make 

space for the proposed new lacto-free plant. 

 

Process Control Philosophy 

Arla as a business operates in line with it’s Good Growth 2020 Strategy which aims to grow the 

business responsibly.  Part of the Good Growth Strategy is the Environmental Strategy 2020 which 

sets targets and areas of focus for the business including sustainable farming, climate, water and 

energy and zero waste.  Within the areas of production, transport and packaging the business targets 

a 25% reduction in greenhouse gases by 2020 compared to 2005 baseline, with a future target of 

carbon net zero by 2050.  Within food production, the operator aims to achieve this aim through the 

use of environmentally friendly technologies, change from fossil to renewable energy sources and 

increase energy and water efficiency by three per cent annually.  Strategies to achieve these 

reductions include increased use of heat recovery, reuse of water and use of LEAN Management 

https://www.arlafoods.co.uk/en/company/responsibility/environmental-strategy/water-and-energy/
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implementation.  The Good Growth Strategy will be replaced by the Green Ambition programme 

which continues and accelerates progress towards the zero carbon target by 2050. 

All infrastructure projects, including the subject of this variation, are evaluated through this lens in 

terms of their potential contribution to overall efficiency goals, within the limitations of the particular 

site. 

On a practical level, the manufacturing process is automated and controlled using a PLC system.  This 

includes measures to prevent errors and wastage, ensuring all plant operates at optimum levels.  

Recent Continuous Improvement projects have included upgrades to process control software and 

cleaning regimes, to allow the operator to collect more ‘interface’ milk for reuse.  The percentage 

allowable use of interface milk in the product is agreed with each customer.   

The site operates a batch system for milk production.  This means that production runs are planned 

so that products can be changed over as a normal CIP clean would be required i.e. there are no 

additional CIP cleans due to production change overs – products are changed over as cleaning would 

be required anyway. 

Existing UHT product line 

The process flow for the existing UHT line can be found in Figure 1 below. 
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Figure 1 UHT Process Flow  
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Milk is received into 1 of 4 raw milk silos with a total holding capacity of 532,000 litres in accordance 

with current site procedures. Raw milk is pumped from the raw silos through separating units that 

separate cream from the skim phase.  

Cream is reintroduced in controlled proportions and standardised into the recognised skimmed, semi-

skimmed or full cream formats. Excess cream is removed, pasteurised, cooled and stored in 

intermediate silos and then finished cream silos prior to export from the site.  

Standardised milk is pasteurised and stored in 1 of 7 chilled batch silos with a total holding capacity of 

420,000 litres prior to sterilisation. Batched standardised milk is sterilised at temperatures between 

135ºC - 145 ºC for between 1 -4 seconds, through one of two sterilising units, at rate ranging between 

9,000 – 19,000 litres/hour. Sterilised milk is cooled and held in 1 of 3 sterilised milk tanks with a total 

capacity of 30,000 litres prior to filling.  

Sterilised UHT milk is transferred to 1 of 3 carton fillers dependent upon format at a rate between 

10,000- 20,000 litres per hour. Cartons are automatically case packed and palletised and transferred 

to third party warehousing.  

Process and filling equipment is cleaned at predetermined frequencies based upon volume and 

throughput. To minimise waste the initial flush of residual milk, termed interface, is stored in 1 of 3 

tanks with a capacity of 15,000 litres and reintroduced at prescribed rates at the standardisation stage. 

 

Proposed new Lacto-free Product Line 

The process flow for the proposed new lacto-free line can be found in Figure 2 below. 
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Figure 2 Lacto-free Process Flow 
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Milk is received into 1 of 4 raw milk silos with a total holding capacity of 532,000 litres in accordance 

with current site procedures. Raw milk is pumped from the raw silos through a bespoke separating 

unit that separate cream from the skim phase.  

Excess cream is removed, pasteurised, cooled and stored in intermediate silos and then finished cream 

silos prior to export from the site.  

Skimmed milk passes through two filtration units where a proportion of the Lactose is removed and 

stored in 1 of 2 50,000 litre silos prior to exporting from site. The filtered milk is standardised with a 

blend of water, cream and potable water. An enzyme is added and the standardised milk is stored for 

up to 24 hours in 1 of 6 Hydrolysation silos with a combined capacity of 600,000 litres. When the 

lactose content is below the specified limit it is sterilised by steam infusion at temperatures up to 

160ºC for less than 1 second through a bespoke steam infusion unit at a rate of up to 20,000 

litres/hour.  

Heat treated milk is chilled and held in 1 of 2 bespoke chilled milk silos with a total capacity of 200,000 

litres prior to filling. Lacto-free milk is transferred to 1 of 3 carton fillers dependent upon format at a 

rate between 10,000- 20,000 litres per hour. Cartons are automatically case packed and palletised. 

They are temporarily held in chilled store prior to transfer to third party warehousing using chilled 

transport.  

Process and filling equipment is cleaned at predetermined frequencies based upon volume and 

throughput. 

 

Proposed new Organic Product Line 

The process flow for the proposed new organic line can be found in Figure 3 below. 
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Figure 3 Organic Process Flow 
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Milk is received into 1 of 2 dedicated raw milk silos with a holding capacity of 300,000 litres, in 

accordance with site procedures.  

Raw milk is pumped from the raw silos through a separating unit that separates cream from the skim 

phase. Excess cream is removed, pasteurised, cooled and stored in intermediate silos and then 

finished cream silos prior to export from the site.  

Organic cream is reintroduced to the skimmed milk at controlled rates to standardise the milk as 

skimmed, semi-skimmed or full cream organic milk. Standardised organic milk is pasteurised and 

subsequently chilled prior to storage in batch silos. Organic milk is heat treated through steam infusion 

at temperatures up to 160ºC for less than 1 second through a bespoke steam infusion unit at a rate of 

up to 20,000 litres/hour.  

Heat treated milk is chilled and held in a bespoke chilled milk silo prior to filling.  Organic milk is 

transferred to 1 of 3 carton fillers dependent upon format at a rate between 10,000- 20,000 litres per 

hour. Cartons are automatically case packed and palletised. They are temporarily held in chilled store 

prior to transfer to third party warehousing using chilled transport.  

Process and filling equipment is cleaned at predetermined frequencies based upon volume and 

throughput. To minimise waste the initial flush of residual milk, termed interface, is stored in 1 of 3 

tanks with a capacity of 15,000litres and reintroduced at prescribed rates at the standardisation stage. 

 

Effluent Treatment 

The current effluent plant operates as follows (see Figure 4 below): 

One inlet pit receives all effluent from the site, comprising 2 x submersible pumps running together 

to feed the Dissolved Air Flotation (DAF) plant. The capacity of the DAF plant is 28m3/hr, anything 

above that is diverted into 2 x 90m3 silos, these are auto downloaded back into the inlet pit at a pre-

determined level. There is air injection into the DAF flow which allows the site to scoop the excess 

sludge off the top and that sludge is transferred into a holding tank of capacity 40m3.  Site currently 

pH balance the inlet pit to ensure compliance with their consent limits of between 6-10pH. Turbidity 

probes monitor the turbidity and correlate to COD. Anything that is out of specification with regard to 

pH or turbidity is diverted into another silo, that again is downloaded back into the inlet pit at a 

controlled rate.  The system is controlled by a Siemens plc operating system. 
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Figure 4 Effluent Plant Schematic 

 

 

The operator has recently completed improvements to the existing plant to improve the efficiency of 

operation to enable the plant to manage the increased volume from the new lacto-free plant.  These 

improvements include repairs to the Krofta, a new plc system, improvements to pumps and pipework 

and installing a non-return valve on the divert tank. 

The operator intends to close out the improvements in November 2019 to allow data collection in 

December 2019. This data should then allow the operator to demonstrate a step change in 

performance of the existing plant.  The operator then intends to engage with external consultants to 

determine what additional improvements need to be considered (if any) to ensure the existing and 

additional effluent can be managed in accordance with the discharge consent.  If further treatment of 

effluent is required as a result of additional volumes from the new plant, acid cracking is likely to be 

employed.  This involves lowering the pH of the effluent using hydrochloric acid (36%) to ‘crack’ the 

emulsion (i.e. ensure any emulsified fats are brought back out of solution). The alkali is then needed 

for two purposes: 

• To raise the pH to a value that optimises the coagulant addition to enhance removal 
of the ‘cracked’ emulsion (Fats, Oils and Greases).  

• To ensure that the discharged effluent is within the discharge consent limits (6-10) 
 

The balance tank will allow a certain degree of auto pH correction, but because of the importance of 

both removing the FOG and meeting consent (for COD and pH), chemical addition will be made 

available. This is likely to require the installation of new bulk tanks for hydrochloric acid and caustic.  
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As well as avoiding excessive changeover of IBCs, bulk deliveries will reduce the unit cost and also 

minimise direct contact of the operators with two hazardous chemicals.  The vessels will be integrally 

bunded. 

Site Drainage 

Some alterations to site drainage routing is planned as part of the variation.  This includes changes to 

drain routing in the TET storage area (new surface water drainage channel in front of the TET canopy 

door), new drainage gully connections to effluent drains from the new chilled store and loading dock 

area, new surface water (roof drains), sewer (domestic sewage) and effluent (boiler condensate) 

connections to existing pipework runs around the new energy centre and re-routing of effluent and 

surface water drains around the raw milk storage silos.  Drawings showing the proposed changes are 

included in Appendix A Drawings 3 a, b, c and d.   An updated whole site as built drainage plan will be 

provided by the drainage contractors when works are completed. 

Energy Centre 

A new Energy Centre will be constructed to provide utility services for the Lactofree project. The 

Energy Centre will comprise Steam Raising Plant, Refrigeration Plant and Compressed Air Unit.  There 

will be space in the energy centre for an additional boiler if required in future.  

Boilers 

The new steam boiler is an installation that uses LPG as a fuel gas to raise water to produce steam 

at 10bar pressure with a capacity of maximum 12500Kgs per hour.  

This steam exits the vessel through a piped distribution system and is transported to various site 

locations where it is used for cleaning, sterilization, product processing and minor connections on 

production equipment. 

The new steam boiler will run with a pressure jet burner suitable for firing LPG / 35SR1 oil. The boiler 

would achieve NOx emission levels of <200mg/Nm3 @ 3% O2 for both LPG and 35SR1 oil, as required 

by the MCPD. The pressure jet burner comes complete with a burner management control system and 

variable speed FD Fan to achieve a turndown of 6:1 ratio without any loss in boiler efficiency and 

reduced fuel consumption. The boiler will also be supplied with flue gas economiser to further 

maximise the efficiency of the boiler unit and add additional reduction in fuel consumption. The design 

of the flue gas economiser enables high efficiency throughout the firing range of the boiler unit. 

LPG Gas will be utilised to fuel the steam boiler until Natural Gas can be installed to site. Arla Foods 

are in discussions with Northern Gas Network to understand the process to be followed and associated 

costs and the timescales involved.  Burners supplied with the new boiler can be converted to fire on 

natural gas with a minor modification kit.  The boiler can also be operated on fuel oil if required in the 

event of loss of other fuel supply. 

As part of the overall energy strategy for the site, the old fuel oil boiler is planned to be 

decommissioned in the next 12 months.  The steam link to the steam ringmain will be removed, along 
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with the two current fuel oil tanks.  Should it be required, back-up fuel will temporarily be stored on 

the site as a contingency in the event of loss of main fuel supply, in an integrally bunded container. 

Refrigeration 

The Refrigeration scheme has been designed to meet the highest efficiency performance with high 

consideration to the kg of CO2 saving. Achievement of this has been made using natural refrigerants, 

in this case R717 (Ammonia) which has a GWP of 0, in the form of a central refrigeration system which 

serves three temperature ranges for the dairy process cooling.   

The following are part of the project specification for the plant and equipment that will improve the 
operating efficiency of the refrigeration plant: 

• Two central gravity feed systems serving the requirement for the process cooling (stage 3 
cooling), cold store systems and Stage 2 cooling system requirements, via high efficiency 
Glycol secondary medium, all three stages will be based on DTX coolflow secondary 
medium.  

• Hybrid condensers used to have green solution with no water chemical treatment 
requirements, reduced water volumes by 2/3, fan power consumption. 

• Recover heat from the process stage one cooling line in conjunction with sub cooler 
increasing system performance by 5% +. 

• Evaluation for use of Dual HeatPump package to generate hot water that could be used 
to preheat the boiler hot well, product processing and also feed the CIP requirements, 
reducing the gas consumption considerably. 

• Large power inverter drive systems to all compressors and pump motors 

• EC Fan design in conjunction with special fan blade arrangement to reduce friction to Fluid 
coolers 

• Design of compressors and other components to allow operation at low condensing 
conditions and therefore lower energy consumption 

• Floating suction control to optimiser the machine performance with the process flow 
temperature target delivery temperature. Mainly due to the n+1 evaporator surface 
allowance due to 33% surface reserve. 

• Inverter driven point compressor control and tandem mode for increased efficiency gain, 
our study has shown operating two machines together brings optimal efficiency opposed 
to one machine operating at maximum and one at part load. 

• Automatic Air purger 

• PUR thermal sectional insulation 

• Fully automated software integration to ensure optimal performance at the lowest Kw 
power consumption 

• Intelligent control of the condenser operation utilising floating condenser optimum 
conditions being maintained throughout the year for all system heat loads and ambient 
scenarios. 

 

In addition to the above the advantage in using a centralised system allows the plant when operating 

at part load to make full use of the cooling and condensing surface to reduce condensing conditions. 

At this time, there is no planned change to the existing refrigeration plant, although the new system 

will be future-proofed to allow for future expansion which will make existing systems redundant. 
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Compressors  

A rotary-screw compressor is a type of gas compressor that uses a rotary-type positive-displacement 

mechanism. The gas compression process of a rotary screw is a continuous sweeping motion, so there 

is very little pulsation or surging of flow. This also allows screw compressors to be significantly quieter 

and produce much less vibration than piston compressors. 

The new Air Compressor unit installed in the Energy Centre will ensure discharged air quality to 

ISO8573-1 2001 whilst ensuring any unproductive operation is eliminated. Variable frequency drive 

matches the compressor capacity and the system demand precisely to ensure maximum efficiency. 

CO2 emissions a reduced due to efficient compression. 

 

Cleaning and Hygiene – New CIP Room 

Cleaning-in-Place (CIP) is a common practice in dairy, processed food, beverage and brewery plant 

replacing manual strip down, cleaning and rebuilding of process systems. The primary advantage of 

CIP is a substantial reduction in the time that the plant is out of production and the ability to utilise 

cleaning chemicals in a contained environment which enables more efficient use of chemicals than 

with a manual cleaning operation. 

The CIP system will consist of vessels for preparation and storage of cleaning chemicals, pumps and 

valves for circulation of the CIP chemicals throughout the plant, instrumentation to monitor the 

cleaning process and vessels to recover the chemicals.  A CIP surge vessel will also be installed with a 

capacity of 25,000 litres to provide additional holding capacity prior to the effluent plant to enable a 

controlled flow to the effluent plant from filtration systems. 

The CIP room will be a self-contained building with bunded areas to contain and control any accidental 

spillage.  

The chemicals will be delivered to the connection points on the equipment by the installation of a fully 

welded distribution system, only trained qualified welders are employed during this installation. 

Arla Foods have rigid standards that are used to check work quality and monitor during the 

installation. Individual logs will be produced by all welders for each weld to maintain and control full 

traceability, this logging system would be used in the event of an issue during testing and validation 

of the installed system. 

Efficiency of the system is guaranteed by utilising PLC controllers, quality instrumentation and sensors 

as well as data logging, trending and reporting of each CIP cycle. The equipment will be installed with 

local and remote alarm facilities to notify team members of a possible problem allowing them to react 

immediately. 
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Reverse Osmosis Plant 

Reverse osmosis utilises membrane filtration to clean waste-water so that it can potentially be reused.  

The aim for the operator in the first instance is to reduce the loading on the effluent plant.  Once the 

operator has evaluated the performance of the RO plant and the quality of the permeate it can then 

be assessed what potential there is for reuse of permeate.  Effluent will enter an initial balance tank 

prior to being pushed through the filtration loops.  Here, effluent is separated into permate and 

retentate.  Retentate is directed to a storage tank and permeate will be directed to drain via the 

effluent plant, or potentially for reuse in future. 

 

3a1 Superceded Documents 

Table 2.1.1 Operating Techniques in the current permit refers to responses provided in the original 

application document from 2005, these have been superseded by this application. 

 

3b General Requirements 

Table 3b General Requirements 

Are fugitive emissions an important issue? 
Yes 

Is odour an important issue? 
No 

Is noise and vibration an important issue? 
No 

 

 

Fugitive Emissions to Sewer, Surface Water and Groundwater 

There is a large amount of liquid storage on the site, including raw milk and product in various stages, 

cleaning chemicals, effluent treatment chemicals and fuels.  An inventory of bulk tanks is given in Table 

4 below.  In addition to this there is IBC and drum storage around the site including storage of 

hydrogen peroxide, effluent treatment chemicals and milk from packaging waste compactor in IBC’s 

as well as other cleaning chemicals in drums and smaller containers. 

 

The following measures are in place to protect sewer, surface water and ground water: 

 

Effluent Plant Management Procedures 

Procedure 294786 Effluent SOP sets out how to manage the effluent plant to ensure correct levels 

and compliance with the discharge consent.  The procedure includes how to divert out of specification 

effluent and manage the tank levels to ensure compliance. 
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Delivery procedures for raw milk, chemicals and fuels  

Procedure 282866-2 Unloading of chemicals from tankers to bulk storage, includes checking for the 

presence of a nearby spill kit prior to off-loading, checking levels prior to off-loading, checking for 

leaks, correct connections, PPE, training, observation of the delivery, disconnection and closing of 

valves after delivery, and spill response if required. 

 

Safe Working Practise 306611-3 Receipt, handling and Storage of Packaged Chemicals includes 

instructions for the receipt and storage of IBC’s, drums and smaller containers of chemicals including 

checking for leaks and movement to the correct storage area/container. 

 

Procedure 322769 Fuel Oil Delivery includes instructions for delivery of fuel oil including correct 

connections and ensuring the area is safe. 

 

Procedure 222858 covers delivery of raw milk to bulk silos, covering correct connections and 

unloading procedures.   

 

Procedure 236676 Cream Loading for Export from Site covers loading of cream from bulk tanks to 

tankers for export, covering correct connection and loading processes.  Similar SOP’s will be put in 

place for the loading and export of lactose from the lacto-free process, and emergency emptying for 

out of scope product. 

 

Spillage/Emergency Procedures 

Procedure 285879-11 Settle Emergency Planning contains all actions to be taken in the event of the 

major incident scenarios identified for the site.  This includes (in relation to protection of sewer and 

surface water) flood, firewater run-off, major spill through containment failure, major spill on delivery, 

and effluent plant failure. 

 

The site is within a flood zone, but there are no records of the site ever having flooded.  In the event 

of a flood the site is reliant on the integrity of bulk storage containers to prevent the mobilisation of 

potential pollutants including raw milk, product and the various chemicals stored on site. 

 

In the event of a fire and the possibility of firewater run-off, surface water drainage will be protected 

through the use of automated envirovalves to block the three release points and drain covers to 

prevent potentially contaminated water running to the surface water drainage system. 

 

The spill procedure covers assessment of the risks when approaching a spill; use of correct PPE; 

confining or isolating the spill using spill kits; operation of envirovalves to protect surface water 

release points; use of drain covers to protect surface water drains; diverting the spill to effluent drains; 

stopping the spill; and cleaning up and appropriate disposal of clean up materials.  A plan is in place 

showing location of spill kits and envirovalves, which are in place on W1 and W3 surface water release 

points.  A sluice gate is in place on W2 which is currently kept closed.  The operator proposed to 

upgrade the shut off systems to all three release points as part of this variation (see below, and risk 

assessment Section 8). 
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Should the effluent treatment system fail to operate, the site’s process waste water can be diverted 
to divert vessels with a sum capacity of 135 cubic meters. This is sufficient for up to 12 hours run and 
cleaning time within the dairy. If the plant is not restored to normal operation provision to use tankers 
will be made by the Engineering manager. Authorised and licensed waste providers are listed within 
the waste management file. 
 

Containment 

Internal tanks are effectively contained by the effluent drainage and treatment system.  There is 

currently a total of 135,000 litres of effluent buffer/divert capacity in the system which could contain 

any single internal tank loss or even several in combination.   

 

The lacto-free Installation will be designed with Fail Safe protection for all equipment that can contain 

liquids, including product, CIP chemicals and Interface volumes during production and CIP phases.  The 

system will be designed to avoid any losses from a product or CIP tank in the event of power loss. 

Outlet tank valves will be designed with Air open/ Spring return (Normally Closed valves with fail safe 

actuators).  For product and CIP lines (product routes, CIP circuits), valves selection will depend on the 

routing requirements.  In a “Controlled Hold” scenario, the control system is designed to avoid any 

product/CIP fluid losses.  There would be minor losses in the scenario of “Non controlled STOP” (i.e. 

in the event of power failure), which would only be part of the circuit, not the total circuit volume. 

 

More recent bulk tanks on site have integral bunds (see Table 4 below) and IBC’s, drums and smaller 

containers are stored either within locked containers or on mobile bunds.  Raw milk and finished 

product tanks are not currently bunded and the site does not propose to provide bunding for the new 

tanks to be installed.  This is based on a risk assessment (see Section 8) taking into account the 

likelihood of a catastrophic tank rupture of one or more external tanks.  The site proposes a ‘whole 

site containment’ approach in which potential releases to surface water (W1, W2 and W3) are blocked 

off using the existing Envirovalves and the external hardstanding acts as the containment system.  The 

risk assessment of the existing situation shows that a curbing height of 140mm will be required along 

the western boundary nearest to the River Ribble to enable a whole raw milk tank to be contained 

prior to the grassed area in front of the River wall.  These works will form part of the proposed lacto-

free project and will be in place prior to the site beginning operation of the new process.  In addition, 

the operator is specifying upgrades to the control of the envirovalves to enable them to be operated 

automatically by the installation of a turbidity monitoring device. 

 

The required curb height is based on modelling carried out based on site topography for a scenario 

where one whole bulk milk tank is lost (130m3).  The output of the model can be seen in Appendix H 

and shows where the spill would be likely to travel to and where it would pool on site.  The site plan 

in Appendix H also shows the location (in pink) around the site perimeter where curbing would be 

raised to a minimum of 140mm to ensure this amount of liquid could be contained on site.  The model 

shows that with the top of the kerb set at 139.240 mm a stored volume of 133m³  is possible, shown 

in the green areas on the plan. 
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In addition, as part of planning requirements, the operator is required to provide attenuation of 

surface water to achieve 30% betterment of run-off.  A surface water attenuation tank is being 

installed to achieve this, with a capacity of 20m3, which will give extra capacity and ability to hold back 

spills. 

Waste Storage 

There is a limited amount of liquid waste stored on the site.   A compactor is used for waste cartons 

which drains waste milk into an IBC which is stored on a mobile bund.  There may be occasional waste 

milk product which would be stored directly on a trailer.  Other liquid wastes include waste oil (stored 

in an integrally bunded tank), effluent sludge (stored within effluent plant bunded area), waste 

vegetable oil from the canteen (stored in a drum on a mobile bund) and waste ink/solvents (stored 

externally in a secure caged area).  All other waste streams are solid.
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Table 4 Vessel Inventory 

Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

1 Raw Milk 133,000 Stainless Steel, Good External Spill during delivery 
/collision 

High Level Alarm; concrete 
platform; annual integrity 
test; whole site 
containment; delivery and 
spill procedures 

2 Raw Milk 133,000 Stainless Steel, Good External 

3 Raw Milk 133,000 Stainless Steel, Good External 

4 Raw Milk 133,000 Stainless Steel, Good External 

5 (new) Raw Milk (Organic) 150,000 Stainless Steel (316L) New External High and Low level alarms; 
concrete platform; annual 
integrity test; whole site 
containment; delivery and 
spill procedures 

6 (new) Raw Milk (Organic) 150,000 Stainless Steel (316L) New External 

11 Finished Milk 
(Batch Silo) 

90,000 Stainless Steel, Good External Spill in the event of 
tank/pipework rupture 

High Level Alarm; concrete 
platform; annual integrity 

test; whole site 
containment; 

spill/emergency procedures 

10 Finished Milk 
(Batch Silo 

65,000 Stainless Steel, Good External 

9 Finished Milk 
(Batch Silo 

65,000 Stainless Steel, Good External 

8 Finished Milk 
(Batch Silo 

55,000 Stainless Steel, Good External 

7 Finished Milk 
(Batch Silo 

55,000 Stainless Steel, Good External 

12 Finished Milk 
(new) 

100,000 Stainless Steel (316L) New External Spill in the event of 
tank/pipework rupture 

High and Low level alarms; 
pressure sensor; concrete 
platform; annual integrity 
test; whole site 
containment; 
spill/emergency procedures 

13 Finished Milk 
(new) 

100,000 Stainless Steel (316L) New External 
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Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

313 Finished Cream 
(convert to lactose 
storage) 

50,000 Stainless Steel, Good External Spill in the event of 
tank/pipework rupture; 
during collection /delivery 

High Level Alarm; cooling 
jacket; concrete platform; 
annual integrity test; whole 
site containment; spill and 
collection procedures 

314 Finished Cream 
(convert to lactose 
storage) 

50,000 Stainless Steel, Good External 

315 Finished Cream 50,000 Stainless Steel, Good External 

316 Finished Cream 50,000 Stainless Steel, Good External 

204 Raw Cream 15,000 Stainless Steel, Good Internal 

205 Raw Cream 15,000 Stainless Steel, Good Internal 

206 Raw Cream 15,000 Stainless Steel, Good Internal 

221 Interface Tanks 5,000 Stainless Steel, Good Internal Spill in the event of 
tank/pipework rupture 

High Level Alarm; cooling 
jacket; concrete platform; 
annual integrity test; whole 
site containment; internal 
spills directed to ETP. 

222 Interface Tanks 5,000 Stainless Steel, Good Internal 

223 Interface Tanks 5,000 Stainless Steel, Good Internal 

21 Sterilised Milk 
Tanks 

15,000 Stainless Steel, Good Internal Spill in the event of 
tank/pipework rupture 

High Level Alarm; cooling 
jacket; concrete platform; 
annual integrity test; whole 
site containment; internal 
spills directed to ETP 

22 Sterilised Milk 
Tanks 

15,000 Stainless Steel, Good Internal 

23 Sterilised Milk 
Tanks 

25,000 Stainless Steel, Good Internal 

401 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External Spill in the event of 
tank/pipework rupture 

High and Low level alarms; 
concrete platform; annual 
integrity test; whole site 
containment; 
spill/emergency procedures 

402 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External 

403 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External 

404 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External 
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Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

405 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External 

406 Hydrolysation 
Tanks (new) 

100,000 Stainless Steel (316L) New External 

470 CIP Pre-rinse Tank 
(recovered water) 
(new) 

10,000 Stainless Steel (316L) New External Spill in the event of 
tank/pipework rupture; 
during deliveries 

Shell and bottom insulated; 
high and low level alarm; 
pressure and temperature 
sensors; concrete platform; 
annual integrity test; whole 
site containment; delivery 
and spill procedures 

471 CIP Caustic 
solution (2%) Tank 
(new) 

10,000 Stainless Steel (316L) New External 

472 CIP Acid Solution 
(0.5%) Tank (new) 

10,000 Stainless Steel (316L) New External 

473 CIP final rinse 
water Tank (new) 

10,000 Stainless Steel (316L) New External 

R1 Raw CIP (clean 
water) 

5,000 Stainless Steel Internal Spill in the event of 
tank/pipework rupture 

 

R2 Raw CIP 
(dirty CIP water) 

5,000 Stainless Steel Internal  

R3 Raw CIP 
2% caustic solution 

5,000 Stainless Steel Internal  

UHT 1 UHT CIP 2% caustic 
solution 

4,000 Stainless Steel Internal Spill in the event of 
tank/pipework rupture 

 

UHT 2 UHT CIP 2% nitric 
acid solution 

4,000 Stainless Steel Internal  

UHT 3 UHT CIP clean 
rinse water 

4,000 Stainless Steel Internal  

UHT 4 UHT CIP dirty rinse 
water 

4,000 Stainless Steel Internal  
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Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

508 Nitric Acid (CIP) 10,000 Plastic External Spill in the event of 
tank/pipework rupture; 
during deliveries 

Integral bund; installed 
2016; delivery and spill 
procedures 

509 Sodium Hydroxide 
(CIP) 

10,000 Plastic External Integral bund; installed 
2016; delivery and spill 
procedures 

510 Gas Oil (to be 
removed) 

45,000 Steel External Spill in the event of 
tank/pipework rupture; 
during deliveries 

Concrete bund of 270,000 
litre capacity; delivery and 
spill/emergency procedures 511 Gas Oil (to be 

removed) 
45,000 Steel External 

501 Effluent Sludge 40,000 Stainless Steel External Spill in the event of 
tank/pipework rupture; 
during collection 

Low level bund returning to 
effluent reception pit; 
collection and 
spill/emergencyprocedures. 502 Effluent divert 45,000 Stainless Steel External Spill in the event of 

tank/pipework rupture 503, 504 Effluent buffer/ 
divert 

90,000   

505 Brine  25,000 Plastic External Spill in the event of 
tank/pipework rupture; 
during deliveries 

Whole site containment; 
delivery and spill 
procedures 

 
Brine (Redundant) 

25,000 Plastic External 

506 
Heavy Fuel Oil 

90,000 Steel External  Tank disconnected and not 
in use 

507 

Waste oil 

2,500 Plastic External Spill in the event of 
tank/pipework rupture; 
during collection 

Type TITAN BT Integrally 
bunded. Bund alarm; 
collection and spill 
procedures 

490 

Diesel for Shunter 

2,500 Plastic External Spill in the event of 
tank/pipework rupture; 
during deliveries 

Integrally bunded; bund 
alarm; delivery/fuelling 
procedures; spill 
procedure. 

 LPG Tank 2,400 Steel External 
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Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

(one to be 
removed) 

Leak in the event of tank 
rupture 

Pressure vessel; barriers; 
delivery procedures. 

481 LPG Tank 2,400 Steel External 

480 LPG Tank (new) 24,000 Steel External Built in accordance with EU 
directive 2014/68/UE– 
Pressure Equipment Safety 
Regulations in the UK 
- Vessel built to EN 13445   
- Vessel maintained in 
accordance with PSSR.  
- Installation fully compliant 
with UKLPG codes of 
practice 1 part 4 

350 Ammonia 780 Steel External Leak in the event of tank 
rupture 

Annual ultrasonic testing 

 Ammonia (new 
system) 

1.4-1.8 tonnes Steel Internal Leak in the event of tank 
rupture 

 

Adjacent 
to new 
energy 
centre 
building 

Glycol (serving 
new refrigeration 
plant) 

2,000 litres  External Leak in the event of tank 
rupture 

Integral bunding; traffic 
protection 

Glycol (serving 
new refrigeration 
plant) 

2,000 litres  External Leak in the event of tank 
rupture 

Integral bunding; traffic 
protection 

 UF/NF CIP surge 
vessel 

25,000 litres Stainless Steel External Leak in the event of tank 
rupture 

Whole site containment 
approach 

 Surface Water 
attenuation tank 

20,000 litres Plastic Underground Leak in the event of tank 
rupture – clean surface 
water only 

Buried in concrete 
construction 



 

Page | 29 
 

Tank Ref: Substance Stored Capacity 
(litres) 

Material of construction 
of tank and Condition 

Location 
(internal/external) 

Potential Emissions 
(venting/leaks/spills) 

Emission Control 
Technique Primary, 
secondary & tertiary 
including PPM 

 Bulk HCl (acid 
cracking) (if 
required) 

TBC TBC External Leak in the event of tank 
rupture 

Integral Bunding 

 Bulk Caustic (acid 
cracking) (if 
required) 

TBC TBC External Leak in the event of tank 
rupture 

Integral Bunding 

 Temporary/mobile 
fuel oil storage (if 
required) 

TBC TBC External Leak in the event of tank 
rupture 

Integral Bunding 
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Fugitive Emissions to Air 

The main source of potential fugitive emission to air is from refrigeration plant.  Existing plant contains 

ammonia, as will the main new plant.  The new package chiller will run off the main plant, via chilled 

water distribution.  

All refrigeration plant is subject to ongoing planned preventative maintenance and checks in 

accordance with manufacturers recommendations, under a service contract.  This minimises any 

possibility of fugitive leaks of refrigerant gas. 

There are no other sources of potential fugitive dust or fume on the site.    

 

Odour 

As part of the site EMS, an Odour Management Plan is in place which identifies potential sources of 

odour, receptors, and management plans.  

 

Raw milk is received from bulk refrigerated tankers and stored in insulated silos until it is processed. 

Raw milk is routinely processed within 4-24 hours of receipt, with a maximum allowable storage time 

of 36 hours. The maintenance of low temperature storage for raw milk and the heat treatment prior 

to filling in aseptic formats precludes microbiological actions on raw and heat-treated milk. Offensive 

odours are not released from the processing and filling of milk and are therefore not considered 

further as a potential source.  There are no other raw materials received to the site which are 

inherently odours. 

 

The plan identifies drain clearance, waste storage and the effluent treatment plant as potential odour 

sources.   

 

Drain blocking is an abnormal event, and drain jetting is carried out at least every 2 months as a 

preventative measure.  There have never been any reported odour complaints as a result of blocked 

drains or the jetting process.   

 

The activity of crushing and baling milk cartons may release milk residues from the baling 

equipment. This may lead to microbiological activity and odorous emissions. The area is regularly 

cleaned through pressure washing. The milk residues are washed to the effluent drains. There is the 

occasional low-level odour in the immediate vicinity. This is limited to a 5 -10 metre radius and has 

not been detected outside of the immediate area or site boundaries.  There have been no reported 

incidents of odour release through baling or compacting of milk cartons.  

 

During routine processing the odours produced at the effluent plant are negligible and not considered 
to be offensive. Odours are produced when routines are disturbed and storage times 
become extended at the divert tanks, particularly if stored material is then recirculated through the 
system. If sludge is retained for more than 5 days, the process of emptying the silo for transportation 
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can lead to offensive odours. Therefore, careful plant control and monitoring of storage times is 
required to prevent the release of offensive odours. The circumstances leading to odour release are:  
 

1. Extended periods of storage in divert tanks and subsequent recirculation  
2. Overflow of divert tanks.  
3. Overflow of sludge tank  
4. Transfer of sludge from silo to tanker, degree of odour is related to time in store  
5. Recirculation of sludge   
6. Application of heat to sludge or divert tanks.  

 

Control measures are in place including remote monitoring; engineering inspections; automated 
control of divert based upon pH and turbidity; daily calibration checks of pH and turbidity; and daily 
COD analysis, to ensure minimisation of the need for recirculation.  The sludge tank is generally 
emptied every fortnight in the early morning (approx. 5-6 a.m.) to avoid causing a nuisance.   
 

The site carries out regular sniff testing and keeps records of any odours detected.  Verbal complaints 

have been received from the immediate neighbours (Settle coalyard). Typically, 2-3 complaints have 

been made in years 2017 and 2018, mainly in relation to sludge tank emptying.  The proposed changes 

to site processes will not introduce any new sources of odour.  Existing control measures are deemed 

adequate to control odour at the site.  A summary of odour risk is presented in Table 5 below:  
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Table 5 Odour Management 

Source  Receptor  Likelihood
  

Control measures  Actions 
for outside boundary 

control  

Responsible Person  

Effluent Plant  Immediate Neighbour
.  
Coalyard  

High  Engineers checks.  
Automated control of 
divert based upon pH 
and turbidity  
Daily calibration 
checks of pH and 
turbidity  
Daily COD analysis  

Contain the source of 
odour:  
-Cease recirculation of 
divert or sludge  
- checks to 
ensure integrity of tanks 
and pipework. Any fails 
result in immediate clean 
up activities  

Engineering Manager  

Sludge Tankers  Immediate 
Neighbour.  
Coalyard  

High  Emptying silo -Activity 
conducted typically 
14-21 days and timed 
to avoid 
nuisance i.e 05.00 – 
06.00  

Cessation of tanker loading 
activities and agree least 
disruptive timings with 
neighbour.  

Engineering Manager  

Ammonia  Local community  Low  Alarm system and 
automatic shutdown.  

No history. Highly unlikely 
even in catastrophic event 
– refer to modelling. 
Emergency services would 
control according 
to emergency plan.  

Engineering Manager  

Drain Clearance
  

Immediate neighbour  Low  Regular contracted 
drain jetting  
Annual interceptor 
clearance  

Stop jetting and/or unit fills 
and 
investigate potential source
.  
No historical issues  

EHS/QEHS/Engineerin
g Manager  

General waste  Immediate neighbour  Low  Cleaning and pressure 
washing of compactor 
area. Washings run to 
EFT.   
Regular waste transfer 
from 
site. Typically monthly
.  

No historical issues or 
complaints   
Clean down area  

EHS/Production 
Manager  

 

 

Noise 

Plant or equipment with the potential to create noise is internal or enclosed (e.g. compressors, boilers, 

all processing equipment).  Sound proofing is in place on roof units, and silencers will be fitted on new 

compressor systems.  The design of the new Energy Centre will include features to reduce plant noise 

leakage, this will include cavity insulation and louvres fitted with Acoustic Insulation barriers.  The 

refrigeration system will include sound suppression to external condensers / cooling tower(s), and 

‘whisper quiet’ fan assemblies to ensure no increase on the current background noise (this is also a 

planning requirement).  

Tankers switch off engines while off-loading raw milk.  Facilities for delivery vehicles to plug in during 

loading of finished product will be installed, to minimise noise from vehicle engines at despatch.  
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Movement of product on to trailers is via a sealed platform between the trailer and the building which 

will minimise external noise. 

The proposed changes to site processes will not introduce any new sources of noise.  Existing control 

measures are deemed adequate to control noise at the site, and as such noise risk has not been 

assessed further. 
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3c Types and Amounts of Raw Materials 

 

Table 6 Raw Materials Inventory 

Schedule 1 Activity Description of raw 

materials and Composition 
Max Amount Annual Throughput 

(tonnes) 

Description of Use 

including main hazards 

6.8 A (1)(e) Treating 

and processing milk 

over 200 tonnes per 

day 

Raw milk 

832,000 litres 276,225 tonnes Basis of product 

 
Lactase enzyme 

4 x 1,000 litre IBC’s 52,000 litres Used in Lacto-free 

process 

Packaging     

 
Reels of cartons 

<100 pallets x 

1tonne 

Approx. 15,000 reels Packaging 

 Sealing strips on reels < 15 pallets Approx. 10,000 strips Packaging 

 Coding Inks <40x 500ml  Packaging 

 
Outer case cartons 

< 400 pallets 12,500,000 outer 

cases 

Packaging 

 Caps < 30 pallets 105,000,000 caps Packaging 

 Glue <6 pallets 21 Packaging 

 Plastic Layer Sheet < 6 pallets  Packaging 

 Cardboard Layer Pads <10 pallets 64,500 layer cards Packaging 

 Stretch wrap <6 pallets 57 Packaging 

 Plastic pallets <2500  Packaging 

 Wooden pallets <1500  Packaging 

Cleaning, Hygiene 

and Water 

Treatment 

 

   

 Horolith (Nitric acid) <10,000litres  Existing CIP 

 MIPCC (NaOH) <10,000 Litres  Existing CIP 

 Range of detergents, 

chlorinated and acidic 

based cleaning agents in 

25litre drums 

<10 pallets x 20 per 

pallet. 

 Cleaning/Hygiene 

 
Hydrogen Peroxide 

< 4 x 1000litre IBCs  Paper sterilisation at 

filling station 

 
Hydrochloric Acid 10% 

< 4 x 200 litre 

drums 

 Incoming Water 

Treatment 
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The table shows the predicted new annual throughput for raw milk and lactase. 

Annual throughput of product related raw materials i.e. packaging and cleaning chemicals will increase 

by a factor of approx. 120% on current levels.  Current levels are shown in the table, where known. 

  

 
Sodium Chlorite 9% 

<4 x 200 litre drums  Incoming Water 

Treatment 

 
Boiler treatment 

chemicals 

<3 x 100litre 

proprietary 

chemical 

 Boiler Treatment 

 
Bromine 

< 1 x 1000litre unit  Water Tower 

legionella control 

 Brine < 20,000 litres  Water softening 

 Hydrochloric Acid (36%) < 4 x 100litre IBCs  Effluent Treatment 

 Sodium Hydroxide 

(50%) 

<4 x 1000litre IBCs  Effluent Treatment 

New CIP Chemicals     

 

Ultrasil 120 

2 x 1,000 litres IBCs  Lacto-free CIP 

Corrosive; causes 

burns 

 

Ultrasil 620 

2 x 1,000 litres IBCs  Lacto-free CIP 

Irritant; may cause 

breathing difficulties; 

haz to aquatic life 

 
Ultrasil 720 

2 x 1,000 litres IBCs  Lacto-free CIP 

Causes burns 

Maintenance     

 Range of Greases and 

Oils 

< 2000litres  Maintenance 
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3d Management Systems 

The site operates an environmental management system that has been certified to ISO14001:2015 

since 2009 and was last recertified in August 2018. The system includes the following: 

• An environmental aspects register which identifies activities at the site with the potential to 
have an impact on the environment, an assessment of the associated risks and related control 
procedures. 

• A planned preventative maintenance regime and routine inspections, incorporating a 
maintenance plan for all key items of infrastructure and equipment. 

• Routine documented monitoring of key parameters including raw materials and production 
tonnages, utilities (electricity, gas, LPG, fuel oil, mains and abstracted water), effluent quality 
and volume, waste volumes and disposal routes, and incidents/spillages. 

• An accident plan is present on site which includes emergency procedures for all environmental 
scenarios including minor and major spillages, fire, flood, gaseous releases including 
ammonia, failure of effluent treatment plant and contingency planning in case of loss of 
utilities.  A summary of accident scenarios is provided in Table XX below. 

• Within the areas of production, transport and packaging the business targets a 25% reduction 
in greenhouse gases by 2020 compared to 2005 baseline, with a future target of carbon net 
zero by 2050.  Within food production, the operator aims to achieve this aim through the use 
of environmental friendly technologies, change from fossil to renewable energy sources and 
increase energy and water efficiency by three per cent annually.  Strategies to achieve these 
reductions include increased use of heat recovery, reuse of water and use of LEAN 
Management implementation.  This approach also helps towards mitigation of climate change 
impacts in terms of potential for increased energy demand for cooling in a warmer climate. 

• Environmental performance is regularly reviewed by the management team and 
improvement targets are in place as above. 

• Complaints are managed according to site procedure 316182. This describes the method of 
recording in the electronic incident log, the investigation process and response to the 
complainant.  

• Standard Operating Procedures are in place for all key manufacturing and maintenance 
operations. 

• Audits of compliance against the ISO14001:2015 standard and all legal requirements including 
the existing permit conditions are carried out periodically by an external consultant. 

• Records are kept of all monitoring parameters, checks, inspections, training, audits, concerns 
and complaints, in accordance with current permit conditions. 

• Roles and responsibilities for all aspects of the EMS are documented.  All environmental 
operations are trained out to the relevant personnel on site, including escalation procedures 
and the receipt and investigation of any potential complaints.  Procedure 306543 Organisation 
of Environmental Training at Settle sets out the sites approach to training and awareness. 

• The operator reports to the Environment Agency as required in the current permit conditions. 
 

 

 

https://www.arlafoods.co.uk/en/company/responsibility/environmental-strategy/water-and-energy/
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Accident Management Plan 

Table 7 Accident Management Plan 

Incident/Abnormal Circumstance Likelihood Consequence Prevention Measures Mitigation Measures 

Equipment breakdowns  Medium Dependent on equipment: 
DAF breakdown/pump breakdown; 
valve/plc malfunction - Release of 
out of specification effluent; 
Boiler/refrigeration plant 
malfunction – inability to operate 
process; 
Process plc malfunction – inability 
to operate process 
 

Planned Preventative Maintenance 
of all equipment; 
Service contracts for boilers, 
refrigeration plant, compressors; 

Raw materials arrive at site on a 
just in time basis to prevent build 
up – production would be diverted 
to another site if required; 
Effluent plant has 135,000 litre 
divert/holding capacity which gives 
the site 12 hours running time if pH 
adjustment/DAF plant breaks 
down; 
Business Continuity Plan for 
response to time-critical and non-
time critical site services 
breakdowns; 
Back-up boiler available to ensure 
spare capacity; 
Service contracts/agreed response 
times in place for boiler and 
refrigeration plant. 
 

Tanker Loading/Offloading Low Spillage of milk or chemical 
(acid/caustic) from tanker/hose 

Site vehicle management e.g. 
speed limits, designated routes; 
Operators trained in delivery 
procedures; 
All delivery and loading points for 
raw milk and product are within a 
sloped area which drains to the 
effluent system; 

All drains in milk delivery area 
directed to effluent; 
Spill kits; 
Spill procedures; 
If catastrophic spill overtops 
delivery area or spillage occurs 
from tanker outside of loading bay, 
whole site containment plan 
deployed (Envirovalves activated to 
prevent release to river) 

Bulk vessel overfilling Low Spillage of milk or chemical 
(acid/caustic) from vessel/hose 

Failsafe control system for valves 
on process vessels; 
Tank level checking prior to off-
loading; 

All drains in milk delivery area 
directed to effluent; 
Spill kits; 
Spill procedures; 
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Incident/Abnormal Circumstance Likelihood Consequence Prevention Measures Mitigation Measures 

Tank overfill alarms; 
Integral bunds for some vessels 
(see vessel inventory) 

Whole site containment; 

Fire Low Emission of smoke/dust to air Site fire risk assessment; 
Fire detection systems; 
Planned Preventative Maintenance 
of all equipment; 
Site permit to work system (hot 
works) 

Fire response plan; 
Business Continuity Plan 
 

Contaminated Firewater Low Release of contaminated water to 
sewer/surface water/ground 

Site fire risk assessment; 
Planned Preventative Maintenance 
of all equipment; 
Site permit to work system (hot 
works) 
 

Effluent plant has 135,000 litre 
divert/holding capacity which gives 
the site 12 hours running time; 
Surface water attenuation tank to 
be installed as part of project 
provides further containment 
(20m3); 
All internal drains directed to 
effluent; 
Firewater could be pumped to 
effluent divert tanks or attenuation 
tank for containment prior to 
testing/release to sewer; 
Deployment of Envirovalves to 
prevent release to River Ribble; 
Whole site containment curbing; 
 

Release of out of specification 
effluent 

Low Potential impact at WWTW 
Breach of effluent consent 

pH adjustment plant; 
DAF plant; 
Divert tanks 
 

Effluent recirculation if out of 
consent;  
Effluent can be held back in the 
divert tanks if there is a known 
problem with consent levels; 
 

Blocked Drains Low Odour nuisance 
 

Planned Preventative Maintenance 
of drainage system; 
 

Contractor call-out 
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Incident/Abnormal Circumstance Likelihood Consequence Prevention Measures Mitigation Measures 

Flooding Medium – the site is in a designated 
flood plain, but there are no 
records to show the site has ever 
flooded. 

Mobilisation of pollutants on site 
with potential to migrate to 
drainage system/river/ground. 
 

River flood defences; 
Dedicated storage areas; 
Bunding for chemical storage and 
fuel oil; 
Integrity testing of bulk milk tanks; 

Emergency plan – use of sandbags 
to protect buildings; 
Isolation of utilities; 
Lock off all vessel valves 

Vandalism Low Spills/litter/damage to 
property/nuisance 
 

24 hour site security; CCTV; full 
perimeter fencing 

Business Continuity Plan; 
Spill procedures 

Bad weather Low/Medium Suppliers unable to deliver; 
Workforce unable to get to work; 

Business Continuity Plan for 
response to loss of suppliers e.g. 
fuel supply or difficulties with 
workforce getting to work.  

Business Continuity Plan for 
response to loss of suppliers or 
difficulties with workforce getting 
to work. 
 

Major Spillage/Catastrophic loss of 
bulk vessel 

Low Mobilisation of pollutants on site 
with potential to migrate to 
drainage system/River 
Ribble/ground. 
 

Failsafe control system for valves 
on process vessels; 
Annual tank integrity testing; 
Bulk vessels located on concrete 
plinths; 
Bunding on chemical and fuel oil 
storage; 
Operators trained in delivery 
procedures; 
Tank level checking prior to off-
loading; 
Tank overfill alarms; 
Spillage Procedures; 
Vehicle management to prevent 
collisions (designated routes, 
speed limits etc) 
 

Spillage Procedures; 
All drains in milk delivery area 
directed to effluent; 
Spill kits; 
Spill procedures; 
Curbing; 
If catastrophic spill overtops 
delivery area or spillage occurs 
outside of loading bay, whole site 
containment plan deployed 
(Envirovalves activated to prevent 
release to river) 
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4. Monitoring 

4a Describe the measures you use for monitoring emissions 

There is currently no requirement for emissions monitoring from the process.  The operator will 

continue with the existing monitoring schedule as set out in the existing permit and does not propose 

any further monitoring.  

4b Point source emissions to air only 

As above. 
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5. Environmental Impact Assessment 

5a Have your proposals been the subject of an EIA under Council Directive 

85/337/EEC? 

No 

 

6. Resource Efficiency and Climate Change 

6a Describe the basic measures for improving how energy efficient your activities 

are? 

The operator has an ongoing Continuous Improvement (CI) programme in place with the aim of 

achieving annual energy efficiency targets on the overall path to zero carbon by 2050.  Recent CI 

Projects include: 

• Installation of LED’s and PIR controls across the site 

• Steam trap replacement and maintenance schedule 

• Lagging improvements on chill water and steam pipework 

• Boiler hotwell improvements to keep the feed water at a higher temperature 

• CIP optimisation to ensure water temperature is no higher than necessary, and also use less 
chemicals 

• Air pressure reduction across site and optimisation of compressed air use 

6b Provide a breakdown of any changes to the energy your activities use and create 

Table 8 below shows energy use for the year 2018.  An uplift in energy use is expected as a result of 

the new process, in line with the increase in volume of milk processed, to approximately 120% of 

current usage.  This will be monitored and confirmed as part of the sites existing ongoing annual 

reporting. 

Table 8 Energy Use 

Period Electricity 
(MWh) 

Natural Gas 
(MWh) 

Propane/ 
LPG 
(litres) 

Production 
(tonnes) 

Total 
Energy 
(MWh) 

SEC 
(MWh/tonne) 

Total 
Emissions 
(tonnesCO2e) 

2018 5768 12208  103,000 17976 5.7 4808 

 

Table 9 Summary of Site Boilers 

Boiler Type Location Associated Emission 
Point 

Net Thermal Input 
(MW) 

Gas-fired Boiler House A1 4.4 

Fuel-oil fired back up – 
to be decommissioned 

Boiler House A2 7.38 

LPG fired Energy Centre A3 9.00 
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6c Have you entered into, or will you enter into, a climate change levy agreement? 

Yes – Ref No: DIAL-F00011 

6d Tell us about, and justify your reasons for, the raw and other materials, other 

substances and water you will use 

The operator aims to use raw materials and water as efficiently as possible.  Recent Continuous 

Improvement projects have included upgrades to process control software and cleaning regimes, to 

allow the operator to collect more ‘interface’ milk for reuse.  The percentage allowable use of interface 

milk in the product is agreed with each customer.   

Any cream not added back to milk products is exported from the site for use in other products.  In this 

way use of raw milk is optimised.   

The site operates a batch system for milk production.  This means that production runs are planned 

so that products can be changed over as a normal CIP clean would be required i.e. there are no 

additional CIP cleans due to production change overs – products are changed over as cleaning would 

be required anyway. 

Another recent CI Project has been completed to fit a water saver on the homogeniser for recycling 

of cooling water. 

Installation of the new CIP set and reverse osmosis plant will further optimise water use. 

The Carbon Desktop monitoring system used by the operator is used to spot water leaks by making 

any anomalies easy to spot e.g. the operator has in the past noticed a baseline use of waster during 

a shutdown period which helped identify a leak. 

6e Describe how you avoid producing waste in line with Council Directive 

2008/98/EC on waste 

Raw material waste is avoided as described above.  The biggest single waste stream is effluent sludge, 

followed by various types of waste packaging, and general waste.  These waste streams are likely to 

increase in volume as a result of the new lacto-free and organic process lines.  There will be more 

frequent removal of sludge from the site to accommodate this increase.  All other waste streams are 

generated in minor quantities.   

Lactose will be generated as a by-product from the new lacto-free process which can potentially be 

used in production processes at other Arla sites. 

A compactor baler is used for cartons to ensure they are empty of milk.  The resultant milk is 

pumped to IBC and disposed of as Cat 3 waste. 
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Table 10 Waste Streams and Disposal Routes 

Waste Stream/By-
Product 

Source of Waste State Class Storage 
Location 

Disposal 
Route 

Cat 2 Milk - Unfit for 
human consumption 

(for destruction) 

Manufacturing Process Liquid Cat 2 Trailer  

(ABP) Cat 3 Processed 
Milk Returns - unfit for 
human consumption 

(animal feed) 

Manufacturing Process Liquid ABP non-haz Trailer Animal Feed 

DAF sludges Effluent Treatment Liquid Non-haz Sludge Tank Anaerobic 
Digestion 

General Waste Manufacturing and 
Office activities 

Solid Non-haz Red bins and 
general waste 

skip 

Incineration 
with energy 

recovery 

Cardboard Packaging waste Solid Non-haz Labelled bins Recycling 

Paper Office Solid Non-haz Labelled bins Recycling 

Plastic LDPE Film Packaging waste Solid Non-haz Labelled and 
blue bins 

Recycling 

Cartons Packaging waste Solid Non-haz Green bins Recycling 

Scrap Metal Maintenance Solid Non-haz Skip outside 
engineering 

Recycling 

Wood Maintenance/Packaging 
waste 

Solid Non-haz General or 
pallet store 

Recycling 

Hard Plastic Packaging waste Solid Non-haz Empty 
containers in 

chemical 
store 

Recycling 

WEEE Maintenance Solid Haz and Non-
haz 

Engineering Recycling 

Sanitary/Medical Waste Welfare activities Solid Non-haz Toilets/First 
Aid room 

Incineration 

Vegetable Oil (Canteen) Canteen Liquid Haz Blue bin 
outside 
canteen 

Recycling 

Broken Glass (Lab) Lab Solid Non-haz Bin outside 
admin/lab bin 

Recycling 

Oily Wastes/Used 
Absorbents 

Maintenance Solid Haz Engineering Recycling 

Used Lab Chemicals Lab/Quality Liquid Haz Glass storage 
bin outside 

admin 

Reclamation/ 
regeneration 

Blades/Sharps Maintenance/Welfare Solid Non-haz Lab bin Recycling 

Aerosols/Solvents/Inkjet 
Cartridges 

Maintenance/packaging 
printing/office 

Solid Haz Small 
flammables 

cabinet in the 
new reel 

room 

Reclamation/ 
regeneration 

Waste Oils Maintenance Liquid Haz Waste oil 
tank 

Reclamation/ 
regeneration 

Batteries Maintenance Solid Haz Engineering Recycling 

Fluorescent tubes Maintenance Solid Haz container in 
ammonia 

plant room 

Recycling/ 
reclamation 

Aqueous Ammonia Maintenance Liquid Non-haz Engineering Recycling 
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7. Installations that include a combustion plant (excluding waste 
incinerators)  

Is the aggregated net thermal input of your combustion plant more than 20 MW? 

No – oil fired boiler to be decommissioned. 
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8. Environmental Risk Assessment 

The following section addresses the potential impact of the proposed changes on the surrounding 

area.  

Sensitive Receptors 

The following sensitive receptors have been identified as being potentially affected by operations at 

the site.  Statutory and non-statutory ecological receptors have been identified within a 10km radius 

(for Ramsar and SAC sites) and a 2km radius for SSSI’s, using the EA habitats screening service and 

magic.gov.uk.  These are shown in Appendix D Habitats Screening.  The site is not expected to have a 

significant impact on ecological receptors as there are no direct emission to air, water or ground from 

the site.  Human receptors immediately surrounding the site which may be sensitive to nuisance from 

odour, dust, or noise from the site have also been identified.  These are also shown in Drawing 4. 

Table 11 

Name of Receptor 

(designation/distance/direction) 
Nature of Receptor 

Emission which may impact on the 

receptor and their relevant pathways 

Ecological Receptors (Statutory)   

Craven Limestone Complex (SAC) 

8km NE 

Annex 1 habitats (in particular semi-

natural dry grasslands, bogs, 

petrifying springs and limestone 

pavement) and Annex II species 

(crayfish, bullhead and lady’s slipper 

orchid). 

NOx emissions to air 

Ingleborough Complex (SAC) 

7.8km NNW 

Mountainous area renowned and 

protected for its special wildlife, flora, 

geology and spectacular scenery. It is 

part of the larger Ingleborough Site of 

Special Scientific Interest. 

Main habitats: limestone pavement, 

upland. 

NOx emissions to air 

Malham Tarn (Ramsar) 

7.5 km NE 

Malham Tarn is a mountain lake 

surrounded by 6 farms on upland 

limestone. It includes rugged 

moorland, exposed limestone 

pavement (so called because it 

resembles artificial pavement) and 

hay meadows rich in wildflowers. 

Main habitats: open water. 

NOx emissions to air 

Langcliffe Scars and Jubilee, Albert and 

Victoria Caves (SSSI) 

1.3km E 

Langcliffe Scars is a classic 

Carboniferous Limestone locality 

which demonstrates the most 

complete sequence of Dinantian 

strata to be found in the Craven area, 

while the deposits of Victoria Cave are 

of particular interest because they 

have yielded a ‘hippopotamus fauna’ 

NOx emissions to air 
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of Ipswichian age at an unusual 

altitude for this northerly latitude. 

Attermire (SSSI) 

2.3km E 

Attermire is an extensive area of base-

rich mire, occupying a basin 

surrounded by limestone scars and 

fed by calcareous springs. The mire 

supports a rich community of wetland 

plants and is dissected by a series of 

ditches, some of which are of 

additional interest for aquatic and 

emergent plant species. 

NOx emissions to air 

Lords Wood and Pasture (SSSI) 

0.9km N 

An exceptionally diverse site, 

comprising scarce and important 

grassland and woodland habitats with 

a number of species which are 

uncommon in the Yorkshire Dales. 

NOx emissions to air 

Giggleswick Scar and Kinsey Cave 

1.5km NNW 

An important site for its 

geomorphological and 

palaeontological features as well as 

the woodland, grassland and ledge 

habitats associated with the 

outcropping limestone. 

NOx emissions to air 

River Ribble (Long Preston Deeps) 

1.5km SSW 

Noted for its unusual physical nature 

in that it traverses a flat floodplain in 

the upper half of its catchment. This 

unusual situation, combined with the 

base-rich water and fine river 

deposits, results in the River Ribble 

supporting a unique aquatic flora, an 

assemblage found here at its 

upstream limit for an English river. In 

addition, the flood plain is an 

important breeding area for wading 

birds, including snipes, redshank and 

lapwing. 

Abnormal emission to surface water 

Cleatop Park (LNR and Ancient 

Woodland) 

2km S 

Semi-natural woodland (beech, birch 

and oak with some ash, willow and 

holly) with conifer plantation (larch 

and pine).  Example of UK BAP Upland 

Oakwood priority habitat. 

NOx emissions to air 

 

Huntsworth Common (LWS) 

2km NW 

No information NOx emissions to air 

Scaithe Plantation (Ancient Woodland) 

1.5km NNW 

Ancient Woodland NOx emissions to air 

Lords/Kelcow Wood (Ancient 

Woodland) 

0.9km  NNW 

Ancient Woodland NOx emissions to air 

Hanging Scar Wood (Ancient 

Woodland) 

2km N 

Ancient Woodland NOx emissions to air 

Springs Wood (Ancient Woodland) Ancient Woodland NOx emissions to air 
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1.4km NE 

Unknown Ancient Woodland  

2km WSW 

Ancient Woodland NOx emissions to air 

European Eel and Atlantic Salmon 

Migratory Route 

Migratory route for eel and salmon Abnormal emission to surface water 

Water Receptors   

River Ribble Surface Water Abnormal emission to surface water 

Human Receptors  

Settle Primary School Human receptor Noise, Odour, NOx emissions 

Settle College Human receptor Noise, Odour, NOx emissions 

Giggleswick Primary School Human receptor Noise, Odour, NOx emissions 

Giggleswick School Human receptor Noise, Odour, NOx emissions 

Castleberg Hospital Human receptor Noise, Odour, NOx emissions 

Residential areas of Settle and 

Giggleswick 

Human receptor Noise, Odour, NOx emissions 

Walking routes, playing fields and 

recreational facilities 

Human receptor Noise, Odour, NOx emissions 

 

Impact of Emissions to Air 

The principal emissions to atmosphere from the installation are identified in Table 2. This section 

presents the approach to the assessment of the impact of the emissions, that will change as a result 

of the variation, on the local receiving environment.  

The original application concluded potential impact from air emissions from the operation of all 

equipment across the existing site were not significant, and there are no current emission limits or 

monitoring requirements in place for the site boilers.  

As these proposals include an addition to the on-site combustion plant, the changes effecting the 

emissions profile from the facility and air quality impacts during normal operation have been assessed. 

As such, an H1 Assessment was undertaken to determine baseline conditions and assess potential 

changes in pollution levels as a result of the scheme (Appendix B). 

Emissions monitoring was carried out on 23rd October 2019, to provide an up to date data set of 

emissions for the existing site boilers.  Emissions from the new combustion plant are based on 

manufacturers recommendations as to what the plant can achieve, i.e. compliance with the Medium 

Combustion Plant Directive (MCPD). 
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H1 Assessment 

A combination of data from the emission monitoring exercise and manufacturers data was used to 

conduct the H1 assessment.  The oil fired back up boiler is to be decommissioned as part of this 

variation and as such was not included in the assessment.  Stack heights are taken as the height of the 

stack from the ground for emission points A1 and A3 as per the guidance for stacks of this height (24m 

and 20m respectively).   

For NOx emissions, 50% of the measured or manufacturers data was used for the short-term 

concentration. 

The information was inputted in the H1 tool (Appendix B) which produced the following results: 

Table 12 H1 Assessment Results 

Substance Long 
Term EAL 
(ug/m3) 

Short 
Term EAL 
(ug/m3) 

Long 
Term PC 
(ug/m3) 

% PC of 
EAL 

>1% EAL? Short 
Term PC 
(ug/m3) 

% PC of 
EAL 

>10% 
EAL? 

Sulphur 
Dioxide 

- 50 0.337 - - 16.9 13.5 Yes 

NOx 40 200 2.25 5.62 Yes 56.7 28.4 Yes 

CO - 10000 0.0431 - - 2.17 0.0217 No 

 

The results show that emissions of CO are insignificant.  Emissions of NOx and sulphur dioxide are 

significant in both the short term, with emissions of NOX also significant in the long term.  The data 

was then compared to background emissions concentration data for grid square 381500, 463500 (NOx 

taken from 2017 Defra Background Mapping Information for Craven Council, SOx from 2001 

background data maps). 

Table 13 Background Concentrations 

Substance Background 
Conc. 

(ug/m3) 

PC 
(ug/m3) 

% PC of 
headroom 
EAL-Bkgrd 

PEC 
mg/m3 

% PEC 
of EAL 

% PEC 
of EAL 
> 70%? 

PC 
ug/m3 

% PC of 
headroom 
EAL-Bkgrd 

% PC of 
headroom 

> 20%? 

  Long term Short Term 

SOx 7.04 0.337 - - - - 16.9 15.2 No 

NOx 8.496616 2.25 7.13 10.8 26.9 No 56.7 31.0 Yes 

 

The results show that emissions of SOx become insignificant in the short term when compared to 

background data.  The results show that the emissions of NOx become insignificant in the long term, 

but are still significant in the short term and therefore emissions modelling is required.  It should be 

noted that the existing emission point A1 would have been part of the background concentrations as 

measured in 2017 and as such the H1 assessment does not provide an accurate picture of the 

contribution of the proposed changes to the site to local air quality.   

On the basis of the above results, emissions modelling was commissioned (see Appendix E).   
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Dispersion modelling was undertaken in order to predict pollutant concentrations at sensitive 

locations as a result of emissions from the boilers. The results indicated that impacts on pollutant 

concentrations were not predicted to be significant at any human receptor location in the vicinity of 

the site.  

Impacts were also predicted at relevant ecological sites. The results indicated that emissions from the 

plant would not significantly affect existing conditions at any designation.  

The modelling results were based on a worst-case assessment scenario of both boilers constantly 

operating throughout an entire year. As such, predicted pollutant concentrations are likely to 

overestimate actual impacts.  

Impact of Noise 

There are no significant sources of noise arising from the new process.  A noise survey has been 

submitted as part of the site planning application.  The operator is committed to not adding to 

background noise levels (mainly noise from the River Ribble). 

No formal complaints relating to noise have been received.  Noise is not considered a significant issue.   

Odour 

There are no significant sources of odour arising from the new process.   

No formal complaints relating to odour have been received.  Odour is not considered a significant 

issue.   

Emissions to Sewer 

The operator has applied to update the existing trade effluent discharge consent for the site from 

Water Plus.  The site will continue to be able to operate within the parameters of its discharge consent.  

Compliance with the discharge consent is considered mitigation of the risk. 

Emissions to Surface Water and Groundwater 

Sections 3b Fugitive Emissions and 3d Accident Management Plan have described the sites approach 

to managing the risk posed by the volume of liquid storage on the site.  This is summarised in the risk 

assessment below in Table 14.  The operator has identified improvements required to ensure the risk 

posed by a major spillage is acceptable.  These include an increase to the height of curbing along the 

site boundary with the River Ribble, to 140mm; and improvements to the ability to control the 

Envirovalves which protect the surface water outfalls to the river automatically, thereby minimising 

the response time in the event of an incident. 

Conclusion 

The impact of the extension to the installation has been summarised in Table 14.  The following 

categories have been used to assess the likelihood of each scenario and the severity of the 

consequence.  A score above 10 presents an unacceptable risk that must be mitigated. 
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Severity Categories 

 

Liklihood Categories 

 

It is concluded that the extension to the installation will be managed sufficiently so as to present a low 

ongoing risk to the environment. 

Business Impacts

Category 1 

Insignificant
No damage Negligible

Short term dissatisfaction; 

occasional community 

complaints
<100k impact on profit; line 

out of use p to 3 days

Category 2 Minor

Negligible Damage; no 

remedial activities or 

regulatory involvement

Minor 

Local news coverage; local 

complaints/regular 

complaints by individuals
Up to £1mill impact on profit; 

line out of use for 1 week

Category 3 

Moderate

Short term environmental 

damage which can be 

remedied; some remedial 

activity and regulatory 

involvement

Moderate

Regional level media 

coverage; brand damage; 

low community pressure
Up to £2 mill impact on 

profit; line out of use up to 2 

weeks

Category 4 Major

Serious long term damage; 

regulatory 

restrictions/possible 

prosecutions.

Significant

National media coverage; 

high profile community 

pressure; brand damage

Up to £5 mill impact on 

profit; Site out of use up to 2 

weeks

Category 5 

Devastating

Permanent damage; high 

profile prosecution
Excessive

High profile, international 

coverage >£5 mill impact on profit; 

site out of use over 2 weeks

Classification 

Impact classification

Impact Severity

Scale e.g. amount of 

resource use/waste 

generated

Reputation

Almost Certain Daily occurrence >95% Chance
Regularly happens or is 

likely to occur

Likely Monthly occurrence 61-95% Chance

Has happened before 

recently or will probably 

occur

Possible Yearly occurrence 21-60% Chance
History of it happening here 

or elsewhere occasionally

Unlikely 10 year occurrence 5-20% Chance

History of it happening 

elsewhere occasionally. Do 

not expect it will happen

Rare
Occurs once every 100 

years
<5% Chance

No known history, but 

conceivable. Do not believe 

it will ever happen

Classification Liklihood %Assessment Explanatory Notes
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Table 14 Environmental Risk Assessment 

Hazard Receptor Pathway Probability of 
Exposure 

Consequence 
Unmitigated 
(Severity) 

Risk Management 
Technique 

Consequence 
Under Normal 
Operations 
(Severity) 

Overall Residual 
Risk 

Emissions to air – 
new emission 
point A3 

See Table 11 Air dispersion 5 - Emissions 
during hours of 
operation 

3 - Breach of local 
EAL’s 

Low NOx burner 1 – No impact 5 - Low - See H1 
assessment and Air 
Dispersion Model. 

Emissions of trade 
effluent to sewer 
from discharge 
point S1 

Waste Water 
Treatment Works 

Sewerage 
drainage system 

5 - Emissions 
during hours of 
operation 

3 - Breach of 
effluent discharge 
consent; problems 
treating effluent at 
WWTW. 

Compliance with 
trade effluent 
discharge consent 
via use of pH 
adjustment and 
DAF plant. 
 
 

1 – No impact 5 - Low – site will 
continue to be able 
to operate within 
existing consent 
levels. 

Odour – 
processing activity 

See Table 11 – 
Human 
Receptors 

Air dispersion 3 - Possible 3 - Complaints of 
odour 

See OMP; No 
further 
management 
required 

1 – No impact 3 - Low – controls 
in place will be 
adequate to 
minimise potential 
for odour nuisance 
complaints. 

Odour – waste 
storage 

See Table 11 – 
Human 
Receptors 

Air dispersion 3 - Possible 3 - Complaints of 
odour 

See OMP; 
Covered/enclosed 
containers; regular 
uplifts 

1 – No impact 3 - Low – controls 
in place will be 
adequate to 
minimise potential 
for odour nuisance 
complaints. 

Odour – sludge 
removal 

See Table 11 – 
Human 
Receptors 

Air dispersion 3 - Possible 3 - Complaints of 
odour 

See OMP; Enclosed 
drainage system 

1 – No impact 3 - Low – no 
complaints 
received. 
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Noise – processing 
activity 

See Table 11 – 
Human 
Receptors 

Airbourne 3 - Emissions 
during hours of 
operation; 
restrictions on 
vehicle 
movements at 
unsociable hours. 

3 - Complaints of 
noise 

PPM for all 
equipment; 
Housing for noisy 
equipment; 
Engines switched 
off during 
loading/unloading; 
Enclosed loading 
bay 

1 – No impact 3 - Low – no 
complaints 
received. 

Pests See Table 11 – 
Human 
Receptors 

Airbourne; 
overground 

3 – Possible 3 - Complaints of 
pests 

Pest Control 
Programme 

1 - effective 
pest control 
programme in 
place. 

3 - Low – no 
complaints 
received. 

Fugitive Emissions 
to Air – dust, litter 
etc. 

See Table 11 Air dispersion 2 - Low – no dusty 
wastes 

3 - Complaints of 
nuisance 

Yard inspections 1 – No impact 2 - Low – no 
complaints 
received. 

Fugitive emissions 
to air – processing 
e.g. refrigerants 

See Table 11 Air dispersion 2 - Potential for 
emissions during 
maintenance or in 
the event of a 
breakdown 

3 - Release of 
ammonia to 
atmosphere 

Contracted 
maintenance 
programme; 
SOP’s in place for 
work on 
refrigerants for H&S 
purposes. 

1 – No impact 2 - Low – 
refrigerant used is 
ammonia which has 
a low 
environmental 
impact.   

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
accidental minor 
leaks and spills – 
bulk raw milk and 
product tanks 

River Ribble;  
Waste Water 
Treatment Works 

Drainage system; 
overground;   

3 – Low – no 
records of 
reported non-
conformances 

4 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Plc control system; 
Tank integrity 
checks; 
High level alarms; 
Delivery 
procedures; 
Sloped delivery bay 
to effluent system; 
Spill procedures 
and training; 

2 – minor 
impacts with no 
pollution 
occurring 

6 - Low – minor 
leaks and spills 
routinely cleared 
up with no impact. 
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Surface water 
system envirovalves 
and sluice gate; 
Whole site 
containment 
approach 

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
accidental minor 
leaks and spills – 
effluent tanks 

River Ribble;  
Waste Water 
Treatment Works  

Drainage system; 
overground;  

1 – Low – no 
records of this 
occurring 

4 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Plc control system; 
Tank integrity 
checks; 
High level alarms; 
Effluent plant in a 
bunded area; 
Spill procedures 
and training; 

2 – minor 
impacts with no 
pollution 
occurring 

2 - Low  

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
accidental minor 
leaks and spills – 
sludge tank 
emptying 

River Ribble;  
Waste Water 
Treatment Works 

Drainage system; 
overground;  

2 – Low – sludge 
tank emptied 
approximately 
weekly but no 
incidents reported 

4 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Plc control system; 
Tank integrity 
checks; 
High level alarms; 
Effluent plant in a 
bunded area; Spill 
procedures and 
training; 

2 – minor 
impacts with no 
pollution 
occurring 

4 - Low 

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
accidental minor 
leaks and spills – 
effluent treatment 
chemicals 

River Ribble;  
Waste Water 
Treatment Works 

Drainage system; 
overground; 

3 – Low – regular 
deliveries but no 
incidents reported 

4 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Integral bunds to 
bulk tanks; IBC 
storage in purpose 
built container; 
Delivery 
procedures; 
Spill procedures; 
Surface water 
system envirovalves 
and sluice gate; 

2 – minor 
impacts with no 
pollution 
occurring 

6 - Low – minor 
leaks and spills 
routinely cleared 
up with no impact. 
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Whole site 
containment 
approach 

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
accidental minor 
leaks and spills – 
CIP Chemicals 

River Ribble;  
Waste Water 
Treatment Works 

Drainage system; 
overground; 

3 – Low – regular 
deliveries but no 
incidents reported 

4 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Integral bunds to 
bulk tanks; IBC 
storage in purpose 
built container; 
Delivery 
procedures; 
Spill procedures; 
Surface water 
system envirovalves 
and sluice gate; 
Whole site 
containment 
approach 

2 – minor 
impacts with no 
pollution 
occurring 

6 - Low – minor 
leaks and spills 
routinely cleared 
up with no impact. 

Fugitive Emissions 
to surface water, 
sewer and 
groundwater – 
catastrophic 
failure – bulk raw 
milk or chemicals 
tanks 

River Ribble;  
Waste Water 
Treatment Works 

Drainage system; 
overground;   

1 - Low 5 - Pollution of 
River Ribble; 
potential to disrupt 
WWTW 

Plc control systems 
on milk vessels; 
Tank integrity 
checks; 
High level alarms; 
Delivery 
procedures; 
Sloped milk delivery 
bay to effluent 
system; 
Spill procedures 
and training; 
Surface water 
system envirovalves 
and sluice gate; 
Whole site 
containment 
approach 

4 – whole site 
containment 
system requires 
improvement 
to provide 
sufficient 
containment 
capacity. 
 

4 - Risk still 
considered very 
unlikely however 
improvement plans 
in place to increase 
site containment 
capacity through 
increased height to 
curbing along site 
boundary with 
grassed area in 
front of River wall.  
Improvements to 
envirovalve system 
to enable remote 
activation and 
speed up incident 
response times. 
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Appendices 

 

Appendix A – Site Plans 

 

i) Drawing 1 Installation Location and Boundary 

ii) Drawing 2 Site Layout and Emissions Points 

iii) Drawing 3 Drainage Plan 

Drawing 3a Energy Centre Drainage 

Drawing 3b TET Storage Drainage 

Drawing 3c Chilled Store Area Drainage 

Drawing 3d Hydro Tanks CIP Module Drainage 

iv) Drawing 4 Human Receptors 
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Appendix B – H1 Assessment 
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Appendix C – BAT Assessment 

Current and new draft BREF  
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Appendix D – Habitats Screening 
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Appendix E – Air Dispersion Modelling 
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Appendix F – Odour Management Plan 
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Appendix G – Climate Change Agreement 

 

  



 

Page | 62 
 

Appendix H – Whole Site Containment Model 

 

 


