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1 Introduction

The site is currently permitted by the Environment Agency as an A1 Installation and a variation
application is being submitted for changes to the existing poultry line to improve the efficiency of
the process and quality of the finished product.

The line is currently permitted as Section 6.8 Part A (2) (a) – recycling of animal by-products
comprising poultry offal by rendering. The improvement will add a low temperature fat melting step.

Planning permissions have been obtained for these changes where required. Technical information
to support the application is submitted in the following documents:

 Updated H1 risk assessment

 Updated site condition report

 EMS summary

 BAT summary

 Site maps showing the location of the equipment



2 Process Need

2.1 General

The site is currently permitted for mixed species rendering, poultry and feathers. Changes are
proposed for the poultry offal line to improve the efficiency of the process and quality of the
finished product.

2.1.1 Current Operations

The production of processed animal protein (PAP) currently uses different species animal by
products (ABP) including ruminant and non-ruminant. There is a high demand for good quality
finished product, particularly with non-ruminant material as the end uses are more varied and
include animal and pet food.

The current system uses a standard rendering process, treating the raw material at a high
temperature under pressure and removing the oil by pressing the cooked material. Further
processing of the cooked material produces a dried and milled product – processed animal protein
(or meal).

2.2 Changes to the Process

The new equipment to be installed comprises of a pre-heat vessel implemented on the poultry line,
in order to separate the oil from the raw material at a lower temperature than the existing rendering
process. The preheat vessel contains a vertical stage water jacket and raw material will move
through it. The use of steam will increase the water jacket temperature to 60-900C and the vessel is
designed for gentle heating of the raw material without causing damage to the oil.

The material leaving the vessel will be mechanically pressed to release the oils, before the solid
greaves material is processed in a Haarslev disc cooker, which will heat the material up to 1210C for
42+minutes (APHA approved method 7). The discharged material is then separated to leave further
oil and poultry meal.

The thermal energy consumption of the preheater will be far less than of the disc cooker. Water
condensate will be recirculated for heat recovery or re-use for washing tasks (or if not required –
back to the hot well for use in the combustion plant).

Poultry Cooker



In addition to the new process of pre-heating the raw material to take off oil, an additional cooker of
the same size & design will be added. This will increase the efficiency of the process. No new presses
are being added.

As with the existing processes, all methods are validated by the Animal and Plant Health Agency
(APHA) before use for commercial production.

Poultry Cooker



2.2.1 Location

The location is the existing building – known as the offal plant. The building is undergoing an
extension to accommodate the additional equipment.

Existing offal
building + space at
side for extension



3 Potential Emissions and Control

3.1 Introduction

This section addresses the potential emissions and amenity impacts associated with the reception
and processing stages and sets out the mitigation measures proposed and residual impacts.

3.2 Odour

Indicative standards for BAT in odour control are available in the BREF (Integrated Pollution
Prevention and Control Reference Document on Best Available Techniques in the Slaughterhouses
and Animal By-products Industries November 2003) and SG8. Aside from detailed standards both
sources consider three general principles of best techniques in odour control:

1. Process material that is as fresh as possible in order to minimise the potential for odour creation.
2. Treat odours of different character and intensity in different equipment.
3. Use containment and point extraction as much as possible rather than relying on general area

extraction.

Effective odour control does not usually rely solely on one technique. Rather, it relies on the additive
effects of a range of techniques each of which contributes to the overall process of minimising odour
impacts. Thus, the various elements described below should be seen as part of an integrated whole
rather than simply viewed in isolation.

Material Freshness. Over the recent past the site has made significant improvements in the supply
chain to ensure that material is received as fresh as possible. Operators also use experience and
judgement to ensure materials are processed efficiently and that rework and its associated odours is
minimised as is the time that materials are held on site prior to processing.

Odour Differentiation. The process treats odours of different character and intensity in different
equipment – high intensity odours are treated in the oxidiser and lower intensity odours in the
biofilter system.

Containment. The general design principle of the proposed development is for conveyors and
equipment to be enclosed as far as practicable and to extract from these enclosures rather than to
fit high throughput general extraction to the building.

The installation produces three odour streams that require abatement:

1. Process Fume. This is the direct emission from the process and consists mainly of water

vapour but can have a significant odour content.

2. High Odour Extract. This is highly odorous air extracted directly from areas where the odour

potential is highest. Typically this will be areas such as the meal presses where hot

processed material can be in contact with the surrounding air.

3. General Extract. In addition to the high odour point extractions there will be general air

extraction from the buildings. This extracted air will ensure that buildings have a general net

inflow of air (i.e. they will be under negative pressure) and will be characterised by being

high volume but low odour.

Process fume and high odour extract are dealt with by thermal oxidation and general extract is dealt

with by the bio filters. There are no changes to this principle of odour abatement required by the

changes proposed to the processing line.



Collection of process fume from the main cooker(s) will be directed to thermal oxidation as per the
existing process and utilising the existing ducting and effluent collection systems. There is no
additional process fume stream generated by the low temperature oil process and the number of
foul air extraction points from the presses will remain the same.

Use of the cookers is governed by steam availability for the whole site and process fume collection
by the thermal oxidiser – therefore processing cannot exceed the available abatement capacity. It is
a fact that production throughput will be balanced against both parameters.

The table below is also reproduced in the Installation Information document for the multi-fuel
oxidiser. If the tonnes / hour of process fume is doubled for the poultry line (by using both large
cookers), the abatement capacity with the new oxidiser will not be exceeded. At the lower range,
the abatement capacity for the existing set up is not exceeded. The figures are in red.

Source 2018 Evaporation Rate
(t/hr process fume)

Primary Abatement
(t/hr process fume)

New Oxidiser

(t/hr process fume)

PAP (mixed species) 7.8 2 x RTO 19.6 21.0

Poultry Line 5.9-6.9 (11.8-13.8) 2 x RTO 19.6 21.0

Feather Line 3.7 WHE 5.98 t No change

Total 18.4 (23.3 - 25.3) 19.6+5.98 (24.38) 21.0+5.98 (26.98)

3.3 Noise

All equipment will be contained within a building to minimise the impact on external sensitive
receptors. It is not expected that the additional equipment will increase the external noise, there are
few moving parts and motors are enclosed within the equipment.

3.4 Vibration

The system does not use equipment that will have sufficient power to generate vibrations that could
be felt beyond the installation boundary.

3.5 Dust

Dust is not expected to be an issue.

The handling of processed materials that might give rise to fugitive dust emissions is carried out
inside buildings to ensure that the possibility of such fugitive releases is minimised. Dusty materials
are transferred between buildings in closed tote bags.

3.6 Emissions to Air

Point source releases to air are discussed in the H1 Risk Assessment document and are related to the
odour abatement equipment. There will be no additional air emission points.

3.7 Waste

There is no specific ‘waste’ from this process. Waste water from cleaning operations is dealt with
below. Warm water from the pre-heater can be re-used for cleaning purposes or re-circulated for
heat recovery.



4 Emissions and Monitoring

4.1.1 Introduction

This Section of the report identifies potential emissions from this process and details the monitoring
methods to be implemented.

4.1.2 Emissions to Air

As per the odour section, there are no additional points to monitor other than existing odour
abatement equipment.

4.1.3 Fugitive Releases to Air

The operations will take place within a building and the integrity will be checked as per the existing
EMS procedures for building integrity (EID07).

4.1.4 Point Source Releases to Water

4.1.4.1 Surface Water Discharges

There is no direct discharge to surface water associated with this new plant. Any roof water will be
dealt with as per the existing arrangements for the main installation. Contaminated and potentially
contaminated surface water will be directed to the existing effluent system for treatment.

4.1.4.2 Foul Water Discharges

The additional plant does not need its own mess and toilet facilities so there are no specific foul
water discharges associated with it.

4.1.4.3 Trade Effluent Discharges

Wash waters will be directed into the existing effluent system.

4.1.4.4 Fugitive Releases to Land and Water

The installation has in place an infrastructure monitoring programme designed to ensure there is no

loss of integrity to the systems designed to prevent fugitive emissions to land and to controlled

waters. The infrastructure monitoring programme forms part of the Fugitive Emissions Monitoring

Programme within the EMS and incorporates the elements listed below:

 Tank, bund and pipe work inspections;

 Impermeable surfaces;

 Drainage system.

Where deficiencies are encountered these will be reported as part of the EMS using the incident and

corrective action structure and repairs instigated.



5 Raw Materials

There are no changes to the existing raw materials used in processing activities on the site – these
are anti-foam and anti-oxidant used in the cooking process and cleaning chemicals. These materials
are stored in designated areas and use is monitored and recorded. Storage and disposal is in
accordance with the Material Safety Data Sheets for each product and they are proprietary brands
sourced from reputable suppliers.


