
 

 
 

Best Available Techniques Assessment 
 
 

Application to Vary Bespoke Environmental Permit BJ9908 
to a Scrap Metal Recycling Facility  

 
 

George Henry Road, Great Bridge, Tipton, West Midlands, DY4 7BS. 
 

 
Report Ref: CE-GH-1815-RP04-Final, Rev B 

           
 
 

 
 

Science, Technology & Prototyping Centre, University of Wolverhampton Science Park, Glaisher Drive, 
Wolverhampton WV10 9RU. Company Registration no. 06544898 

 
 

Produced by Crestwood Environmental Ltd. 
 

16 April 2021 
 



Enablelink Ltd 
George Henry Road, Great Bridge, Tipton, DY4 7BS  

Best Available Techniques Assessment 

 

   

CE-GH-1815-RP04-Final, Rev B Page 2  16 April 2021 
 

 

Crestwood Report Reference:  CE-GH-1815-RP04-Final, Rev B 

This report has been prepared in good faith, with all reasonable skill, care and diligence, based on information provided or known 
available at the time of its preparation and within the scope of work agreement with the client. 

 
We disclaim any responsibility to the client and others in respect of any matters outside the scope of the above. 

 
The report is provided for the sole use of the named client and is confidential to them and their professional advisors unless otherwise 
stated in an accompanied ‘letter of reliance’ with an official Crestwood Environmental Limited letterhead. No responsibility is accepted 

to others. 

 
 
 
 

Crestwood Environmental Ltd. 
 Science, Technology & Prototyping Centre 

UoWSP 
Glaisher Drive 

Wolverhampton 
WV10 9RU 

Tel: 01902 229 563 
 

Email: info@crestwoodenvironmental.co.uk 
Web: www.crestwoodenvironmental.co.uk 

  

Version & 
Status 

Date 
Produced 

Written / Updated by: Checked & Authorised by: 

Draft v1 11/03/2021 Stephen Barnes BSc (Hons), MCIWM, CEnv  Andrew Abbott BSc (Hons), MSc   

Final 18/03/2021 Stephen Barnes BSc (Hons), MCIWM, CEnv  Andrew Abbott BSc (Hons), MSc   

Final, Rev A 24/03/2021 Stephen Barnes BSc (Hons), MCIWM, CEnv  Andrew Abbott BSc (Hons), MSc   

Final, Rev B 14/04/2021 Stephen Barnes BSc (Hons), MCIWM, CEnv  Andrew Abbott BSc (Hons), MSc   

    

mailto:info@crestwoodenvironmental.co.uk
http://www.crestwoodenvironmental.co.uk/


 Enablelink Ltd 
George Henry Road, Great Bridge, Tipton, DY4 7BS  

Best Available Techniques Assessment 

 
 

 

   

CE-GH-1815-RP04-Final, Rev B Page 3  16 April 2021 
 

CONTENTS  

1 INTRODUCTION ........................................................................................................................ 4 

2 BAT ASSESSMENT ..................................................................................................................... 7 

2.1 Background .................................................................................................................... 7 
2.2 General BAT Conclusions ............................................................................................... 7 

3 BAT CONCLUSIONS FOR THE MECHANICAL TREATMENT OF WASTE ......................................... 23 

4 BAT CONCLUSIONS FOR THE MECHANICAL TREATMENT IN SHREDDERS OF METAL WASTE ....... 24 

 

DRAWINGS 

Drawing No CE-GH-1815-DW01, Figure 2 Environmental Permit Boundary   1:2000 @ A3 

Drawing No CE-GH-1815-DW01, Figure 3 Fire Prevention Plan    1:2000 @ A3 

Drawing No J8057-302, Rev A    Proposed Drainage Layout   1:500 

   



 Enablelink Ltd 
George Henry Road, Great Bridge, Tipton, DY4 7BS  

Best Available Techniques Assessment 

 
 

 

   

CE-GH-1815-RP04-Final, Rev B Page 4  16 April 2021 
 

1 INTRODUCTION 

1.1.1 This Best Available Techniques (BAT) Assessment supports an application to vary Environmental 

Permit (ref BJ9908), to a scrap metal recycling facility. 

1.1.2 The Site is located at George Henry Road, Great Bridge, Tipton, West Midlands, DY4 7BS.  

1.1.3 Environmental Permit BJ9908 was issued to Ervin Amasteel on 11 November 1995. It authorised the 

manufacture of steel shot and grit abrasives for use as blast cleaners. This use is now obsolete and 

none of the operations previously undertaken by Ervin Amasteel will continue at the Site.  

1.1.4 Enablelink Limited (the Applicant and the Operator) has submitted applications to (a) transfer and 

(b) vary the permit. Once the permit is transferred from Ervin Amasteel to Enablelink and then varied 

to operate as a scrap metal recycling facility, the Site will receive up to 350,000 tonnes per annum of 

ferrous and non-ferrous wastes.  

1.1.5 The Site will accept predominantly non-hazardous wastes, although relatively small quantities of 

hazardous batteries and WEEE may be received. The maximum capacity of hazardous waste receipt 

will be less than 10 tonnes per day and less than 50 tonnes of such materials will be stored on Site at 

any one time.   

1.1.6 Processing equipment on Site will comprise: 

I. A Leimbach mechanical shear, which is a standalone unit and operates on a guillotine basis 

to cut metals for either further processing on Site or for direct supply to off Site customers.  

II. A shredder. Suitable waste streams, including depolluted and dismantled end of life car 

shells, are transferred by mechanical grab to the infeed conveyor of the shredder. The 

shredder includes an electrically driven rotating drum. There are hammers fitted on the 

rotating drum with cutting anvils on the entrance to shredding chamber. Shredded materials 

then pass through sizing grids below the rotor. The rapid rotation of the drum shreds the 

metals. Baffle plates are arranged above the drum to facilitate enhanced shredding.   

III. An automatic water injection system.  Air containing particulate matter is dampened down 

with an automatic water injection system into the shredding chamber. The auto system only 

injects water when it is required by reading the load of the shredder, minimising water usage 

to that required in the shredding chamber.  

IV. Air sifter. The shredded metals are transferred by conveyor to an air sifter, which separates 

materials into a heavy fraction (i.e. the metals) and a light fraction (i.e. shredded contraries 

such as plastic, foam and small pieces of textiles etc).  

V. Bag filter. The air used in the air shifter for materials separation is subsequently passed 

through a cyclone to a bag filter for cleaning and particulate capture and removal. Cleaned 

air is discharged to atmosphere via a dedicated stack. Periodically the bag filter is cleaned by 

reverse jet pulse. The bag filter incorporates a continuous monitoring system that measures 

pressure differential and alarms in the event that the filter efficiency decreases at all, to 

ensure that particulate emissions to atmosphere are maintained at <5mg/Nm3 at all times. 
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All captured particulates (from the cyclone and bag filter) are removed from the Site for 

authorised disposal.  

VI. The light fraction separated by the air sifter is transferred via a covered conveyor and 

overband magnet to a sizing screen where various sizes are passed over eddy current 

separators. The non-ferrous metals separated by the eddy current separator are referred to 

as Zorba (i.e. mixed non-ferrous metals) and are stored in a dedicated bay for supply to off-

Site customers; whereas the residual materials, referred to as the Shredder Light Fraction 

(plastic, foam, textiles etc) are collected in a separate and roofed bay (incorporating fireproof 

concrete floor, side walls and push wall). The residual materials bay incorporates a water 

deluge system beneath the roof, which would be activated in the event of a fire (the plastic, 

foam and textile contraries etc are potentially combustible). The deluge system will be 

supplied via a water storage tank. A supplementary fire water hose is also installed by the 

residual waste bay and an authorised groundwater abstraction borehole is installed on Site 

which can also be used for fire water supply. 

VII. The heavy fraction (ferrous and non-ferrous metals) is conveyed out of the air sifter via a 

rotary drum magnet, producing a ferrous metals stream and a non-ferrous metals stream. 

The non-ferrous metal stream is transferred via a conveyor and overband magnet to a sizing 

trommel where various sizes are passed over eddy current separators. The non-ferrous 

metals separated by the eddy current separators are referred to as Zorba (mixed non-ferrous 

metals) and are stored in a dedicated bay for supply to off-Site customers; whereas the 

residual materials referred to as Shredder Heavy Fraction are removed off-Site for further 

processing due to the heavy fraction high content of recoverable metallics.  

VIII. The ferrous metals stream is transferred via a picking station for removal of any 

contaminants onto a ‘stacking conveyor’ to the ‘shred stockpile’ for storage and supply to 

off-Site customers as high purity ferrous, with a customer specification requirement of ‘free 

from dirt, free from non-ferrous metals and foreign material and excludes excessive 

moisture, introduced loose cast iron, incinerator material, grindings, swarf, turnings and 

borings’, with a density of 0.8 tonnes per cubic metre minimum and a maximum tin and 

copper content of 0.03% and 0.25% respectively’. The high purity of the ferrous ‘shred’ 

means that this material is classed as non-combustible due to the absence of residual 

contraries. 

1.1.7 Batteries will be stored in an impermeable container, with cover and acid resistant base. Batteries 

will not be shredded on Site. 

1.1.8 Hazardous and non-hazardous wastes will be stored, processed and dispatched in separate areas of 

the Site at all times to avoid mixing of the two. The Operator is aware that under the 

Hazardous Waste (England and Wales) Regulations 2005, Regulation 18 prohibits the mixing of 

hazardous waste with non-hazardous waste.  

1.1.9 The use of a shredder will maximise scrap metal recycling efficiency. The shredder has the capacity 

to process more than 75 tonnes per day of metal wastes. As a result the Site is classed as an 

Installation as it falls under the Environmental Permitting (England and Wales) Regulations 2016, 



 Enablelink Ltd 
George Henry Road, Great Bridge, Tipton, DY4 7BS  

Best Available Techniques Assessment 

 
 

 

   

CE-GH-1815-RP04-Final, Rev B Page 6  16 April 2021 
 

Schedule 1, Chapter 5, Section 5.4, Part A(1): 

(b) Recovery or a mix of recovery and disposal of non-hazardous waste with a capacity exceeding 75 

tonnes per day (or 100 tonnes per day if the only waste treatment activity is anaerobic digestion) 

involving one or more of the following activities, and excluding activities covered by Council Directive 

91/271/EEC: 

(iv) treatment in shredders of metal waste, including waste electrical and electronic equipment and 

end-of-life vehicles and their components. 

1.1.10 Under the Environmental Permitting (England and Wales) Regulations 2016, Schedule 1 activities are 

subject to the requirements of Best Available Techniques (BAT). Best available techniques are defined 

as “the most effective and advanced stage in the development of activities and their methods of 

operation which indicate the practical suitability of particular techniques for providing in principle 

the basis for emission limit values designed to prevent and, where that is not practicable, generally 

to reduce emissions and the impact on the environment as a whole: 

• "techniques" shall include both the technology used and the way in which the installation is 

designed, built, maintained, operated and decommissioned; 

• "available techniques" means those developed on a scale which allows implementation in 

the relevant industrial sector, under economically and technically viable conditions, taking 

into consideration the costs and advantages, whether or not the techniques are used or 

produced inside the Member State in question, as long as they are reasonably accessible to 

the operator;  

• "best" means most effective in achieving a high general level of protection of the 

environment as a whole.” 

1.1.11 This Section of the Environmental Permit application comprises a detailed BAT Assessment. It takes 

cognisance of Sector Guidance Note IPPC S5.06 ‘Guidance for the Recovery and Disposal of Hazardous 

and Non-Hazardous Waste’ (Environment Agency, May 2013), Best Available Techniques (BAT) 

Reference Document [BREF note] for Waste Treatment (Joint Research Centre of the European 

Commission, 2018) and the British Metal Recyclers’ Association (BMRA) document, BREF Style 

Report- Metal Fragmentising Operations-Industrial Emissions Directive (September 2018). 

1.1.12 Sector Guidance Note IPPC S5.06 ‘Guidance for the Recovery and Disposal of Hazardous and Non-

Hazardous Waste’ applies to Installations falling under the Environmental Permitting (England and 

Wales) Regulations, Schedule 1, Part 2, Section 5.4. 

1.1.13 The BREF Note for Waste Treatment, Section 3.1, addresses ‘Mechanical treatment in shredders of 

metal waste’. It recognises that ‘The main output is quality steel scrap with a high density, high degree 

of purity and predominantly homogeneous size. This shredder steel scrap can be used directly in metal 

works to produce steel. The other end fractions are shredded non-ferrous fractions, containing other 

metallic products, and shredder residues. These other fractions and residues can be further treated in 

order to recover as much material as possible and minimise the amount of waste sent for disposal.’    

1.1.14 The British Metal Recyclers’ Association (BMRA) document, BREF Style Report-Metal Fragmentising 
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Operations-Industrial Emissions Directive has been prepared to inform BAT for metal fragmentising 

and is based on actual monitoring, research and questionnaire data from the metal fragmentising 

sector. It includes a technical description of the activities and processes found in the metal 

fragmentising sector and is complemented by actual emissions and consumption data gathered from 

the sector.   

2 BAT ASSESSMENT 

2.1 BACKGROUND  

2.1.1 The BREF Note for Waste Treatment (Joint Research Centre of the European Commission, 2018), 

includes General BAT Conclusions for waste treatment, BAT Conclusions for the mechanical 

treatment of wastes and BAT Conclusions for the mechanical treatment in shredders of metal wastes.  

2.2 GENERAL BAT CONCLUSIONS 

2.2.1 Section 6.1 addresses General BAT Conclusions for waste treatment, which are reproduced below in 

bold and italics. Information to demonstrate how the Site will comply with each individual BAT 

Conclusion is set out beneath it. 

BAT 1 

In order to improve the overall environmental performance, BAT is to implement and adhere to an 

environmental management system (EMS) that incorporates all of the following features: 

I. commitment of the management, including senior management; 

II. definition, by the management, of an environmental policy that includes the continuous 

improvement of the environmental performance of the installation; 

III. planning and establishing the necessary procedures, objectives and targets, in conjunction 

with financial planning and investment; 

IV. implementation of procedures paying particular attention to:  

a) structure and responsibility,  

b) recruitment, training, awareness and competence,  

c) communication,  

d) employee involvement,  

e) documentation,  

f) effective process control,  

g) maintenance programmes,  

h) emergency preparedness and response,  
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i) safeguarding compliance with environmental legislation;  

V. checking performance and taking corrective action, paying particular attention to: 

a) monitoring and measurement (see also the JRC Reference Report on Monitoring of 

emissions to air and water from IED installations – ROM), 

b) corrective and preventive action, 

c) maintenance of records, 

d) independent (where practicable) internal or external auditing in order to determine 

whether or not the EMS conforms to planned arrangements and has been properly 

implemented and maintained; 

VI. review, by senior management, of the EMS and its continuing suitability, adequacy and 

effectiveness; 

VII. following the development of cleaner technologies; 

VIII. consideration for the environmental impacts from the eventual decommissioning of the plant 

at the stage of designing a new plant, and throughout its operating life; 

IX. application of sectoral benchmarking on a regular basis; 

X. waste stream management); 

XI. an inventory of waste water and waste gas streams; 

XII. residues management plan; 

XIII. accident management plan; 

XIV. odour management plan; 

XV. noise and vibration management plan.  

2.2.2 An Environmental Management System (EMS) has been prepared for the Site and submitted as part 

of the application to vary the permit (see CE-GH-1815-RP01-Final). In addition, a H1 Amenity and 

Accident Risk Assessment has been prepared to support the application (CE-GH-1815-RP03). It 

includes assessment of odour, noise, fugitive emissions to air, dust, fugitive emissions to water etc. 

A Noise Impact Assessment and Noise Management Plan have also been prepared for the Site etc.   

BAT 2 

In order to improve the overall environmental performance of the plant, BAT is to use all of the 

techniques given below: 

a) Set up and implement waste characterisation and pre-acceptance procedures,  

b) Set up and implement waste acceptance procedures, 

c) Set up and implement a waste tracking system and inventory, 
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d) Set up and implement an output quality management system, 

e) Ensure waste segregation, 

f) Ensure waste compatibility prior to mixing or blending of waste, 

g) Sort incoming solid waste. 

2.2.3 The EMS contains detailed pre-acceptance and acceptance procedures, which are reproduced below. 

2.2.4 Waste pre-acceptance procedures will ensure that only compliant waste types are accepted. 

Customers delivering waste to the Site will be required to provide the Operator, in advance, with all 

necessary information/documentation to satisfy the requirements of the Duty of Care, the Waste 

(England and Wales) Regulations 2011 and the Hazardous Waste (England and Wales) Regulations 

2005 (as amended). Waste Transfer Notes will be required for deliveries of non-hazardous wastes 

ferrous and non-ferrous wastes etc. Hazardous Waste Consignment Notes will be needed for 

deliveries of hazardous wastes such as lead acid batteries and certain types of waste electrical and 

electronic equipment (WEEE).   

2.2.5 A weighbridge is installed at the Site. All vehicles delivering wastes to the Site will stop at the 

weighbridge and will be weighed. 

2.2.6 Checks will be made to establish whether the haulier is a Registered Waste Carrier or has a valid 

exemption from registration.  Only registered carriers or those who are lawfully exempt from 

registration will be permitted to use the Site. 

2.2.7 Waste will not be accepted if for any reason there is insufficient storage capacity available or if the 

Site is inadequately manned.  This is to ensure that all waste is managed effectively to prevent 

pollution or loss of amenity. 

2.2.8 Weighbridge staff will be suitably trained and will follow documented procedures.  The weighbridge 

operator will examine waste descriptions at the weighbridge and the information will be checked 

against the pre-acceptance documentation, six figure European Waste Catalogue Code(s) and other 

details on the Waste Transfer Note or Hazardous Waste Consignment Note (as appropriate) and 

against the waste types permitted by the Environmental Permit.  

2.2.9 Every delivery of waste will be recorded, detailing the date of the transaction, weight, waste type, 

registered carrier, Waste Transfer Note number, Consignment Note number, vehicle registration and 

other pertinent information against a unique reference number.  It will allow for tracking of wastes, 

the generation of reports and waste returns, as well as providing comprehensive, auditable 

information.   

2.2.10 A banksman will instruct waste delivery drivers to the appropriate part of the Site for off-loading, 

according to the type of waste being delivered, to ensure non-ferrous and ferrous metals are stored 

and processed separately. This will help to ensure the cleanliness of recyclable materials is 

maintained. 

2.2.11 A visual inspection of the contents of all waste loads, including those received in sheeted containers, 

will be made during deposit. 
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2.2.12 Any discrepancies found as a result of the checks detailed above will result in the vehicle being 

detained whilst some, or all, of the following supplementary management decisions are taken: 

• Referral to a Technically Competent Person (TCP) on site; 

• Referral to the waste producer to confirm the nature of the waste load; 

• Referral to the waste carrier’s base; 

• Referral to the Environment Agency; 

• Redirection of delivery vehicle off site, to a suitably authorised facility; and  

• If the waste has been discharged on the floor of a bay, removal of the waste to a secure 

quarantine skip or container, prior to off-site removal either to the waste producer or 

suitably authorised facility.  

2.2.13 Any non-permitted waste loads shall be rejected prior to unloading. In the event that a vehicle 

inadvertently deposits non-permitted waste or a large amount of contrary material, it will be re-

loaded where possible. Where the vehicle has already left the Site, the non-permitted waste or 

contrary material will be stored in a quarantine skip or container at the Site, pending removal of the 

material to the waste producer or authorised facility.    

2.2.14 Material rejected from the Site shall be issued with a record stating why, when and from which 

contract the waste was provided.  This record shall be held on Site for the Environment Agency to 

inspect. In addition, the ‘Record of Non-Conformance’, Appendix 2, shall be completed and the 

record will be held on Site. 

2.2.15 Small amounts of contrary material present in loads shall be removed by hand or machine and 

temporarily stored in the quarantine skip.  Material in quarantine shall be removed from Site to a 

suitably permitted facility, capable of dealing with the waste types. 

2.2.16 In addition to non-conforming wastes, wastes which are malodorous shall not be accepted at the 

Site. 

2.2.17 The Site has been designed to incorporate a series of waste storage stockpiles and bays to ensure 

materials can be adequately sorted, segregated and stored to avoid the mixing of ferrous and non-

ferrous metals, hazardous wastes (e.g. small quantities of hazardous WEEE) and non-hazardous 

wastes and any incompatible wastes. The efficient segregation and storage of wastes is designed to 

maximise recycling rates. 

BAT 3 

In order to facilitate the reduction of emissions to water and air, BAT is to establish and to maintain 

an inventory of waste-water and waste gas streams, as part of the environmental management 

system  

2.2.18 The shredding of metals is essentially a dry process, other than the use of an automatic water 

injection system in the shredder to minimise dust emissions. The use of a computer controlled 

automatic dosing system ensures that water is applied according to the shredder load, thereby 
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minimising any wastage and maximising water use efficiency. 

2.2.19 The Site drains to foul sewer and public storm water sewer via interceptors (see Drawing No J8057-

302, Rev A’). All waste storage and processing areas comprise engineered concrete pavement.  

2.2.20 There are no combustion processes or waste gases produced on Site. 

BAT 4  

In order to reduce the environmental risk associated with the storage of waste, BAT is to use all of 

the techniques given below: 

a) Optimised storage location, 

b) Adequate storage capacity, 

c) Safe storage operation, 

d) Separate area for storage and handling of packaged hazardous waste. 

2.2.21 The Site design and layout is based on previous operational experience of running ferrous and non-

ferrous metals recycling facilities and operating metal shredding plants (Calm Recycling Ltd have 

advised the Operator on the layout and designed the facility based on previous direct experience of 

installing and operating metal shredding plants at other sites). The Site layout is shown on Drawing 

No CE-GH-1815-DW01, Figure 2 and ensures that materials are handled efficiently and that double 

handling is avoided where possible. The design also ensures adequate storage capacity at all times. 

2.2.22 The Site will not receive packaged hazardous wastes.  

2.2.23 The shredding plant and trommel etc are located within a building and this will help to reduce noise 

and dust emissions from the Site. A centrifuge and bag filter plant are installed within the plant to 

capture dust emissions and ensure they are collected for disposal off-Site. The dust emission limit 

from the bag filter stack is ≤5mg/Nm3.  

2.2.24 The security fencing is installed around the entire perimeter of the Site and automatic sliding and 

lockable gates are installed at the entrance off George Henry Road. Vehicles are required to press a 

buzzer at the Site entrance to request permission to enter the facility. The access gates are then 

opened automatically to permit authorised vehicles to enter. 

2.2.25 In addition to the high level of security fencing and gates, CCTV security cameras are installed at the 

Site and a security guard will patrol the facility outside of operational hours, 7 days a week.     

BAT 5 

In order to reduce the environmental risk associated with the handling and transfer of waste, BAT 

is to set up and implement handling and transfer procedures. 

2.2.26 Site operatives will be trained and instructed in the procedures required to operate the Site and to 

ensure that only permitted wastes are accepted and that materials are properly off-loaded, stored 

and handled at all times. Training procedures will include correct processing and handling of all 
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wastes and materials.   

2.2.27 A record of all training will be kept on the ‘Training Record’ in accordance with the ‘Training Needs 

Checklist’, as detailed in the EMS, Appendices 10 and 11 respectively.  

2.2.28 All waste deliveries will be recorded, detailing the date of the transaction, weight, waste type, 

registered carrier, Waste Transfer Note number (for non-hazardous wastes), Consignment Note 

number (for hazardous wastes), vehicle registration and other pertinent information against a unique 

reference number.  It will allow for tracking of wastes from receipt on Site, through to storage, 

processing and off-Site dispatch to customers. It will be used to inform waste returns to the 

Environment Agency, as well as providing comprehensive, auditable information (see Bat 1).   

2.2.29 All tanks used for the storage of diesel etc are either double skinned or located within impermeable 

bunded areas, capable of holding a minimum of 110% of the tank’s contents.  

Spill kits or absorbent granules will be provided to treat any inadvertent spillage of leakage of oil, 

diesel etc. Once the spill kit or absorbent material has soaked up the spillage, it will be removed to a 

secure and sealed container or skip for off-Site removal to an authorised facility. Any dry spillages 

will be either cleaned by sweeping into a container or bag for disposal or vacuumed for removal. 

2.2.30 There is no mixing or blending of chemical wastes on Site. 

BAT 6 

For relevant emissions to water as identified by the inventory of waste-water streams, BAT is to 

monitor key process parameters (e.g. waste water flow, pH, temperature, conductivity, BOD) at 

key locations (e.g. at the inlet and/or outlet of the pretreatment, at the inlet to the final treatment, 

at the point where the emission leaves the installation). 

2.2.31 As stated above, the metal shredding process is essentially dry, other than the use of an automatic 

water injection system in the shredder to minimise dust emissions. The Site does not produce a 

waste-water effluent as such for disposal off Site. The use of a computer controlled, automatic dosing 

system ensures that water is applied according to the shredder load and its use is minimised 

according to need. The system does not produce an excess of water for discharge to sewer.  

BAT 7 

BAT is to monitor emissions to water with at least the frequency given below, and in accordance 

with EN standards. If EN standards are not available, BAT is to use ISO, national or other 

international standards that ensure the provision of data of an equivalent scientific quality. 

2.2.32 Ferrous and non-ferrous recycling operations, including the use of the metal shredder, do not 

produce a waste-water effluent. A Trade Effluent Discharge Consent, issued by Severn Trent Limited, 

is in force for the Site. The welfare facilities (office sinks, toilets and wash basins etc) are drained to 

foul sewer. The Trade Effluent Discharge Consent Trade Effluent Discharge Consent requires annual 

monitoring in accordance with Table 1 below. 
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Table 1 Quality and Volumetric Conditions of Trade Effluent Discharge Consent 

  Parameter Current Limit/Condition 

pH 6 - 12 

Suspended Solids 400mg / litre 

Chemical oxygen Demand 600mg / litre 

Maximum Daily Volume (m3/day) 165 

Maximum Rate (litres / second) 6.5 

Temperature 43oC 

2.2.33 The Operator will comply with all conditions of the Trade Effluent Discharge Consent. 

BAT 8 

BAT is to monitor channelled emissions to air with at least the frequency given below, and in 

accordance with EN standards. If EN standards are not available, BAT is to use ISO, national or 

other international standards that ensure the provision of data of an equivalent scientific quality 

2.2.34 The only point source emission to air is the discharge to atmosphere via the bag filter house stack.  

2.2.35 Air used in the air shifter for materials separation into the light and heavy fractions is passed through 

a cyclone and a bag filter for cleaning and particulate capture and removal. Cleaned air is discharged 

to atmosphere via a dedicated stack. The bag filter incorporates a continuous monitoring system that 

measures pressure differential and alarms in the event that the filter efficiency decreases at all, to 

ensure that particulate emissions to atmosphere via the bag filter house stack are maintained at 

≤5mg/Nm3at all times. All captured particulates (from the cyclone and bag filter) are removed from 

the Site for authorised disposal.  

2.2.36 Dust monitoring downstream of the bag filter will be undertaken in accordance with EN13284-1 and 

Table 2, as set out in the BREF Note for Waste Treatment.  

Table 2 BAT associated emission level (BAT – AEL) for channelled dust emissions to air from the 
mechanical treatment of waste  

Parameter Unit BAT – AEL (Average over sampling 
period) 

Dust mg/Nm3 2-5 (1) 

(1)  When a fabric filter is not applicable, the upper end of the range is 10 Nmg/m3 

 

BAT 9 

BAT is to monitor diffuse emissions of organic compounds to air from the regeneration of spent 

solvents, the decontamination of equipment containing POPs with solvents, and the physico-

chemical treatment of solvents for the recovery of their calorific value, at least once per year using 
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one or a combination of the techniques given below. 

2.2.37 BAT 9 is not applicable, as the Site will not receive organic wastes, including solvents. 

BAT 10 

BAT is to periodically monitor odour emissions. 

2.2.38 BAT 10 is not applicable to the Site, as ferrous and non-ferrous metals are not odorous and the Site 

will not accept inherently odorous wastes. The BREF Note on Waste Treatment does recognise that 

“applicability is restricted to cases where an odour nuisance at sensitive receptors is expected and/or 

has been substantiated”. 

2.2.39 Notwithstanding the above, the Site boundary will be inspected on a daily basis for odour and in the 

very unlikely event of any significant odour being detected or any odour complaints, the odour will 

be monitored and logged in accordance with the Environmental Management System procedures in 

place and mitigation measures will be implemented, as appropriate, to ensure a high level of control 

(see H1 Amenity and Accidents Risk Assessment). 

BAT 11 

BAT is to monitor the annual consumption of water, energy and raw materials as well as the annual 

generation of residues and wastewater, with a frequency of at least once per year. 

2.2.40 The Operator recognises that reducing resource use during the recycling process is good for both the 

environment and for the business. Procedures for minimising the use of energy during the process 

include the use of a shredder plant that is powered by mains electricity only (i.e. no diesel powered 

electricity generation) and is a state of the art energy efficient design. Annual energy reviews will be 

carried out and recorded within the EMS to ensure that energy consumption per unit of production 

is monitored by the Operator and action is taken to reduce energy consumption per tonne of waste 

processed on Site where possible.  

2.2.41 Water use at the Site is limited to the shredding process, dust suppression and washdown. The Site’s 

sealed drainage system stores run-off in a series of underground interceptors and an attenuation 

tank (see Drawing No J8057-302, Rev A). 

2.2.42 Within the shredding plant, water application is automatically computer controlled to ensure the 

minimum amount of water is applied to prevent dust emissions. This is undertaken to minimise water 

use to that necessary and avoid the generation of a wet product, which would be more difficult to 

process. 

2.2.43 Mains water accepted at the Site is subject to metering. Due to the limited number of processes it 

has not been considered appropriate to meter separate parts of the Site. 

2.2.44 All foul water at the site is discharged to foul sewer, via an interceptor.  

2.2.45 Roof and clean water runoff is stored, recovered and re used on Site to re circulate into the shredder 

system and for dust suppression during dry periods. 

2.2.46 Raw material use at the Site is limited to diesel for mobile plant, engine oil, hydraulic oil and grease 
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etc for maintaining plant. Diesel and oils are stored in appropriate tanks and containers etc. Any tanks 

used for the storage of potentially polluting liquids, such as diesel or oil, will be either double skinned 

or located in impermeable bunds, with concrete base and side walls. Bunds will be capable of 

containing at least 110% of the tank’s contents. 

2.2.47 Efficient use of raw materials will be maintained at all times, so that only the required quantity of 

products is used to ensure optimum performance and subsequent waste arisings are minimised. An 

inventory will be maintained of the raw materials used on Site, which will include details of the type 

and quantity of product used. The inventory will be used to generate precise figures about the 

amount and type of raw materials used on Site and to identify opportunities that may arise, to 

minimise raw material use or source more environmentally benign alternatives that may become 

available.  

BAT 12 

In order to prevent or, where that is not practicable, to reduce odour emissions, BAT is to set up, 

implement and regularly review an odour management plan, as part of the environmental 

management system. 

BAT 13 

In order to prevent or, where that is not practicable, to reduce odour emissions, BAT is to use one 

or a combination of the techniques given below: 

a) Minimising residence times 

b) Using chemical treatment  

c) Optimising aerobic treatment. 

2.2.48 BAT 12 and BAT 13 are not applicable to the Site, as ferrous and non-ferrous metals are not odorous 

and the Site will not accept inherently odorous wastes. The Site does not carry out any chemical or 

aerobic treatment and does not receive organic wastes. The BREF Note on Waste Treatment does 

recognise that “applicability is restricted to cases where an odour nuisance at sensitive receptors is 

expected and/or has been substantiated”. 

BAT 14 

In order to prevent or, where that is not practicable, to reduce diffuse emissions to air, in particular 

of dust, organic compounds and odour, BAT is to use an appropriate combination of the techniques 

given below: 

a) Minimising the number of potential diffuse emission sources, 

b) Selection and use of high-integrity equipment, 

c) Corrosion prevention, 

d) Containment, collection and treatment of diffuse emissions, 
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e) Dampening, 

f) Maintenance, 

g) Cleaning of waste treatment and storage areas, 

h) Leak detection and repair (LDAR) programme. 

2.2.49 The Site surface comprises impermeable engineered pavement. There is no waste storage or 

processing on unmade ground or bare earth and vehicles entering and exiting the Site drive over 

tarmac and concrete surfaces only.   

2.2.50 The shredder plant is state of the art technology and is designed to minimise any risk of corrosion or 

fugitive emissions.  

2.2.51 The shredding plant and trommel etc are located within a roofed building and this will help to reduce 

dust emissions from the Site. Conveyors within the shredder plant are covered where a risk of 

uncontrolled emission exists (e.g. dirt lines) with discharge points fitted with rubber skirts. 

2.2.52 A cyclone and bag filter plant are installed within the shredder plant to capture dust emissions and 

ensure they are collected for disposal off-Site. Cleaned air is discharged to atmosphere via a 

dedicated stack. Periodically the bag filter is cleaned by reverse jet pulse. The bag filter incorporates 

a continuous monitoring system that measures pressure differential and alarms in the event that the 

filter efficiency decreases at all, to ensure that particulate emissions to atmosphere are maintained 

at ≤5mg/Nm3 at all times. All captured particulates (from the cyclone and bag filter) are removed 

from the Site for authorised disposal.  

2.2.53 Scrap metal stockpiles are stored in engineered bays with 8m high side walls and push walls. The use 

of bays helps to prevent fugitive emissions from waste and product stockpiles by reducing exposure 

to winds etc.   

2.2.54 All equipment and infrastructure on Site will be inspected, serviced and maintained as per 

manufacturer guidance and ‘Preventative Maintenance Checklist’, refer to the EMS (Appendix 6).  

2.2.55 The Environment Agency shall be informed without delay if there is any malfunction, breakdown or 

failure of equipment or techniques, accident, or fugitive emission which has caused, is causing or may 

cause significant pollution and cause any significant adverse environmental and health effects. 

2.2.56 Any required maintenance shall be carried out as soon as is practicable to ensure continued running 

of the facility and be recorded on the ‘Maintenance Record’, refer to EMS (Appendix 7). 

2.2.57 Hoses will be used to damp down Site surfaces and waste stockpiles during dry and dusty conditions 

where necessary. The Site entrance and surfaces will also be swept to remove any dust 

accumulations. 

BAT 15 

BAT is to use flaring only for safety reasons or for non-routine operating conditions (e.g. start-ups, 

shutdowns). 
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BAT 16 

In order to reduce emissions to air from flares when flaring is unavoidable, BAT is to use both of 

the techniques given below: 

a) Correct design of flaring devices, 

b) Monitoring and recording as part of flare management. 

2.2.58 BAT 15 and BAT 16 are not applicable as there is no generation of gas on Site or gas flare or CHP plant 

etc. 

BAT 17 

In order to prevent or, where that is not practicable, to reduce noise and vibration emissions, BAT 

is to set up, implement and regularly review a noise and vibration management plan, as part of the 

environmental management system (see BAT 1), that includes all of the following elements: 

a) a protocol containing appropriate actions and timelines, 

b) a protocol for conducting noise and vibration monitoring, 

c) a protocol for response to identified noise and vibration events, e.g. complaints, 

d) a noise and vibration reduction programme designed to identify the source(s), to 

measure/estimate noise and vibration exposure, to characterise the contributions of the 

sources and to implement prevention and/or reduction measures. 

2.2.59 A Noise Impact Assessment (NIA) (and supporting background noise monitoring) and a Noise and 

Vibration Management Plan (NMP) have been prepared for the Site, based on the maximum waste 

throughput of 350,000 tonnes per annum and all processing plant and mobile plant being in 

operation, i.e. to account for the worst case scenario. The NIA and NMP are included as part of the 

application to vary the Environmental Permit. 

2.2.60 The EMS references the NIA and NMP and includes procedures to ensure: 

• Noise and vibration impact is considered as part of routine operations; 

• The minimisation of the risk of unplanned ‘noisy’ events that could result in offsite 

complaints; 

• Noise and vibration is primarily controlled at source by good operational practices, the 

correct use and maintenance of plant, and operator training; and 

• ‘All appropriate measures’ are taken to prevent or, where that is not reasonably practicable, 

to minimise noise emanating from the facility. 

• The NMP is a working document and will be reviewed on an annual basis as a minimum or 

where: 

o Significant changes are made to the plant or operational practices; 
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o The Environment Agency requests that the NMP is updated, in their role as regulator; 

or 

o Complaints are received, which on subsequent investigation result in the 

identification of further control measures or remedial action, in addition to those set 

out within the NMP. 

BAT 18 

In order to prevent or, where that is not practicable, to reduce noise and vibration emissions, BAT 

is to use one or a combination of the techniques given below: 

a) Appropriate location of equipment and buildings, 

b) Operational measures, 

c) Low-noise equipment, 

d) Noise and vibration control equipment, 

e) Noise attenuation. 

2.2.61 The Leimbach mechanical shear is a standalone unit and operates on a guillotine basis to cut the 

metals. It is electrically powered by mains supply, with electrical motors driving hydraulic pumps to 

operate the guillotine. The use of mains electric and electrical motors helps to reduce noise emissions 

associated with the plant.   

2.2.62 Full details of the noise mitigation measures, including from the shredder plan and trommel etc) are 

included in the NMP. 

2.2.63 BAT 19 

2.2.64 In order to optimise water consumption, to reduce the volume of waste water generated and to 

prevent or, where that is not practicable, to reduce emissions to soil and water, BAT is to use an 

appropriate combination of the techniques given below: 

a) Water management, 

b) Water recirculation, 

c) Impermeable surface, 

d) Techniques to reduce the likelihood and impact of overflows and failures from tanks and 

vessels, 

e) Roofing of waste storage and treatment areas, 

f) Segregation of water streams, 

g) Adequate drainage infrastructure, 

h) Design and maintenance provisions to allow detection and repair of leak, 
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i) Appropriate buffer storage capacity. 

2.2.65 As stated in the response to BAT 11 above, water use at the Site is limited to the shredding process, 

dust suppression and washdown. The Site’s sealed drainage system stores run-off in a series of 

underground interceptors and an attenuation tank (see Drawing No J8057-302, Rev A). 

2.2.66 As the waste treatment processes on Site are effectively dry (other than the use of water for dust 

suppression) there is no generation of process water or requirement for waste water treatment on 

Site. 

2.2.67 Within the shredding plant, water application is automatically computer controlled to ensure the 

minimum amount of water is applied to prevent dust emissions. This is undertaken to minimise water 

use to that necessary and avoid the generation of a wet product, which would be more difficult to 

process. 

2.2.68 Water will be harvested off the building roofs by collecting in storage tanks for dust suppression and 

wash down use.  

2.2.69 All areas used for waste storage and processing comprise engineered impermeable pavement that 

drains to foul sewer or public storm water sewer, see Drawing No J8057-302 ‘Proposed Drainage 

Layout’, Rev A. An interceptor is installed on the foul sewer drainage and 4 No interceptors will be 

installed on the surface water drainage system.  

2.2.70 A 300mm raised kerb edge surrounds the Site, with a 300mm sleeping policeman across the Site 

access road. This raised kerb area creates a ‘reservoir’ which will retain fire water in the event of a 

fire. The firewater would then be available for reuse by the fire service or would be removed by 

tanker and transferred to an appropriately authorised wastewater treatment facility (see Fire 

Prevention Plan, CE-GH-1815-RP02). The location of the 300mm raised kerb and sleeping policeman 

are shown on Drawing No CE-GH-1815-DW01, Figure 3. 

2.2.71 Mains water accepted at the Site is subject to metering. Due to the limited number of processes it 

has not been considered appropriate to meter separate parts of the Site. 

2.2.72 All foul water at the site is discharged to foul sewer, via an interceptor.  

2.2.73 BAT 20 

In order to reduce emissions to water, BAT is to treat waste water using an appropriate 

combination of the techniques. 

2.2.74 BAT 20 is not applicable because the waste treatment processes on Site are effectively dry and there 

is no requirement for process water use or treatment.  

2.2.75 BAT 21 

In order to prevent or limit the environmental consequences of accidents and incidents, BAT is to 

use all of the techniques given below, as part of the accident management plan: 

a) Protective measures, 
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b) Management of incidental/accidental emissions,  

c) Incident/accident registration and assessment system. 

2.2.76 Protective measures include: 

• The installation of security fencing around the entire Site boundary, with secure vehicular 

access gates at the entrance off George Henry Road. The entrance gates will be kept closed 

and locked outside of operational hours. CCTV is also installed and a security guard will be 

deployed on Site outside of operational hours (7 days per week) for added security.  

• A detailed Fire Prevention Plan (CE-GH-1815-RP02) has been prepared for the Site and 

submitted in support of the application to vary the permit. It includes measures to prevent 

fire and deflagrations, and the monitoring equipment and daily checks that will be used to 

measure the temperature of waste stockpiles and minimise the risks of a fire incident etc. 

• In the shredder plant, air containing metallic and non-metallic particulates will be dampened 

down with an automatic water injection system into the shredding chamber. The auto system 

only injects water when it is required by reading the load of the shredder, minimising the 

water usage. 

• Use of a closed loop air system with automatic cleaning baghouse filter to clean any air 

emissions to ≤5µm. 

• Noise reducing enclosures and the installation of a 4m high noise attenuation barrier at the 

top of the bank on the eastern perimeter of the Site to mitigate noise emissions to residential 

properties. 

•  Shredder mounted on Anti Vibration System. 

2.2.77 Management of incidental and accidental emissions include: 

• All tanks used for the storage of diesel etc are either double skinned or located within an 

impermeable bunded area, capable of holding a minimum of 110% of the tank’s contents.  

• Spill kits or absorbent granules will be provided to treat any inadvertent spillage of leakage 

of oil, diesel etc. Once the spill kit or absorbent material has soaked up the spillage, it will be 

removed to a secure and sealed container or skip for off-Site removal to an authorised 

facility. Any dry spillages will be either cleaned by sweeping into a container or bag for 

disposal or vacuumed for removal. 

• Firewater management system, as detailed in the Fire Prevention Plan (CE-GH-1815-RP02). 

2.2.78 The incident/accident registration and assessment system will include: 

• The use of a Site diary for accurate record keeping shall be maintained at the Site. The Site 

diary will be maintained in the site office at all times and will be made available for inspection 

by the Environment Agency when requested. 

• The use of an ‘Environmental Accident and Incident Record’ to detail the following 
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information and measures, as detailed in the EMS, Appendix 9. 

 

Environmental Accident and Incident Record 

Date and time of the incident  

What happened, what was it about? 

Was anyone else aware of this – other witnesses? If so who? 

What caused it?  

What action did you take to fix the problem? Were external agencies involved? 

What have you done to make sure that it does not happen again? 

If there was then you must 

notify the Environment 

Agency 

Have you done so? 

Yes/No/not applicable 

Time: 

Date: 

EA Incident number: 

Please print name and sign: 

 

BAT 22 

In order to use materials efficiently, BAT is to substitute materials with waste. 

2.2.79 There is no chemical waste treatment on Site and therefore no potential to use recovered waste 

materials instead of products or raw materials to chemically treat wastes.   

2.2.80 Raw material use at the Site is limited to diesel for mobile plant, engine oil, hydraulic oil and grease 

etc for maintaining plant. Where there is the possibility of using recovered oils etc for plant and 

equipment these will be utilised where possible.  

2.2.81 The shredder plant is designed to maximise ferrous and non-ferrous metal recovery and minimise 

the amount of non-recoverable residual waste that has to be sent to landfill.  

BAT 23 

In order to use energy efficiently, BAT is to use both of the techniques given below: 



 Enablelink Ltd 
George Henry Road, Great Bridge, Tipton, DY4 7BS  

Best Available Techniques Assessment 

 
 

 

   

CE-GH-1815-RP04-Final, Rev B Page 22  16 April 2021 
 

a) Energy efficiency plan, 

b) Energy balance record. 

2.2.82 An energy efficiency plan will be developed and maintained as part of the site’s EMS. It will include:   

• Monitoring and target setting for energy use; 

• Use of natural lighting, where possible; 

• Incorporation of low energy lighting, both internally and externally; 

• Regular maintenance of equipment to ensure operating efficiency; 

• Use of energy and carbon efficient plant and equipment, in accordance with the planned 

equipment replacement programme; 

• Encourage staff to switch off equipment, machinery and lights, etc, when not in use; 

• Piping and ducting will be designed for the minimum feasible pressure loss by minimisation 

of pipe runs, avoidance of unnecessary changes of direction and selection of sensible pipe 

and duct velocities; 

• The Operator will take energy efficiency into consideration during the procurement stage of 

any plant purchase to ensure that the most energy efficient equipment available is purchased 

when the marginal cost is justifiable. 

2.2.83 As part of management reviews a Site energy balance will be prepared based on operational data 

showing the amount and source of energy use (e.g. electricity and gas) at the Site.  

2.2.84 Annual energy performance will be reviewed by site management. The review will include: 

• Comparison of quantitative performance against targets; 

• Comparison with benchmark data where available;  

• Review of the implementation of energy efficiency improvements; 

• Energy reporting, at a minimum frequency of annually; 

• Energy efficiency measures will reflect those identified in the following documents, where 

practicable:  

o Guidance for the Recovery and Disposal of Hazardous and Non-Hazardous Waste 

(Environment Agency, May 2013);  

o Horizontal Guidance H2 Energy Efficiency (Environment Agency, February 2002). 

2.2.85 Plant will be serviced and maintained in accordance with manufacturers’ recommendations to ensure 

efficient operation. Maintenance will be undertaken by suitably trained personnel. Regular 

maintenance will improve energy performance particularly in the following plant items:   
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• Compressed air systems, which are frequently energy intensive, regular maintenance and 

checks to ensure energy efficiency is maximised and any inadvertent leakage quickly 

identified and repaired to prevent further loss; 

• Lubrication of plant drives and motors, supplemented by planned maintenance checks to 

ensure the load on motors and drives is minimised as much as possible;  

• Regular cleaning and maintenance of filtration systems for plant instrumentation to ensure 

that the operating pressure drop and load on fans and pumps is minimised, which assists in 

improving energy efficiency. 

2.2.86 Good housekeeping measures will be used to minimise energy wastage. Operational best practice 

will be undertaken as follows: 

• Maintaining   housekeeping   standards   across   the site   to help reduce emissions; 

• Switch off non-essential plant and equipment when not in use;  

• Report any faults promptly with respect to process control and general plant operation, so 

that repairs to systems can be implemented quickly and matters such as spillage and 

reduction of throughput are addressed;  

• Implement operational control procedures for individual plant and equipment, particularly 

during start-up and shut-down, but also during normal operation. 

BAT 24 

In order to reduce the quantity of waste sent for disposal, BAT is to maximise the reuse of 

packaging, as part of the residues management plan 

2.2.87 The Site will only receive very limited quantities of metallic packaging waste only. Where it is feasible 

to do so, such wastes would be reused for packaging, otherwise they will be fed to the shredder plant 

for processing and ferrous metal recovery.  

3 BAT CONCLUSIONS FOR THE MECHANICAL TREATMENT OF WASTE 

3.1.1 The BREF Note for Waste Treatment (Joint Research Centre of the European Commission, 2018), 

Section 6.2.1 addresses BAT Conclusions for the mechanical treatment of waste.  

BAT 25.  

In order to reduce emissions to air of dust, and of particulate-bound metals, PCDD/F and dioxin-

like PCBs, BAT is to apply BAT 14d and to use one or a combination of the techniques given below.   

Cyclone, 

Fabric filter, 

Wet scrubbing, 

Water injection into the shredder. 
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3.1.2 The shredding plant incorporates state of the art cyclone, fabric filter and water injection to minimise 

any dust emissions from the plant.  

3.1.3 Air used in the air shifter for materials separation is subsequently passed through a cyclone and then 

to a bag filter for cleaning and particulate capture and removal. Cleaned air is discharged to 

atmosphere via a dedicated stack. Periodically the bag filter is cleaned by reverse jet pulse. The bag 

filter incorporates a continuous monitoring system that measures pressure differential and alarms in 

the event that the filter efficiency decreases at all, to ensure that particulate emissions to 

atmosphere are maintained at ≤5mg/Nm3at all times. All captured particulates (from the cyclone and 

bag filter) are removed from the Site for authorised disposal.  

3.1.4 In addition, a computer controlled, automatic water injection system is incorporated into the 

shredder plant to generate a fine water spray to further minimise dust and reduce the risk of 

deflagrations (see BAT 27). The dosing system ensures that water is applied according to the shredder 

load, thereby maximising the efficiency of dust control and water use. 

3.1.5 A schematic diagram showing the water injection system is shown below. Points numbered 1, 2 and 

3 are water injection ports into the shredder. 

 

4 BAT CONCLUSIONS FOR THE MECHANICAL TREATMENT IN 
SHREDDERS OF METAL WASTE 

4.1.1 Section 6.2.2, addresses BAT Conclusions for the mechanical treatment in shredders of metal waste. 

BAT conclusions are set out below: 

BAT 26 

In order to improve the overall environmental performance, and to prevent emissions due to 

accidents and incidents, BAT is to use all of the techniques given below: 

a. implementation of a detailed inspection procedure for baled waste before shredding; 
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b. removal of dangerous items from the waste input stream and their safe disposal (e.g. gas 

cylinders, non-depolluted EoLVs, non-depolluted WEEE, items contaminated with PCBs or mercury, 

radioactive items); 

c. treatment of containers only when accompanied by a declaration of cleanliness. 

4.1.2 All vehicles delivering metal wastes to the Site are required to stop at the weighbridge to be weighed. 

Only Registered Waste Carriers or those lawfully exempt from the need to be registered are allowed 

to deliver wastes to the Site and relevant paperwork, including Waste Transfer Notes and Hazardous 

Waste Consignment Notes (as applicable) are checked against the requirements of the permit and 

permitted waste types. A visual check is made of all waste loads upon deposit at the Site. Non-

permitted wastes or those that are unsuitable for processing are reloaded onto the delivery vehicle 

for off-Site removal in the first instance or, if the vehicle has already left the Site before the non-

permitted or unsuitable wastes are detected, the materials are removed to a quarantine skip or 

container for off-Site removal to an authorised facility.    

4.1.3 Before lifting metal from the waste feedstock area (see Drawing No CE-GH-1815-DW01, Figure 2) 

into the shredder, the 360° mechanical grab driver also carries out a further visual inspection to 

ensure that the material is suitable for the shredder infeed. 

4.1.4 Waste containing unsuitable material is not put through the shredder, the Operator will deduct 

penalty fees from waste producers who supply contaminated waste to cover the cost of managing 

these wastes separately. 

4.1.5 Any used drums or metal containers that are accepted for shredding must be empty and cleaned 

before acceptance at the Site. A certificate or statement confirming the cleaning procedure and its 

effectiveness is required from the waste producer to ensure that contaminated materials are not 

inadvertently processed at the Site.  

4.1.6 The Site takes stringent measures to ensure that gas cylinders, non-depolluted End of Life Vehicles, 

contaminated wastes and radioactive wastes are not accepted at the Site.    

4.1.7 All customers are clearly informed that penalties will be levied for any such wastes hidden inside the 

incoming waste stream. If such materials are found in any load tipped at the Site, the customer is 

penalised accordingly and the offending waste removed from the feedstock. 

4.1.8 Any metal received on Site that may have contained hazardous residues will be screened upon arrival. 

Having had pre-acceptance discussions with the waste producer, any requirements for cleansing will 

have been stipulated in advance and checks will be carried out, upon the metal’s arrival, that proper 

cleansing had been carried out and, where appropriate, necessary cleansing certificates should 

accompany the waste. 

4.1.9 In the event baled, depolluted ELVs are accepted in the future, checks will be made on the site 

producing the waste to ensure that proper depollution is being carried out, and a requirement for 

copies of Certificates of Depollution to be provided alongside vehicles accepted in this form. 

BAT 27 
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In order to prevent deflagrations and to reduce emissions when deflagrations occur, BAT is to use 

technique a. and one or both of the techniques b. and c. given below: 

a. Deflagration management plans 

b. Pressure relief dampers 

c. Pre-shredding.  

4.1.10 The Site will not accept wastes in powder form or inherently dusty wastes. In the event that gas 

cylinders or aerosol cans etc are detected at the Site, they will be separated from the metal feedstock 

stockpile to ensure they are not processed at the Site or inadvertently fed to the shredding plant. 

Strict waste acceptance procedures and visual checks will be used to minimise the risk of any waste 

types that could cause deflagrations being fed to and processed in the shredder plant. In addition, a 

review of any historical deflagration incidents and remedies associated with the type of shredder will 

be made to identify any other potential risks that could cause deflagrations and thereby minimise 

their risk of occurring by taking appropriate mitigation measures.  

4.1.11 All scrap metal delivery driver is made aware on arrival at the Site by the weighbridge operator of 

the signage and site rules regarding the illegality of gas bottles and explosive materials. The 

weighbridge operator or other trained operative visually inspects each load for any obvious signs of 

any explosive items, i.e. gas bottles, fuel cells etc. All suppliers are made fully aware of the need to 

check material before delivery.  

4.1.12 Each load is categorised to whether it is for the shredder or other yard process. Shredder feed is split 

into 3 categories, end of life vehicles, bales or loose scrap: 

4.1.13 All end-of-life vehicles must be de polluted prior to being fed to the shredder. Any scrap cars arriving 

without a depollution note on delivery MUST be taken to the Site depollution and dismantling area 

for the necessary depollution BEFORE being transferred to the shredder feed stock. All end-of-life 

vehicles will be visually inspected internally for any sign of explosive items at the time of depollution 

being carried out. A record will be made of what deliveries have been placed in the storage area for 

traceability purposes, in the event of an incident.  

4.1.14 Any baled scrap metal wastes must be depolluted by the customer prior to baling and delivery to the 

Site. Relevant delivery notes will be required to confirm ‘depolluted vehicles’. Any delivery note NOT 

stating this MUST be checked. Bales will be taken to a designated stock area and, prior to shredding, 

the shredder excavator driver will pull bales apart to release any fuels or hidden items. Any material 

that has not arrived from a licenced scrap dealer (e.g. passing trade) will be visually inspected on 

entrance to the Site, asked if has been checked for anything that may be explosive and directed to 

the shredder designated stock. When individuals are unloading, the shredder excavator driver further 

visually checks from height. Any individual spotted with any potential explosive item is reported to 

the weighbridge and action taken. A further check is made by the excavator lifting and dropping 

scrap, again to visually inspect before entrance to the shredder. Any persons found to knowingly 

bring potential explosive items onto the yard will be banned. In the event of an explosion or if a 

suspected explosion is seen or heard, an immediate investigation MUST be carried out to detect the 

cause and source of the potential explosion. Completion of the Accident/Incident Report MUST 
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without fail be carried out in accordance with the EMS. Contact MUST then be made with the relevant 

Environment Agency officer to report the incident, size and suspected source. The material source 

will then be contacted by the Site Manager or Technically Competent Person to discuss the incident 

and a warning will be issued. In the event of a re-occurrence, the supplier maybe be issued with a 

site ban.  

4.1.15 The shredder plant incorporates the following structural explosion measures and pressure relief 

openings: 

• Due to the heavy mode of construction, the shredder housing is not at risk should a 

deflagration occur. 

• The dedusting unit has been designed for a reduced maximum explosion over pressure of 2.5 

bar. 

• The entire potentially explosive area of the dedusting unit (pipelines, cyclone, wet scrubber) 

is equipped with explosion pressure relief openings.  

• The fans are equipped with rupture foils. They are designed for a reduced maximum 

explosion overpressure of 2.5 bar.  

4.1.16 A computer controlled, automatic water injection system is incorporated into the shredder plant to 

generate a fine water spray to further minimise dust and reduce the risk of deflagrations (see BAT 

25).  

BAT 28 

In order to use energy efficiently, BAT is to keep the shredder feed stable. 

4.1.17 The use of an automatic infeed conveyor to the shredder ensures that materials are fed to the plant 

at the optimum rate of efficiency and processed in a manner that minimises the risk of disruptions 

or overloading the equipment.      
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