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1 BAT 
1. With reference to direct boiler sorbent injection, in relation to BAT 27, please provide further 

justification for why this is not being proposed in addition to your proposed dry sorbent 
injection system. 

Direct boiler sorbent injection involves the injection of the reagent directly into the flue gas 
stream within the boiler. This only achieves partial abatement of the acid gases and does not 
eliminate the need for additional FGT stages. It is acknowledged that using a combination of 
both boiler sorbent injection and the additional acid gas abatement system would provide a 
higher level of abatement than either system alone; however, the operating and maintenance 
costs and also reagent stoichiometry and consumption would be higher. 

It is considered to represent BAT to use a dry sorbent injection system to abate acid gases, as 
justified within section 2.6.3 of the supporting information. The dry system would be designed 
to ensure that the Facility operates in accordance with the relevant ELVs, assumed to be the 
BAT-AELs, without the requirement for any additional secondary abatement measures. 

 

2. With reference to your assessment against BAT 29, include consideration of catalytic bags 
either in place or in addition to the SNCR system. 

Catalytic filter bags have the potential to reduce emissions of dioxins and furans, as well as NOx 
when used in combination with a source of ammonia. It is stated within the BREF that the 
temperature of the flue gas when entering the filter bags should be above 170 – 190°C for 
effective destruction of dioxins and furans, and above 180 – 210°C for the effective destruction 
of NOx. As the steam cycle is optimised for energy efficiency, the temperature of flue gases at 
the boiler exit is expected to be 140°C. Therefore, the flue gases would not be at a high enough 
temperature for treatment in catalytic filter bags regardless of what stage in the FGT process 
they are used. It could be possible to reheat the flue gases to the appropriate temperature for 
treatment in catalytic filter bags; however, this would require an additional energy source, 
making the Facility less efficient overall. 

 

3. With reference to BAT20, provide an assessment of techniques b (reduction of the flue gas 
flow); e (Low temperature flue-gas heat exchanges) and i (dry bottom gas handling). 

To increase the energy efficiency of the plant, BAT 20 requires an appropriate combination of 
techniques as stated in the BREF to be implemented. As described in section 2.7.2 of the 
supporting information, the Facility will employ techniques (c), (d), (f) and (g) to increase the 
efficiency of the process and techniques (b) and (e) are detailed below: 

Technique (b) 

Technique (b) relates to reducing the flue gas flow rate through either an improvement in the 
primary and secondary combustion air distribution, or through using flue gas recirculation 
(FGR). The Facility will be designed to optimise both primary and secondary combustion air 
distribution to improve the efficiency of the combustion process. The volume of both primary 
and secondary air will be regulated by a combustion control system. Primary combustion air 
will be optimised and improved through the continuous monitoring of process variables, 
including combustion air flow. Secondary combustion air distribution will be optimised through 
the use of Computational Fluid Dynamics (CFD) modelling, which will be used to select and 
optimise the location of secondary air inputs into the combustion chamber, to increase the 
efficiency of the SNCR system for NOx abatement.  

The optimisation of the combustion control system, as described above, will reduce the 
resulting flue gas flow rate by reducing air intake, hence lowering the oxygen content within 
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the furnace and reducing the flue gas flow at the boiler exit. However, to ensure that the 
combustion process remains stable, it is important to maintain a balance between the air intake 
and the resulting flue gas flow rate. The provision of some excess oxygen is essential to cover 
any fuel spikes and avoid incomplete combustion, reducing the risk of spikes in carbon 
monoxide emissions. 

FGR has the potential to improve the performance and efficiency of combustion systems, with 
some grate suppliers gaining benefits of reduced NOx generation from the use of FGR. However, 
other grate suppliers have focussed on reducing NOx generation through the control of primary 
and secondary air and the grate design, and these suppliers gain little if any benefit from the 
use of FGR. Adding FGR may even have the potential to cause additional problems relating to 
the availability of the plant, which would reduce the overall efficiency through reduced power 
generation and an increase in the number of shutdowns.  

As justified within section 2.6.2 of the Supporting Information, the proposed designs do not 
currently include FGR. Both the use of SNCR with or without FGR are however considered to 
represent BAT for the abatement of NOx within the Facility. 

Veolia will comply with any Improvement Conditions (ICs) or Pre-operational Conditions (POCs) 
imposed by the EP, such as confirmation of details on the performance and optimisation of the 
SNCR system and confirmation of the boiler design through computational fluid dynamics (CFD) 
modelling. 

Technique (e) 

Technique (e) is to use low-temperature flue gas heat exchangers to recover additional energy 
from the flue gas at the boiler exit.  

The proposed design does include a low temperature heat exchanger to recover energy from 
the flue gas with the temperature at the boiler exit expected to be reduced down to 140°C. 
Consequently, steam from the turbine pass-out is used for preheating of boiler feedwater.  

The flue gas temperature at the heat exchanger exit is optimised for the operation of the dry 
FGT system. The BREF indeed states that a dry FGT process, such as that proposed for the 
Facility, can accept flue gas temperatures of around 130 – 300°C, with bag filters generally 
requiring temperatures in the region of 140 – 190°C. 

Technique (i) 

Technique (i) relates to dry handling of bottom ash using ambient air for cooling, with useful 
energy subsequently recovered by using the cooling air for combustion. It is acknowledged that 
this technique is applicable to grate furnaces, such as proposed for the Facility, and can improve 
energy efficiency and reduce water consumption. However, dry bottom ash handling can 
introduce a risk of fugitive dust emissions, at the site but also during transport and treatment 
off-site, compared to a wet bottom ash handling system which is proposed for the Facility. 
Overall water use at the Facility will be minimised by the re-use of process effluent (including 
any leachate or effluent from bottom ash storage) within the process including for bottom ash 
quenching; therefore minimizing the volumes of effluent generated, which may require off-site 
treatment. 

Furthermore, in a dry bottom ash handling system, the bottom ash discharger may be required 
to be flooded with water occasionally to prevent fire hazards. Using air from the bottom ash 
storage area within dry bottom ash handling will reduce the quantity of combustion air required 
to be extracted from the bunker and tipping hall areas, subsequently reducing the effectiveness 
of the proposed odour control systems within the waste reception areas. This could result in 
additional energy consumption to minimise odour emissions and odour risks from the Facility. 

The additional abatement of fugitive dust emissions arising as a result of dry bottom ash 
handling also has the potential to increase the capital costs associated with bottom ash 
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handling. Taking the above into consideration, the use of a dry bottom ash system is not 
considered to represent BAT for the Facility.  

 

4. With reference to BAT33, provide an assessment of techniques d (dry bottom gas handling). 

Technique (d) within BAT 33 relates to dry bottom ash handling to reduce water usage and 
prevent wastewater generation. As described within the response to BAT 20(i) above, water 
usage (and wastewater generation) will be minimised through other techniques implemented 
at the Facility, such as the use of dry sorbent injection in the FGT system, recycling of water and 
the use of wastewater for bottom ash quenching. The use of wastewater for bottom ash 
quenching targets a zero discharge during normal operation, which could not be achieved with 
a dry bottom ash handling system. On this basis, dry bottom ash handling is not considered to 
represent BAT for the Facility. 

 

5. With regards to Boiler design BAT in guidance note S5.01 clarify whether the following 
technique is proposed for dioxin control: 

a. ensuring that the steam/metal heat transfer surface temperature is a minimum where 
the exhaust gases are within the de-novo synthesis range; 

If this is not proposed provide justification. 

Section 2.10, Point 4 of EPR 5.01 relates to good design and operation of the boiler to ensure 
sufficient dioxin control, through maximising the rate of decrease of gas temperature. Bullet 1 
states this can be achieved by “ensuring that the steam/metal heat transfer surface 
temperature is a minimum (around 170°C) where the flue gas is in the de novo synthesis 
temperature range, subject to acid dew point considerations”. Reformation of dioxins by the de 
novo synthesis may occur in the low temperature section of the boiler (mainly the economiser) 
where the flue gas temperature is in the range of 200 - 450°C. This reformation is minimised by 
ensuring the surface temperature is a minimum (around 170°C) in this range but also by other 
techniques in combination as indicated in guidance note S5.01 Section 2.10. These include 
reducing stagnant and low gas velocity areas through CFD modelling of flue gas flows at the 
design stage and ensuring short residence time of flue gas in the low temperature section of 
the boiler. This is achieved by a progressive reduction in cross section of the boiler passes so 
that the gas velocity is maintained throughout the boiler. 
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2 Noise 
6. With reference to section 7.5.3 of the noise impact assessment, provide confirmation that the 

noise mitigation measures proposed in this section will be implemented in the design of the 
facility. 

The noise mitigation measures incorporated into the design of the Facility are described in 
section 7.4.1, and have been used to calculate the predicted noise levels from the Facility. It can 
be confirmed that the noise mitigation measures in this section will be implemented; or where 
alternative mitigation measures are identified through detailed design, which achieve the same 
level of noise reduction, they will be implemented. 

With regards the mitigation measures listed in section 7.5.3, these are additional mitigation 
measures which may be incorporated into the design of the Facility to further reduce noise and 
comply with any relevant guidance and standards. The measures listed are forms of mitigation 
which have been applied at other similar facilities operating in the UK. 

Prior to completion of detailed design, it cannot be confirmed what additional mitigation 
measures will be incorporated into the design of the Facility. These can be confirmed to the EA 
following completion of detailed design. However, Veolia can confirm that the final design and 
mitigation measures will be chosen to ensure that the noise impacts from the Facility are no 
greater than presented in the noise assessment submitted with the EP application.  

 

7. With reference to section 2.4.6 of the Supporting Information Document, please confirm that 
regular noise level checks will be carried out. 

It can be confirmed that regular noise level checks will be carried out at the Facility. Noise level 
checks will be carried out by the operational staff as part of the daily routine checks. 

 

8. Confirm that HGVs will only reverse when inside the tipping hall. 

It can be confirmed that waste delivery HGVs and also Refuse Collection Vehicles (RCVs) will 
only reverse once inside the tipping hall, unless for maintenance or emergency. The design of 
access roads around the site allows for a one-way system, to avoid these vehicles having to 
reverse in external areas of the Facility. 

 

9. Provide justification for why the diesel generators have not been included as a noise source 
in the noise impact assessment. 

The diesel generators will be used for emergency purposes only and will typically operate for 
less than 50 hours each year for testing purposes only (unless an emergency situation arises). 
Therefore, they do not represent a source of noise during normal operations.  

The risk of an emergency situation occurring, such as a power outage / loss of grid connection, 
is considered to be low. Therefore, the potential for prolonged noise from the generators is 
considered to be low.  

 

10. Will you be operating non road mobile machinery within the installation boundary? If so, 
please explain how potential noise from the machinery is considered in the noise impact 
assessment. 

Mobile plant will be in operation at the site, but the exact type of plant will be subject to the 
detailed design of the Facility. Mobile plant will include, for example, forklift trucks within the 
building, bucket loaders in the bottom ash handling area, etc. The assumed noise levels 
associated with the different areas of the Facility are based on reference data from a similar 
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plant. Therefore, noise from the operation of ‘typical’ mobile plant is included in the noise 
impact assessment. 

Sound levels and also operational hours of specific mobile plant will vary depending on the type 
of equipment that is used, thereby making it difficult to allow for, and assess, individual items 
of mobile plant within the noise modelling software. This is why reference data from a 
comparable facility has been used. 

As stated within section 7.4.22 of the noise assessment, mobile plant would be fitted with 
broadband noise type reversing alarms. Broadband noise type alarms contain a mixture of tones 
that do not stand out as discrete noise pulses and are at frequencies that are better attenuated 
over distance.  

The mobile plant is expected to operate mostly within the process buildings, which will provide 
some level of attenuation. As such, the operation of the mobile plant within the process 
buildings is not expected to provide a significant contribution to the noise impacts of the 
Facility. 

 

11. With reference to the list of incorporated mitigation set out in 7.4.1 of the Noise Impact 
assessment, it includes ‘doors closed except for access to vehicles for offloading and 
collection unless for maintenance or emergency’. Provide an explanation of how long it is 
expected the doors will be open and how this has been taken into consideration in the noise 
impact assessment. 

The doors to the tipping hall will be fast action doors. An induction loop will sense vehicles 
waiting to enter or exit the tipping hall and will engage the doors to open. The doors will be 
open for approximately 1 minute to allow a vehicle to enter or exit the tipping hall. The doors 
will be closed when the vehicle is inside the tipping hall, before the vehicle commences 
reversing operations. 

As the doors will be closed by the time a vehicle is in the tipping hall and commences reversing 
operations, the noise assessment has assumed that the tipping hall doors will be closed during 
‘normal’ operations.  

The noise levels used within the assessment for the tipping hall are based on reference data 
from a similar plant with tipping hall doors closed.  
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3 Odour 
12. Please clarify whether the reception hall doors will be self-closing. If not please explain how 

you will ensure the doors will be closed when no deliveries are occurring. 

As stated within the response to question 11, the doors to the tipping hall will be self-closing 
and therefore closed when no deliveries are occurring.  

 

13. Please clarify whether incoming municipal waste will be delivered in covered vehicles. 

It can be confirmed that waste delivery vehicles will be enclosed or otherwise covered, to 
prevent fugitive emissions of odour and litter during transport. 

 

14. Your proposals for odour control include drawing combustion air from the waste storage 
reception area in order to minimise odours. What is likelihood of both incineration lines being 
shut down at the same time (i.e. how many times a year), and the likely duration of the 
shutdown (i.e. how many hours/days). 

During planned maintenance, one line is kept operational so that negative pressure is 
maintained in the tipping hall. Planned maintenance of both lines at the same time will be for 
a minimum amount of time, expected to be for one day every two years. Odour will be 
controlled during planned shutdown periods by minimising the amount of waste in storage in 
the bunker and waste input will be reduced prior to the periods of planned maintenance. 
Additionally, the tipping hall doors will be closed during that time and no tipping will be 
anticipated. Should odour be identified as a problem, additional odour abatement can be 
achieved through the use of an odour modification system (via a deodorising agent). 

In the very unlikely event that both lines are shutdown for an extended period due to an 
unplanned event, waste deliveries may be diverted to alternative locations and/or existing 
bunker waste may be back loaded and transferred off-site should odour be deemed a potential 
issue. If required, additional odour abatement can be achieved through the use of an odour 
modification system (via a deodorising agent). 

 

15. With reference to section 2.4.7 of the Supporting Information Document, and the following 
proposal: 

• that if odour is identified to pose an issue despite the preventative measures in place, the 
waste may be unloaded from the bunker for transfer off-site. 

• that during normal operation of the Facility, regular inspections may be undertaken to 
monitor for odour and will include – olfactory checks for odour in the waste reception areas 
and external installation boundary; monitoring the positions of louvres (e.g keeping doors 
shut when no waste deliveries are occurring; and monitoring combustion air flow, with 
odorous air extracted via the boilers and stacks. 

You have stated that these proposals ‘may’ happen, provide less non-committal responses. 

We can confirm that: 

– In the event of an extended unplanned shutdown, if odour is identified to pose an issue 
despite the preventative measures in place, waste will be unloaded from the bunker for 
transfer off-site to a suitably licensed waste management facility. 

– During normal operation of the Facility, regular inspections will be undertaken to monitor 
for odour and will include – olfactory checks for odour in the waste reception areas and 
external installation boundary; monitoring the positions of louvres (e.g keeping doors shut 
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when no waste deliveries are occurring); and monitoring combustion air flow, with odorous 
air extracted via the boilers and stacks. 
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4  Process effluent/contaminated runoff 
management 
16. Please provide further information on the process effluents type and sources and how and 

where the excess process effluent will be stored prior to tankering off site. Also provide 
details of how you have calculated storage to ensure you have sufficient volume to safely 
contain all the process effluent. 

Excess process effluents will include the following sources: 

– boiler water resulting from emptying the boiler (~100m3 per event); 

– small quantities of boiler and steam system blowdown (~30m3 per day); 

– reject water from the water treatment plant (~20m3 per day); and 

– washdown water from process areas, including the ash handling facility and waste reception 
areas (<5m3 per day). 

There may be very small quantities of boiler treatment chemicals present in the process 
effluent. The exact types of water treatment chemicals to be added to boiler feedwater are 
subject to detailed design of the Facility. The chemicals will be significantly diluted by other 
process effluents within the process effluent tank/pit. The following are ‘typical’ examples of 
water treatment chemicals: 

– sodium hydroxide (NaOH); 

– sulphuric acid (H2SO4); 

– hydrochloric acid (HCl); 

– sodium chloride (NaCl); 

– oxygen scavenger; 

– sodium phosphate (Na3PO4) (descaler); and 

– ammonium hydroxide (NH4OH) (pH control). 

Washdown from waste and ash handling areas may introduce the presence of a wide variety of 
contaminants significantly diluted by the washdown water itself. A review of process effluent 
monitoring data from a comparable facility has shown that these contaminants may include 
traces of metals, sediments (suspended solids), oils, phosphates, sulphates, ammonia and other 
organic compounds in small concentrations.  

The excess process effluents will be stored within a process effluent tank/waste water pit prior 
to either re-use in the process or tankering offsite. The exact type of structure will be confirmed 
during the detailed design of the Facility; however, it can be confirmed that the material from 
which the process effluent tank/pit will be constructed will be impermeable to the liquids that 
are being stored. Therefore, there will be negligible risk of process effluents leaking to the 
underlying groundwater or surrounding environment. 

The process effluent tank/pit will have a capacity of approximately 165 m3. As ~70m3 of process 
effluents will be re-used for bottom ash quenching per day there will be sufficient capacity  to 
also contain the one off event of an emptying of the entire contents of ~100 m3 boiler in addition 
to the other effluents. 
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5 Containment 
17. Provide confirmation that the tanker offloading area (referred to in section 2.4.5 of the 

supporting document) will be designed as follows: 

• The surfacing will be impermeable and resistant to the materials tankered. 

The tanker offloading area will be constructed from an impermeable concrete material to create 
an impermeable layer to the underlying ground and prevent contamination in the event of a 
spill/leak from the tanker. 

The tanker offloading area will be constructed in accordance with the requirements of CIRIA 
736 and in accordance with recognised standard ‘Eurocode 2 – Design of Concrete Structures –
Part 3: Liquid retaining and containment structures’. The regular preventative maintenance 
scheme (described in the response to the bullet below) will ensure the integrity of the tanker 
offloading area is maintained throughout the lifetime of the Facility.  

• Will have sealed construction joints 

It is confirmed that the tanker offloading area will have sealed construction joints – water stop 
joints will be installed between each concrete slab to ensure the integrity of the hardstanding, 
reducing the risk for contamination of the underlying aquifer. 

• Designed to catch leaks from tanker fitting and connections. 

Fuel oil and ammonia will be delivered to the site in sealed tankers and offloaded via a hose 
connection. Deliveries will be supervised by site operatives trained in unloading practices. 
Regular inspection of both the unloading equipment (including tanker fittings and connections) 
and the tanker offloading area itself will be undertaken. Spillages will be prevented by good 
operating procedures including high tank level alarms or trips.  

The ammonia tank and fuel oil tank and their respective unloading connections points will be 
within bunded areas and catchment sumps. This enables potential leaks from the connection 
points to be caught during delivery. Sumps and bunding will be: 

• Designed to be impermeable and resistant to the liquids collected within them. 

• Subject to regular visual inspection, with any contents removed accordingly after checking 
for contamination. 

• Should concerns regarding the integrity of sumps be raised following programmed visual 
inspection or maintenance, this will be extended to water testing. 

• Any sub-surface tanks and sumps, where appropriate, will be designed with leak detection 
systems. Preventative maintenance will be implemented for all subsurface structures. This 
will include (if appropriate) pressure tests, leak tests, material thickness checks, CCTV 
survey etc. 

Furthermore, adequate quantities of spillage absorbent materials will be made available at 
easily accessible location(s) and drip trays will be made available during filling activities. 

The measures outlined above are considered to be sufficient to prevent as in the first case, or 
mitigate, any leaks from tanker offloading of materials. 

• Will have no outlet and drain to a blind collection point 

The ammonia tank and fuel oil tank bunds will have no outlet and will drain to a blind collection 
point. The fuel oil offloading area will drain to a forecourt fuel separator tank from which liquids 
would be pumped out under controlled conditions. The ammonia offloading area will route any 
spills or leaks to the ammonia tank bunded area as described above. 

This enables these liquids to be removed/pumped out by dedicated tanker under controlled 
conditions. 
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• Be sized to contain a worst case spillage from a tanker 

The fuel oil forecourt separator will be sized to contain the volume of a single fuel compartment 
from the fuel delivery vehicle. Typically, the separator has a volume of 10m3.  

The ammonia tanker sump will be linked to the ammonia tank bund. The ammonia tank bund 
will be sized to contain the capacity of the tanker in the event of a worst-case spillage. 

Operational procedures will be adopted to ensure that the bunds, sumps and containment 
areas are emptied prior to any fuel or ammonia deliveries.  

• Is subject to regular inspection and programmed engineering inspection. 

This is confirmed. Quality assurance checks will be undertaken during construction to confirm 
the integrity of the hardstanding and drainage systems. Hardstanding will be constructed in 
accordance with recognised design standards (such as BS EN 1992-3, BS EN 1997, CIRIA C660 
etc). 

Regular preventative maintenance will ensure that the integrity of the tanker offloading area 
will be maintained throughout the lifetime of the Facility. Preventative maintenance will include 
periodic emptying of sumps and bunds in the tanker unloading area and visual inspections of 
the concrete or other construction material. Visual inspections of the hardstanding will also be 
undertaken. In the event that the visual inspection identifies that the integrity has been 
compromised, additional pressure tests, leak tests and material thickness checks may be 
undertaken.  

Should it be identified that damage has occurred to the structure, repairs will be undertaken to 
ensure that integrity is suitably maintained. These measures will ensure that liquids do not leak 
from the tanker unloading area and contaminate the underlying groundwater. 

 

18. Provide details of all the subsurface structures (pits/sumps/drains/bunker etc.) that will 
contain or have the potential to contain potentially polluting liquids. For each of these 
structures please provide further details of the proposed construction and operational 
methods as follows: 

• Details of how they will be constructed to ensure the underlying principle aquifer is protected 
including details of the construction standards that will be met. 

• Clarify what measures will be implemented to minimise damage to the containment 
structures. 

• Clarify what measures will be in place to inspect and identify damage to the containment 
structures and identify when maintenance is required. 

• Details of what leak detection systems or groundwater monitoring will be in place, if this is 
not proposed provide justification. 

The following subsurface structures will be in place at the site that will have the potential to 
contain polluting liquids: 

– Waste bunker 

– Process effluent ‘pit’/tank; 

– Sumps and bunding;  

– Foul water treatment; and 

– Surface water attenuation storage. 

Waste bunker 

The waste bunker will be constructed of reinforced concrete and will be designed as a water 
retaining structure in accordance with BS EN 1992-3:2006, Eurocode 2.  
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During construction and commissioning, quality assurance checks will be undertaken to prove 
the structural integrity of the bunker. This will minimise the potential for damage of the bunker 
during operation of the Facility. 

Regular preventative maintenance as part of documented management systems at the site will 
ensure that the bunker integrity is maintained throughout the lifetime of the Facility. 
Preventative maintenance will include periodically lowering the level of waste and undertaking 
visual inspections of the concrete from which it is constructed. Should it be identified that 
damage has occurred to the structure, repairs will be undertaken to ensure that integrity is 
suitably maintained. These measures will ensure that liquids (such as leachates from waste) do 
not leak from the bunker and contaminate the underlying groundwater. 

Process effluent pit/tank 

As described in the response to question 4, the design of the process effluent storage facility is 
subject to the detailed design of the Facility. The process effluent ‘pit’ is likely to be an open 
concrete structure. Concrete structures would be designed in accordance with recognised 
standard ‘Eurocode 2 – Design of Concrete Structures –Part 3: Liquid retaining and containment 
structures’. The process effluent tank/pit will be designed so that it is impermeable to the liquid 
that is being stored.  

During construction and commissioning, quality assurance checks will be undertaken to prove 
the structural integrity of the tank/pit.  

Regular preventative maintenance as part of documented management systems at the site will 
ensure that integrity is maintained throughout the lifetime of the Facility. Preventative 
maintenance will include periodically emptying pits/tanks and undertaking visual inspections of 
the material from which the pit/tank is constructed. Should it be identified that damage has 
occurred to the structure, repairs will be undertaken to ensure that integrity is suitably 
maintained. These measures will ensure that liquids do not leak from the drainage pit/tank and 
contaminate the underlying groundwater. 

The tank/pit monitoring includes if appropriate) pressure tests, leak tests, material thickness 
checks, CCTV survey etc. 

Sumps and bunding  

Further detail on the tank sumps and bunds and the tanker unloading area (including 
construction standards, integrity, preventative maintenance procedures and leak detection) is 
provided within the response to question 17). 

Foul water treatment 

It is proposed to treat foul effluent from domestic facilities using the existing packaged 
treatment plant at the site. The treated effluent will be discharged, via a drainage field, to 
groundwater. Veolia hold a permit for the discharge of sewage from a sewage treatment plant 
to groundwater (Ref: S/WR 989). In the Planning Application (Refer to Appendix I of the EP 
application), the Environmental Statement (Volume 3, Appendix 4.1) details that the foul water 
drainage system will be installed with a penstock valve or similar, which will prohibit the 
discharge of foul water in the event of a fire or other emergency. 

During construction and commissioning, quality assurance checks will be undertaken to prove 
the structural integrity of the foul water sewage treatment plant. 

Regular preventative maintenance as part of documented management systems at the site will 
ensure that the integrity of both the foul water package treatment plant and the penstock valve 
is maintained throughout the lifetime of the Facility. Preventative maintenance will include 
periodically emptying and undertaking visual inspections of the materials from which they are 
constructed. Should it be identified that damage has occurred to the structures, repairs will be 
undertaken to ensure that integrity is suitably maintained.  
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The sewage treatment plant outlet will be subject to routine level monitoring and composition 
testing. 

Surface water attenuation storage 

The design of the surface water attenuation storage is subject to detailed design. It is expected 
that any storage tanks will be constructed of a polymer material. The design capacity for surface 
water attenuation storage has been defined in accordance with SUDS requirements, including 
EA guidance ‘Flood risk assessments: Climate change allowances’ and DEFRA guidance 
‘Technical standards for Sustainable Drainage Systems’. As described within the Fire Prevention 
Plan submitted with the application, the surface water drainage system will be installed with a 
penstock valve or similar which will prohibit the discharge of contaminated surface water offsite 
in the event of a fire or other emergency. 

During construction and commissioning, quality assurance checks will be undertaken to prove 
the structural integrity of the surface water attenuation storage.  

Regular preventative maintenance as part of documented management systems at the site will 
ensure that the integrity of both the surface water attenuation storage and the penstock valve 
is maintained throughout the lifetime of the Facility. Preventative maintenance will include 
periodically emptying the surface water attenuation storage facilities and undertaking visual 
inspections of the material from which they are constructed. Should it be identified that 
damage has occurred to the structures, repairs will be undertaken to ensure that integrity is 
suitably maintained.  

It is not proposed to install leak detection systems for the surface water attenuation systems. 
Routine monitoring of the surface water discharge will be undertaken. 

In addition, groundwater monitoring would be carried out at the site should it be needed 
following a risk assessment in line with the IED requirements under Article 16.  

19. Provide further details of the operational techniques that will be in place to inspect and 
identify damage to the impermeable surfacing (including curbing) and containment bunds 
across the entire site. 

The Facility will be operated in accordance with a written and effective system of management 
(the site EMS), certified to the BS EN ISO 14001 standard. The site EMS will be developed and 
refined during the detailed design stages, prior to the commencement of operations. Within 
the EMS, a preventative maintenance regime for all plant and equipment (including civils such 
as drainage systems, hardstanding, kerbing etc) will be set out. 

For hardstanding and kerbing, visual inspections will be undertaken at defined intervals set out 
within the preventative maintenance programme. Should it be identified that damage has 
occurred to the structures, repairs will be undertaken to ensure that their integrity has been 
maintained and that there is no compromise in terms of leakage or contamination of the 
underlying ground/groundwater. 

Similarly, regular preventative maintenance of any sumps/bunds across the site will be 
undertaken, which will include for periodic emptying of sumps/bunds and visual inspections of 
the concrete or other material from which the sumps/bunds are constructed. In the event that 
the visual inspection identifies that the integrity of the sumps or bunds has been compromised, 
additional pressure tests, leak tests and material thickness checks may be undertaken. 

 

20. With reference to isolation valves proposed for the surface water drainage system and foul 
drainage system, provide further details of your operating techniques and maintenance 
procedures for ensuring that the performance of the valves are maintained at all times. 

As described within the response to question 18, regular preventative maintenance of the 
penstock valve will be undertaken as part of documented management systems at the site to 



Veolia ES Hampshire Ltd  

 

30 September 2021 Schedule 5 response No.1 

S2808-0430-0001KLH Page 16 

 

ensure its integrity is maintained throughout the lifetime of the Facility. The checks to be 
undertaken as part of preventative maintenance will be in accordance with the manufacturers 
recommendations, and as such will be dependent on the specific type of valve to be used. This 
is subject to the detailed design. However, this may include, but not be limited to, the following: 

– cleaning of the valve with clean water to remove grit/debris; 

– checks for any leakages between the valve and the pipe; 

– checks on the integrity of the surrounding civil structure; 

– checks on the tightness of all fixing bolt/nuts; 

– checks on the wear and tear of sealing surfaces when the valve is in the open position; 

– greasing of metal sealing surfaces/faces and other moving parts as appropriate; 

– checks for corrosion damage; 

– checks on operating gear for damage, wear and tear, freedom of movement; 

– checks on any guarding to ensure this is securely fixed; and 

– recommendation to operate the valve through a full cycle. 

It is anticipated that the above checks will be undertaken at a minimum of twice per year. 

 

21. Confirm whether proposed secondary containment bunds will meet the CIRIA 736 standard 
or an equivalent standard. If not provide justification. 

At this stage, it is expected that secondary containment bunds will meet the CIRIA 736 standard 
(‘Containment systems for the prevention of pollution’). Should the EPC contractor propose an 
alternative standard, Veolia will ensure that this standard is equivalent to CIRIA 736. 
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6 Fire prevention plan 
22. With reference to hot exhausts, confirm how regularly the fire watch will be carried out 

during operating hours, and confirm that it is carried out at the end of the working day. 
Update the FPP accordingly. 

Daily visual checks of dusts settling on hot exhausts will be undertaken, as part of operational 
checks by operational staff at the end of each shift.  

An updated FPP is presented within Appendix A to reflect the frequency of fire watches which 
will be undertaken. 

 

23. With reference to build up of loose combustible waste, dust and fluff, confirm how regularly 
you will inspect the site to prevent build-up of such material and how you will do this. Update 
the FPP accordingly. 

Daily visual checks of the site will be undertaken to monitor for loose combustible waste, dust 
and fluff. Should it be identified that there is a build up of litter or dust, the respective area will 
be cleaned and washed down accordingly. A high standard of housekeeping will be maintained 
at the site. 

An updated FPP is presented within Appendix A to reflect the frequency of inspections which 
will be undertaken. 

 

24. You have proposed to use impermeable hardstanding areas outside of buildings 
(approximately 925m3 capacity) for emergency storage of firewater. These areas include 
access routes around the main incinerator buildings, provide clarification whether, in the 
event contaminated fire water is stored in these areas, this area will remain accessible to fire 
fighting vehicles and if so provide an assessment of the risk of a loss of containment of 
contaminated fire water due to fire fighting vehicles moving in these areas. 

As stated within section 12.1 of the FPP submitted with the EP application, it is estimated that 
the size of the firewater storage tank will be approximately 1,200 m3, subject to confirmation 
following detailed design. 

In the unlikely event of a fire which requires the full volume of the firewater tank to be 
discharged for firefighting purposes in external areas, the following areas will be used for 
containment of the firewater (as described within section 13.1 of the FPP): 

• surface water drainage system (including attenuation storage) which will have the capacity 
to contain up to 631 m3 of firewater; and 

• areas of hardstanding and kerbing, which will have the capacity to provide approximately 
925 m3 of additional containment capacity based on 100mm water depth. 

Therefore, there will be up to approximately 1,556 m3 of containment capacity in external areas. 
This is greater than the capacity of the firewater tank itself.  

The surface water drainage system will be used as the ‘primary’ means of firewater 
containment in the event of a fire in external areas of the site. Therefore, it is highly unlikely 
that the full 925m3 of capacity in areas of kerbing and hardstanding will be used for firewater 
containment.  

A water depth of 100mm is the maximum depth that a typical passenger vehicle can travel 
through. The depth that a fire engine or special purpose fire vehicle can travel through will be 
greater than this. Therefore, hardstanding areas will remain accessible to firefighting vehicles 
despite small quantities of firewater being present at the site. 
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As indicated above, due to the surface water drainage system being the primary means of 
external firewater containment, the full capacity of kerbing/hardstanding is unlikely to be used. 
Therefore, it is considered that there is a very low risk of loss in containment of contaminated 
firewater due to firefighting vehicles moving in hardstanding areas. 

 

25. With reference to your proposals to use the dirty water pit as contaminated fire water 
containment, provide details of your operating techniques for ensuring that the pit is 
regularly emptied and significant capacity for fire water containment is maintained in the pit 
at all times. 

As stated within section 13.1 of the FPP, firewater resulting from treating fires in the bunker 
and tipping hall area will be routed to the waste bunker. Firewater resulting from inside any 
other process building or from the IBA storage area is expected to be extremely rare and small 
in quantity, so only small amounts of this type of firewater will arise. This firewater will be 
contained within the process drainage system, including the dirty water pit (or ‘process effluent 
tank’) which will have a capacity of approximately 165 m3. 

Under normal operation, process effluents will be re-used in the process and only temporarily 
stored within the dirty water pit prior to reuse. Therefore, at any one time, there will only be a 
small amount of process effluent being stored within the dirty water pit. This effluent level will 
be monitored within the control room. In the unlikely event that excess process effluents are 
generated (e.g. resulting from emptying the boiler), these will be tankered offsite. Therefore, 
large quantities of process effluent are not likely to be stored within the dirty water pit at any 
one time. 

Arrangements for the tankering of excess process effluents offsite will be co-ordinated with 
periods of planned maintenance, as part of the documented management systems in place at 
the site. This will ensure that when excess process effluents are generated (e.g. during 
maintenance activities), they are not stored for significant periods of time, and they are 
tankered offsite in a timely manner. 

Taking the above into consideration, it is considered that the process drainage system (including 
the dirty water pit) will have sufficient capacity to store the small quantities of firewater that 
would be generated as a result of fires in process areas at the site. This capacity will be 
maintained through regular emptying of the dirty water pit as part of planned maintenance 
procedures at the site. 

 

26. With reference to the underground attenuation systems proposed for containment of 
contaminated fire water, provide details of your operating techniques for ensuring that 
significant capacity for fire water containment is maintained in the attenuation system at all 
times. 

As described within section 13.1 of the FPP, the underground attenuation systems will have a 
combined capacity of approximately 631 m3. It is acknowledged that the storage capacity of the 
attenuation systems will be reduced by the quantity of water already present within the system; 
however, it is not anticipated that the attenuation systems will regularly store large amounts of 
water, as the required attenuation capacity was calculated assuming a ‘worst case flow’ (i.e. 
allowing for SUDS and climate change requirements). Therefore, there should be sufficient 
capacity available to hold excess firewater in the event of a fire.  

Furthermore, as described in the response to question 24, areas of hardstanding and kerbing 
will have the capacity to provide approximately 925 m3 of additional containment capacity. 
Therefore, the combined capacity for the storage of contaminated firewater resulting from 
external areas will be more than sufficient to hold the contents of the firewater tank. 
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Surface water attenuation storage will be monitored using level monitors or similar to ensure 
that sufficient additional capacity is maintained at all times.  
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7 Accident risk 
27. Provide an amended Environment Risk Assessment (ERA) to consider the risk of pollution as 

a result of flooding on site. 

An updated ERA is presented within Appendix B which includes an assessment of the risk of 
pollution due to flooding at the site. 

 

28. Provide an assessment of the risk of a significant fugitive release off site of APC residues, fuel 
oil and chemicals reagents in the event of a significant fire on site. 

An updated ERA is presented within Appendix B which includes an assessment of the risk of 
significant releases of APC residues, fuel oil and chemicals/reagents as a result of a fire at the 
site. 
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8 Stack configuration 
29. Please provide justification for why you have chosen not to combine the flue stacks and 

instead have two separate stacks. 

Two stacks have been proposed to allow each boiler to operate with emissions monitored 
independently. This leads to improved plant availability. 

The two stacks are sufficiently close to provide the buoyancy of each flue gas stream to achieve 
greater buoyancy and dispersion and lower ground level concentrations. Furthermore, two 
slender stacks, rather than a single larger diameter windshield, gives lower visual impact. 
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9 Waste types 
30. Provide the following additional information in relation to waste types: 

a. Explain why waste accepted codes under 02 03 03, 02 03 04 & 20 01 08 are suitable for 
incineration and cannot be treated by other methods such as composting or anaerobic 
digestion. 

It is acknowledged that all the EWC codes described above may initially appear to be 
suitable for alternative treatment e.g. in an anaerobic digestion plant. However, should 
these wastes be rejected for alternative treatment (for example, due to contamination or 
other issues), an alternative treatment method will be required. The Facility will provide 
that alternative treatment method in accordance with the waste hierarchy, to avoid the 
wastes otherwise going to landfill for disposal. Veolia anticipates that the quantity of waste 
received at the Facility under these EWC codes will be small compared to the other wastes 
processed at the Facility. 

 

b. Explain why waste accepted codes under 20 01 39 & 15 01 06 are suitable for incineration 
and will not have an adverse impact on emissions. 

EWC code 20 01 39 relates to waste plastics. Wastes received under this EWC code would 
be contaminated or otherwise unsuitable for recycling. The quantity of these wastes is 
anticipated to be small compared to other wastes processed at the Facility. Although it is 
acknowledged that the combustion of plastics has the potential to release emissions, the 
wastes will be mixed within the waste bunker to ensure a homogeneous fuel feed to the 
furnace and effective treatment within the capability of the flue gas treatment system, 
thereby maintaining emissions to within the limits prescribed by the EP. 

EWC code 15 01 06 relates to mixed packaging including plastic packaging. These wastes 
would be contaminated or otherwise unsuitable for recycling, with the quantity of these 
wastes anticipated to be small compared to other wastes processed at the Facility. The 
same arrangements described above will be applied to the processing of these waste codes 
– the waste will be mixed within the bunker to ensure a homogeneous fuel feed, with 
emissions maintained within the limits prescribed within the EP. 

 

c. Provide details of what wastes will be accepted under waste code 18 01 04, and explain 
why it can handled and incinerated safely. 

With regards EWC code 18 01 04 (wastes resulting from human treatment whose collection 
and disposal is not subject to special requirements in order to prevent infection), these are 
expected to comprise typical healthcare wastes also found in household municipal waste 
(for example dressings, plaster casts, linen, disposable clothing, diapers). This EWC code will 
comprise wastes that are not subject to special requirements in order to prevent infection; 
and therefore, will be suitable for incineration on a conventional moving grate as is the case 
at various other Veolia UK facilities. 

 

d. Justify that wastes accepted under codes 02 02 03, 02 02 02 & 18 01 04 can be handled 
and incinerated without significant increasing the risk of fugitive emissions of odour from 
site. 

The quantities of these waste types which will be received at the Facility will be small 
compared to the overall waste capacity of the Facility. The wastes will be mixed with the 
rest of the waste in the bunker to ensure that it is suitable for incineration.  
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In addition to the above, waste acceptance procedures will be developed for all incoming 
wastes. It is the responsibility of the Facility management to ensure that odour control can 
and is maintained. If upon arrival at the site, it is deemed that odour control cannot be 
maintained due to the nature of the waste, the waste will not be accepted at the Facility. 
Finally, there will be procedures in place for the implementation of an odour abatement 
system should it be deemed necessary at the Facility. 

 

e. Wastes codes 15 01 01, 15 01 06, 15 01 09, 19 12 01, 19 12 09, 20 01 10 & 20 01 11 appear 
more appropriate for recycling rather than incineration please explain why these waste 
will be incinerated. 

The quantity of these wastes received at the Facility will be small compared to other wastes 
processed at the Facility. In accordance with the waste hierarchy, these materials will only 
be received at the Facility if they are contaminated or otherwise unsuitable for recovery by 
recycling. The Facility will provide an energy recovery solution for these waste types to avoid 
disposal of these wastes to landfill. 
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10 IBA handling 
31. With reference to IBA storage and handling provide details of how you propose to prevent 

IBA residues being tracked on site roads on tyres and undersides of vehicles leaving the IBA 
storage area. 

Bottom ash would first be dampened and cooled using a water quench prior to 
discharge/storage. This highly reduces the likelihood of dust being generated. 

Mobile plant (e.g., bucket loaders) and vehicle operators will be provided with suitable training 
for the equipment they are operating. Supervision of mobile plant operation and regular site 
inspections will ensure that any leaks, trailing or tracking of residues from vehicles are quickly 
identified and suitably addressed.  

A mobile pressure washer (jet wash) will be provided for use within the IBA loading area to 
clean the wheels of these vehicles as necessary. Liquids will be routed to the process effluent 
drainage for reuse. Furthermore, the floors within the IBA storage area will be washed down 
and cleaned daily. 

During prolonged periods of dry weather, the site roads would be damped down / washed if 
the potential for fugitive dust impacts resulting from traffic movements are identified by the 
operations staff. 
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Appendices 
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A Updated Fire Prevention Plan 
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B Updated Environmental Risk Assessment 
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