
Review of SGN 5.06 for new and varied activities at Transwaste Recycling and 

Aggregates, Gibson Lane, Melton, Humberside 

 

This document supports the related waste treatment BREF and BAT conclusions document that 

identifies that the necessary measures are in place to meet the requirements of Commission 

Decision 2018/1147. 

The following assessment against SGN 5.06 relates to: 

1. Cold treatment of AWCCT; 

2. SRF drying; and 

3. The processing of ‘frag’ waste; 

 

Each of these activities is addressed in turn in Sections 1 – 3 

 

1 Cold Treatment of AWCCT 

1.1 Process Summary 

Transwaste intend to operate a cold-blend process to meet the above specifications and therefore 

having identified that the risks associated with the final product are low enough for RPS 075 to 

apply, the following risk assessment deals with those risks associated with the processing on site.  

A flow chart for the cold-blend process to be used by Transwaste is shown within Figure 1 (below). 

Stored wastes, together with raw materials (AWCCT and cement) will be kept within separate bays 

and apart from other activities on site, while treatment activities will be undertaken in contained 

vessels (‘Concrete Plant’ as primary containment), located within bunded secondary containment. 

There will be no point source emissions to air, land, nor water. 

1.2 Pre-acceptance checks 

In order to prevent the acceptance of unsuitable wastes which may lead to adverse reactions or 

uncontrolled emissions, pre-acceptance checks are undertaken to ensure that wastes are subject to 

appropriate technical appraisal. This ensures their suitability for the treatment processes on site. 

These checks are carried out before any decision is made to accept a waste on a basis determined in 

accordance with the company pre-acceptance procedure. The AWCCT wastes are generated in road 

maintenance activities in which regular testing is undertaken to understand the coal tar presence or 

absence. These results are made available as part of the contracting process. However, the process 

is a simple process and is independent of coal tar presence or absence. In this way pre-acceptance 

checks are not as critical to process control and related environment impacts as with many other 

waste streams. 

 



 

 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Figure 1 Cold-blend process flow chart 

 

 

1.3 Acceptance checks 

For AWCCTs acceptance checks primarily relate to the use of correct documentation. If coal is 

present then the waste will be hazardous (it is an absolute hazardous waste within the EWC) and 

therefore before acceptance onto site checks are made to ensure that consignment notes have been 

properly completed and that the waste meets the description on the consignment. Visual checks of 
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the load are undertaken to ensure that the material is free from contamination. This is done in 

accordance with site waste acceptance procedures. 

Where the incoming waste does not contain coal tar then it will not be hazardous and checks will be 

made to ensure that related controlled waste transfer notes have been properly completed and that 

the waste meets the description on the note – again in accordance with site waste acceptance 

procedures. 

These site waste acceptance procedures include: 

For all incoming loads; 

1. Are weighed; 

2. Are not accepted onto site unless sufficient storage capacity exists and site is adequately 

manned to receive waste; 

3. Documents are checked and approved, and any discrepancies resolved before the waste is 

accepted; and 

4. Any labelling that does not relate to the contents of the load are removed before 

acceptance on site; 

5. Where possible, confirmatory checks are undertaken before offloading where safety is not 

compromised. 

In addition, all records relating to pre-acceptance are maintained and kept readily available for 

cross-reference and verification at the waste acceptance stage. Both these records and copies of 

controlled waste transfer notes are held for a minimum of two years after the waste has been 

treated or removed off-site. In the case of consignment notes, these are kept for the lifetime of the 

permit. 

1.4 Waste Storage 

A flow chart for the cold-blend process to be used by Transwaste is shown within Figure 1. Stored 

wastes, together with raw materials (AWCCT and cement) will be kept within separate bays and 

apart from other activities on site, while treatment activities will be undertaken in contained vessels 

(‘Concrete Plant’ as primary containment), located within bunded secondary containment. This 

bunded secondary containment meets relevant CIRIA standards. These bulk storage vessels are 

located on an impervious surface that is resistant to material being stored, with sealed construction 

joints within a bunded area with a capacity at least 110% of the largest vessel or 25% of the total 

tankage volume, whichever is the greater. Vessels supporting structures, pipes, hoses and 

connections are resistant to the substances being stored, while a routine programmed inspection of 

tanks, mixing and reaction vessels is conducted in accordance with site procedures. There will be no 

point source emissions to air, land, nor water (see below) during the storage of either AWCCT wastes 

nor related raw materials. 

In relation to this flow chart (Figure 1 – above): 

 All coal tar material delivered is kept in dedicated separate bays (waste storage area ‘C’ Site 

plan TW 1e) on site and is screened to give grading’s of 40-12mm & 12-0mm (This provides 

the capability to blend to meet required highways works quality specifications); 



 The graded material is weighed and blended with cement and water through a “dry mix” 

concrete plant then placed and compacted as with all other cement bound materials. Plant 

capacity will be approximately 50m3 (120.00 tonnes) per hour; 

 The final product appears as a semi-dry mix with no free liquid; 

 Cement will be stored within two dedicated 60 tonne silos. These will be located within 

dedicated, CIRIA-compliant secondary bunds. 

 

1.5 Waste Treatment 

There will be no VOCs, cyanide or metals associated with the AWCCT treatment process. 

AWCCTs are generated in the maintenance and repair of road surfaces and the proposed activities 

will treat these wastes with cement to manufacture a product to meet relevant quality 

specifications. 

Within their Regulatory Position Statement 075 (RPS 075) which applies to the use of treated asphalt 

waste containing coal tar (AWCCT) in construction operations, the Environment Agency has 

identified that “Because the environmental risk of the activity is low and capable of being 

adequately controlled by means of suitable general rules. This RPS allows the use of AWCCT in 

construction provided the criteria specified below are met”.  These criteria are that: 

 The treated AWCCT meets the requirements of clause 948, ex-situ cold recycled bound 

material, within the Specification for Highways Works Series 900, or clauses 810 to 880 for 

cement and other hydraulically bound mixtures within the Specification for Highway Works 

Series 800; 

 The material is used only in bound sub-surface layers e.g. sub-base, base and binder layers; 

and 

 You meet the relevant objectives of the Waste Framework Directive;  

 

These relevant objectives are ’… ensuring that waste management is carried out without 

endangering human health, without harming the environment and in particular: (i) without risk to 

water, air, soil, plants or animals; (ii) without causing a nuisance through noise or odours; and (iii) 

without adversely affecting the countryside or places of special interest.’ 

Form the above it is clear that the risks associated with the final product are deemed to be low, and 

therefore Transwaste intend to operate a cold-blend process to meet the above specifications and 

therefore having identified that the risks associated with the final product are low enough for RPS 

075 to apply, the following risk assessment deals with those risks associated with the processing on 

site.  

Asphalt waste is created when material is removed from paving structures, for example in the repair 

and refurbishment of roads and pathways. Where the binder used within the structure is bitumen 



only, asphalt waste is usually non-hazardous. However where the binding agents contain coal tar 

and exceed the relevant hazardous waste threshold, the asphalt waste will be classed as hazardous 

waste. It is the carcinogenic polycylic aromatic hydrocarbons (PAHs) that make AWCCT hazardous, 

together with phenols and cresols. Phenols and cresols are toxic to aquatic life and much more 

water soluble than PAHs (although PAHs are soluble in water to a very low extent), and so more 

prone to leaching. 

 

The AWCCT is only sparingly volatile and is relatively free from dust; it is also relatively insoluble in 

water although some elements, especially phenols and cresols, may leach to a small extent. As a 

consequence, the main hazard will be associated with potentially contaminated waters that have 

been in contact with the AWCCT. 

 

So that this risk can be managed, the storage and treatment of AWCCT is to be undertaken within a 

bunded area of site and any collected run-off waters will be collected and recycled into the concrete 

process as make-up water. As a consequence, there will be no emissions to the water environment 

and any potentially hazardous components will be bound within the product matrix in a way that is 

recognised within RPS 075. 

1.6 Emissions control 

For the reasons outlined above, there will be no point source emissions to air, surface waters, 

groundwater nor land. 

The key characteristics of AWCCT has been outlined above and show that the tars will be relatively 

from both odour and dust, while the main hazard associated with the cement raw material will be 

the potential to generate a highly-alkaline dust. For this reason, the process is undertaken entirely 

within tanks and any small amount of dusts that may be produced will be managed in accordance 

with the EA-approved dust management plan. 

1.7 Management 

Transwaste Recycling and Aggregates are accredited to ISO 14001 and all activities are undertaken in 

accordance with policy and procedures specified within this environmental management system. 

The company environmental policy statement is at Appendix A to this document. In addition the site 

operates to EA-approved plans for the management of odour, dusts and fire. A separate document 

identifies measures in place to meet the requirements of EC Decision 2018/1147 on BAT conclusions 

for waste treatment. 

1.8 Raw Materials 

Beyond the AWCCT waste stream, the only raw material used is cement. The cement itself is 

manufactured using waste materials as energy source (to the extent allowable by permit conditions) 

and this replaces fossil fuel use to generate the required temperatures for cement production. Use 

of cement also ensures that the requirements of EA RPS 075 (above) can be met and that the 

associated risks to the environment are therefore acceptable. 

1.9 Waste Minimisation 



The AWCCT treatment process utilises waste materials for which there is no cost-effective and 

legally-compliant alternative and therefore such activities significantly reduce the amount of such 

wastes that would otherwise undergo waste disposal operations. Furthermore, the choice of the 

cold processing option both reduces potential odour and minimises energy utilisation, to the benefit 

of the environment. 

1.10 Water Use 

The AWCCT process is undertaken within an entirely bunded area on impermeable pavement. Any 

water that is collected within the bund is used as make-up water for the treatment process thus 

reducing the amount of mains water needed for effective process completion. 

1.11 Waste Recovery or disposal 

AWCCT and cement are blended to  a specification, with the addition of water to allow for effective 

process control. No wastes are produced. 

1.12 Energy use 

Recent figures show that Transwaste use approximately .028 MWh of electricity. This usage is typical 

of many small businesses of this type. All electricity is supplied direct from public supply and 

therefore a conversion factor of 2.6 is required to address the losses in conversion from primary 

energy to delivered energy. Using a conversion factor of 0.166 tonnes CO2 per MWh, the indirect 

CO2 emissions from Transwaste activities at North Ferriby are anticipated to be 0.46 tonnes. The 

energy use is an absolute requirement for the compliant functioning of the activities (e.g. for mixing 

of AWCCT and cement) but in order to reduce requirements to the extent possible, energy-efficiency 

measures have been built into the infrastructure/ These include a policy of switching off lights when 

not in use as well as other electrical items such as heaters and computers. The office building is only 

just two years of age and has been constructed using insulation in the cavity walls and in the roof. 

The building is also fully double glazed. 

As this will be a new plant, measures are in place to monitor energy usage on a regular basis and to 

use this data to identify options for more efficient use. 

1.13 Accidents 

An EA-approved accident management plan is in place and is used to identify policy, procedures, 

responsibilities and monitoring in relation to environmental accidents. 

1.14 Noise 

The only noise source will be the day to day deliveries of AWCCT and associated vehicle movements. 

1.15 Monitoring 

As identified in 1.6 (above) there are no point source emission to the environment from the AWCCT 

plant. The final product will be monitored for compliance with RPS 075 and to ensure that the 

required product properties are achieved. This will be done on a batch basis initially until there is 

sufficient evidence that the plant is performing according to specification. Thereafter, monthly 



monitoring will be undertaken unless problems with the regular operation of the plant identify that 

additional checks are required. This will be done on an assessed-risk basis. 

 

2 SRF-Drying 

2.1 Process Summary 

A new SRF-drying plant has been installed in order to meet client-specific criteria for wastes destined 
as a fuel for incineration. The plant has been designed to treat up to 200 tonnes per day of SRF, and 
the planned annual throughput is 60,000 tonnes and will require the addition of a s5.4A1(b)(ii) 
activity. 
 
Currently this SRF is baled and wrapped and is then used as an alternative fuel to fossil fuels in the 
cement industry. The new drying process will produce a higher quality fuel that can be used in wider 
range of applications and to meet client-specific needs. 
 
The wastes to be treated are those that are already processed on site, and this new process has 
been installed to increase the quality of fuel produced. 
 
In this way the introduction of the SRF-drying process reduces the overall risk to the environment 
compared to current operations, especially those relating to dust and fugitive emissions. 
 
The raw material for the drying process has been produced as a result of extensive on-site screening 
and is free from organics that may result in odour release. The potential for odour release is 
therefore very low. The general layout of the SRF-drying plant is shown in Figure 2. 
 

 
 
 
Figure 2. Layout of SRF-Drying plant. 
 



2.2 Pre-acceptance checks 

This process is designed to process only pre-treated material from prior on-site processing. It has 

been designed to dry SRF from segregated and sorted construction and demolition material that is 

free from organics. This input material is subject to currently-active permit controls and related pre-

acceptance checks. 

2.3 Acceptance checks 

For the reasons outlined in 2.2 (above) no acceptance checks are required. 

2.4 Waste Storage 

The feedstock to the SRF dryer is produced in processing shed 1 stored inside and also at the end of 

the picking line in a large sealed shed with double doors that remain closed under normal 

operational conditions so that any associated dusts are managed within the building. 

2.5 Waste Treatment 

SRF (Solid Recovered Fuel) is a fuel produced by shredding and dehydrating solid waste, typically 
consisting of combustible components of municipal solid waste (MSW). The screening process at 
Transwaste removes organic material that might cause odours within specifically designed and 
enclosed systems with odour management control, according to an already approved odour 
management plan and related existing permit conditions. This pre-processing is undertaken within 
contained and air-controlled ‘sheds’ . Once the odour risk has been managed in this way the only 
risks associated with subsequent processing (SRF-drying) will those related to dusts which will be 
managed in accordance with the approved site dust management plan. Because the process is a 
drying process and not a combustion process, the only source of air emission is water vapour as a 
fugitive emission. There are no point-source emissions from this process. 
 
The process flow chart for SRF-drying is shown within Figure 3. 
 
 
 
2.6 Emissions control 

There are no point source emissions to air, surface waters, groundwater nor land from the SRF 

drying process. 

Because the drying process is only undertaken on processed SRF, fugitive emissions will be free from 

odour and prior discussions with EA local officers have approved this concept. 
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The hazards associated with SRF-drying are summarised within Box 2. 
 
 
 
 
 
 
 
 
 

2.7 Management 

Transwaste Recycling and Aggregates are accredited to ISO 14001 and all activities are undertaken in 

accordance with policy and procedures specified within this environmental management system. 

The company environmental policy statement is at Appendix A to this document. In addition the site 

operates to EA-approved plans for the management of odour, dusts and fire. A separate document 

identifies measures in place to meet the requirements of EC Decision 2018/1147 on BAT conclusions 

for waste treatment. 

2.8 Raw Materials 

The only raw materials are SRF wastes that would otherwise be baled and used as a fuel. The drying 

process will be used to improve the quality of the final SRF as a fuel and in this way enhance the 

value of the product in a way that improves sustainability considerations. 

2.9 Waste Minimisation 
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The drying process will help to ensure that all SRF produced has a market for use and in this way 

eliminate any waste product. 

2.10 Water Use 

No water is used in the drying process. 

2.11 Waste Recovery or disposal 

No wastes are produced from this process (see 2.9 – above). 

2.12 Energy use 

The energy used to dry the SRF waste is produced from renewable sources via three 0.95 KW 

Biomass boilers. These boilers burn known sources of wood waste (wood chip and green waste from 

civic amenities sites). This both ensures the most sustainable use for wood wastes that cannot be re-

used or recycled, while at the same time avoiding the use of fossil fuels for energy supply in a way 

that is environmentally-sustainable to the extent possible. 

2.13 Accidents 

An EA-approved accident management plan is in place and is used to identify policy, procedures, 

responsibilities and monitoring in relation to environmental accidents. 

2.14 Noise 

The SRF dryer is located (Figure 4 – below) at the furthest point from the access road and associated 

receptors such that the small amount of noise produced will not be heard by local receptors. A noise 

risk assessment for the site has been presented as a separate document. 

2.15 Monitoring 

As identified in 1.6 (above) there are no point source emission to the environment from the SRF-

drying process.. 



 

 

Figure 4. Location of site processing activities 

 

3 Processing of Frag waste 

3.1 Process Summary 

Non-hazardous fragmentiser waste (EWC code 19 10 04) will be blended with SRF that is currently 

produced on site to improve specifications and to manufacture a higher quality product. The 

fragmentiser waste will be subject to sampling prior to receipt on site in accordance with pre-

acceptance procedures, to ensure that it meets the non-hazardous requirements. Sample checks will 

also be undertaken upon receipt to assure quality requirements. This will require the storage and 

treatment of up to 60,000 tonnes per year of fragmentiser waste as part of the s5.4A1(b)(ii) activity 

(above). 

Because the waste is produced at a metal shredding plant it will not contain any organic components 

that will biodegrade to produce odorous compounds and the only potential hazards will relate to 

dusts and fire hazards and for the latter the site fire prevention plan (FPP) that was approved in 2018 



has been updated to reflect potential fire hazards upon storage. This FPP is submitted as a separate 

document. 

3.2 Pre-acceptance checks 

In order to prevent the acceptance of unsuitable wastes which may lead to adverse reactions or 

uncontrolled emissions, pre-acceptance checks are undertaken to ensure that wastes are subject to 

appropriate technical appraisal. This ensures their suitability for the treatment processes on site. 

These checks are carried out before any decision is made to accept a waste on a basis determined in 

accordance with the company pre-acceptance procedure. The frag wastes are generated in metal 

shredding processes in such a way that some of the frag waste may be contaminated with oil. With 

this in mind, pre-acceptance checks will be undertaken to ensure that any levels of contamination 

are below relevant hazardous waste thresholds.  

3.3 Acceptance checks 

When frag waste is received on site it will have been through pre-acceptance checks and on this 

basis acceptance checks primarily relate to the use of correct documentation (properly completed 

controlled waste transfer note) and ensuring that the frag waste is from an approved source. This is 

done in accordance with site waste acceptance procedures. 

These site waste acceptance procedures include: 

For all incoming loads; 

1. Are weighed; 

2. Are not accepted onto site unless sufficient storage capacity exists and site is adequately 

manned to receive waste; 

3. Documents are checked and approved, and any discrepancies resolved before the waste is 

accepted; and 

4. Any labelling that does not relate to the contents of the load are removed before 

acceptance on site; 

5. Where possible, confirmatory checks are undertaken before offloading where safety is not 

compromised. 

In addition, all records relating to pre-acceptance are maintained and kept readily available for 

cross-reference and verification at the waste acceptance stage. Both these records and copies of 

controlled waste transfer notes are held for a minimum of two years after the waste has been 

treated or removed off-site.  

3.4 Waste Storage 

The frag waste will be stored undercover within shed 1 (Figure 4 – above) and in accordance with 

controls under the site Fire Prevention Plan. This will include ensuring that the waste is handled on a 

‘first in – first out’ basis and with 24h monitoring. 

 

3.5 Waste Treatment 



The waste treatment process simply involves blending of the frag waste with processed SRF to 

produce a fuel to meet customer specifications. The disposal route for frag waste has, for a long 

time, been disposal to land and by blending in this way, it facilitates management in a way that is 

higher in the waste management hierarchy and that ensures that when used as fuel any 

contaminants are managed in way that meets environmental permit and related emissions 

requirements. 

 

3.6 Emissions control 

There will be no point source emissions to air, surface waters, groundwater nor land from the frag 

waste blending process, while potential fugitive dust emissions will be managed in accordance with 

the existing site dust management plan (submitted as a separate document). 

3.7 Management 

Transwaste Recycling and Aggregates are accredited to ISO 14001 and all activities are undertaken in 

accordance with policy and procedures specified within this environmental management system. 

The company environmental policy statement is at Appendix A to this document. In addition the site 

operates to EA-approved plans for the management of odour, dusts and fire. A separate document 

identifies measures in place to meet the requirements of EC Decision 2018/1147 on BAT conclusions 

for waste treatment. 

3.8 Raw Materials 

No raw materials are used in the blending process. 

3.9 Waste Minimisation 

This new process will ensure that frag waste is managed and used in a way that is as sustainable as 

possible and will thus reduce the amount of frag waste produced as a waste. 

3.10 Water Use 

No water is used in the blending process. 

3.11 Waste Recovery or disposal 

See 3.9 (above). 

3.12 Energy use 

Shed one in which the frag is to be stored is feed by Northern Power Grids network. The electric 

motors powering the plant are continually being replaced with more energy efficient motors as part 

of an improving energy-efficiency programme. Energy supply is monitored throughout the year and 

the data used to identify opportunities for more efficient energy use. 

3.13 Accidents 

An EA-approved accident management plan is in place and is used to identify policy, procedures, 

responsibilities and monitoring in relation to environmental accidents. 



3.14 Noise 

Noise assessments have been completed inside the sheds for employees, while externally 

independent noise assessments (appended as a separate document) have been completed as part of 

the Planning process. The results of these assessments found the site to be of Low impact to the 

local environment.  

3.15 Monitoring 

As identified in 1.6 (above) there are no point source emission to the environment from the blending 

process. Any dusts that may be produced will be monitored and managed in accordance with the 

site dust management plan. 

 

 

 

 

  



Appendix A  Transwaste Environmental Policy Statement 

 


