
Brenntag Lutterworth Technical Report 

2019 Clorious Project 
 

1 Non-Technical Summary (including proposed changes to the current site) 

 

Brenntag propose to produce Chlorine Dioxide (ClO2) in solution by the oxidation of 

Sodium Chlorite solution using Sodium Persulphate solution. This is known as 

Clorious 2 solution. 

 

The Clorious product will be produced in dedicated drums. The package is capped 

and left for a pre-determined period (typically 4 days) over which the reaction occurs 

between the two raw materials producing Clorious solution. 

 

An existing blend plant within a bunded area will be used on the Lutterworth site – 

see Brenntag Lutterworth site plan. The area is partially covered to prevent excessive 

rain ingress and therefore effluent generation. 

 

The design of the project will minimise the impact to the environment in the 

following ways: 

 

1. Any spillage, whatever the cause, from any part of the system will be collected 

and therefore contamination to ground or controlled water avoided. If 

uncontaminated it will be discharged into the site drains for ultimate discharge 

to the sewer. If contaminated, it will be re-used. 

2. No impact to air emissions as local exhaust ventilation (LEV) will be installed 

which will be vented to a scrubber system. This is for potential localised 

personnel protection rather than environmental protection. The design and 

monitoring of this new scrubber system will be the same as scrubbers on the 

site for fuming acids storage and filling. 

 

A site condition report has been prepared and submitted as part of this permit 

application.   



2 Technical Description 

 

The proposal is to utilise an existing plant to produce Chlorine Dioxide (ClO2) in 

solution by the oxidation of Sodium Chlorite solution using Sodium Persulphate 

solution. 

 

Two aqueous solutions are mixed in a drum to react and generate chlorine dioxide. A 

buffered persulfate solution is combined with a buffered chlorite solution, yielding 

chlorine dioxide. The reaction of sodium persulfate with sodium chlorite is as per 

below: 

 

          2NaClO2 + Na2S2O8 → 2ClO2 + 2Na2SO4 

 

The reaction occurs within the package that is filled (200l drum) i.e. there is no 

intermediate reactor. The package is capped and left for a pre-determined period 

(typically 4 days) over which the reaction occurs between the two components 

producing Clorious solution. There is a unit in operation since December 2012 at 

Brenntag Duisburg which was visited on the 21/7/15 to help understand better the 

process and potential hazards.  

 

The following raw materials are used: 

 

Sodium Chlorite Solution 

Sodium Chlorite (approx concentration of 2.65%) is transferred from imported IBCs 

into the 25m3 Multi product blending tank TK-21-001. The quantity transferred is the 

required amount for the final Clorious batch. The tank has high level switching which 

is interlocked to a valve in line to prevent tank overfilling. The blending tank is also 

equipped with level instrumentation. The vessel is located in a bund sized for at least 

110% of the contents. The blending tank is agitated when the minimum level is 

reached. 

 

Approx 65 Kg of Sodium Chlorite solution is transferred to each drum via the multi-

product package filling system (Permex). This is pumped via pump P-21-001 to the 

drum using a totalising mass flow meter. The addition is shutoff automatically when 

the 65Kg is completed. There is also independent high level protection which shuts 

off the filling system.  

 

Sodium Persulphate Solution 

Sodium Persulphate powder is used to manufacture a Sodium Persulphate solution 

with warm water. The powder is dissolved in the 25m3 Multi product blending tank 

TK-21-001, with agitator into deionised water, heated to 40°C. This process is 

endothermic with water temperature lowering to approximately 20°C during the 

solutionising process. The blending tank is located in a bund sized for at least 110% 

of the contents. The vessel has a platform around the top to allow a pallet of bags to 

be lifted and located on the platform. This will then allow the operator to open the 

manway and ‘rip and tip’. 

 

Deionised water is pumped into the mixing vessel, through a batch meter into the 

mixing tank. The blending tank has high level switching which is interlocked to a 

valve in line to prevent overfilling. The blending tank is also equipped with level 

instrumentation. 

 



On completion of the warm water batching, the powder is manually added to the 

vessel and the mix agitated for a period of 2 hours or until the solution is clear. 

 

Product batching to package 

Approx 143 Kg of Sodium Persulphate solution is transferred to each drum via the 

multi-product package filling system (Permex). This is pumped via pump P-21-001 to 

the drum using a totalising mass flow meter. The addition is shutoff automatically 

when the 65Kg is completed. There is also independent high level protection which 

shuts off the filling system. Only virgin drums/packs are to be used. 

 

LEV is provided at the filling head and used to remove any potential Chlorine 

Dioxide fume. Fume is extracted to a scrubber unit filled with Caustic Soda. 

 

The following quantities are added per drum: 

• 65 Kg Sodium Chlorite premix 

• 143 Kg Sodium Persulphate premix 

 

Each batch will be sampled and analysed to ensure that the correct quantities/ 

concentrations are being added. 

 

Four drums are stored on a pallet and strapped into position – see appendix 6. The 

storage location is to be determined – see actions 

 

Any spills / wash down water is collected in a sump in the filling area.   

 

 

 



Appendix 1 – Review of Inorganics Chemicals Sector (EPR 4.03) key issues 

 

1. Fugitive emissions to air 

This has been examined in detail as part of the project HAZOP report. The design of 

the process is considered to avoid fugitive emissions. 

 

2. Point source emissions to air  

It is considered that there are no point source emissions to air as a result of this 

project. The LEV system has been installed for potential localised release and 

therefore personnel protection rather than environmental protection. Experience of a 

similar plant in Brenntag Germany has shown this to be correct. 

 

3. Waste minimisation and waste disposal routes  

No waste is anticipated as a result of this project. 

 

4. Point source emissions to water  

It is considered that there are no point source emissions to water as a result of this 

project. Any spillage, whatever the cause, from any part of the system will be 

collected and therefore contamination to ground or controlled water avoided. If 

uncontaminated it will be discharged into the site drains for ultimate discharge to the 

sewer. If contaminated, it will be treated and re-used. 

 

5. Odour  

As Fugitive emissions 

 

6. Energy efficiency  

No significant change. A pump and fan is included as part of the existing LEV and 

scrubbing system. A small raw material transfer pump is also included. Some heating 

of water is required for the effective dissolution of Sodium Persulphate powder. 

 

7. Noise and Vibration 

No significant change anticipated. 

 

8. Accident prevention and control  

The site is an upper tier COMAH site. It has an existing emergency plan. This will be 

updated as a result of this project. 

The company has an environmental management system which is common across all 

the UK sites. The Environmental Policy main points are a commitment to operate all 

facilities so as to ensure: 

• That we comply with or better relevant environmental laws and regulations and, in 

general, follow best environmental practice; 

• That we conduct our business in a way which protects the health and safety of our 

employees, customers and the public; 

• That we endeavour to stop pollution at source, by design and mode of operation; 

• That, by a process of waste minimisation, the necessity for waste disposal is kept to 

a minimum, and that disposal routes and contractors are chosen so as to minimise 

environmental effects; 



• That we fully investigate all environmental complaints, and such complaints will be 

reported at Director level in the organisation; 

• That all accidents and incidents, either on-site or during the distribution process, 

are fully investigated and relevant actions taken to minimise the immediate 

environmental impact, and to ensure that lessons learned are incorporated in future 

developments; 

• That all employees are involved and trained in the pursuit of the goals of our 

environmental policy; 

• That we commit the Division fully to the Chemical Business Association 

Responsible Care programme, which includes environmental initiatives; 

• That our operations are reviewed periodically in order to identify new objectives 

and targets, either to reduce waste and the consumption of resources, or to minimise 

the effects on the environment; 

• The constant review and continuous update of any aspect of the policy at Board 

level in the light of new information. 

The project has been subject to a Hazard and Operability study (HAZOP). 



Appendix 2 – Review of relevant extracts from Inorganic Chemicals Sector (EPR 

4.03) 

 

The following has been taken from the Inorganics Chemicals Sector Technical 

Guidance note (EPR 4.03). The sections below are considered to be relevant to the 

variation as described within this report. 

 

1.1 Environmental performance indicators  

 

Indicative BAT  

You should where appropriate:  

1. Monitor and benchmark your environmental performance, and review this at least 

once a year. Your plans for minimising environmental impacts should be incorporated 

into on-going Improvement Programmes. Indicators can be derived using the Horizontal 

Guidance Note H1 Environmental Risk Assessment (see GTBR Annex 1). It is 

suggested that indicators are based on tonnes of inorganics produced (tOP) as they 

provide a good basis for measuring performance within an installation or a single 

company year on year. 

 

Response: A company environmental improvement program is maintained and 

reviewed regularly. This includes plans for minimising environmental impacts. 

 

1.3 Energy efficiency 

Some large processes are major users of heat and power and others produce energy 

from their exothermic reactions. For these there may be greater opportunities for 

optimising energy efficiency in comparison to the smaller installations in the sector 

and to many other industrial sectors. 

 

Indicative BAT 

You should where appropriate: 

1. Assess the environmental impact of each process and choose the one with the 

lowest environmental impact. (We recognise that your choice may be constrained, for 

example, by the integration of processes on a complex site). 

 

Response: The selected process is considered to minimise both potential safety and 

environmental impacts - see HAZOP report for more detail. 

 

1.4 Efficient use of raw materials and water 

 

Indicative BAT 

You should where appropriate: 

1. Maximise heat transfer between process streams where water is needed for cooling. 

Use a recirculating system with indirect heat exchangers and a cooling tower in 

preference to a once-through cooling system. 

2. Where water is used in direct contact with process materials, recirculate the water 

after stripping out the absorbed substances. 

3. Use cleaning techniques that reduce the quantity of water needed. 

4. Establish opportunities for reuse using pinch analysis. 

 



Response: All raw materials usage will be diluted as required and converted to 

Clorious product. No waste is anticipated. Water heating is required for the 

dissolution of Sodium Persulphate powder. This will be minimised. 

 

1.5 Avoidance, recovery and disposal of wastes  
 

Waste should be recovered unless it is technically or economically impractical to do 

so. You should list in detail the nature and source of the waste from each activity as 

the response to the emissions inventory requirement of the Application. Where there 

are a very large number of relatively small streams it may be appropriate to aggregate 

similar and comparatively insignificant waste streams.  

 

Indicative BAT for waste recovery  

You should where appropriate:  

1. 1. Demonstrate that the chosen routes for recovery or disposal represent the best 

environmental option. Consider avenues for recycling back into the process or 

reworking for another process wherever possible. 

2. 2. Where you cannot avoid disposing of waste, provide a detailed assessment identifying 

the best environmental options for waste disposal. 

 

Response: No waste is anticipated. In the unlikely event of spillage, it is anticipated 

that materials can be re-used within the process. 

 

2.1 Design of a new process 

 

Indicative BAT  

You should where appropriate:  

1. Consider all potential environmental impacts from the outset in any new project for 

manufacturing chemicals.  

2. Undertake the appropriate stages of a formal HAZOP study as the project 

progresses through the process design and plant design phases. The HAZOP studies 

should consider amongst other things the points noted above.  

 

Response: A HAZOP has been carried out which has incorporated the potential 

environmental impacts. 

 

2.2 Storage and handling of raw materials, products and wastes  
 

The design of storage facilities depends upon the properties of the raw materials, 

products and wastes that are being stored. This includes their toxicity, environmental 

persistence and flammability.  

Storage areas are subject to the same risks as the main processing areas: overpressure, 

leakage, equipment failure and fire. However the material inventories are generally 

greater and the level of surveillance is generally lower.  

Additional guidance on the storage of chemicals is provided in the “Emissions from 

Storage” BREF  

 



Indicative BAT  

You should where appropriate:  

1. Store reactive chemicals in such a way that they remain stable, such as 

under a steady gas stream, for example. If chemical additions are necessary 

then tests should be carried out to ensure the required chemical composition 

is maintained. Inhibitors may also be added to prevent reactions. 

2. Vent storage tanks to a safe location. 

3. Use measures to reduce the risk of contamination from large storage tanks. 

In addition to sealed bunds, use double-walled tanks and leak detection 

channels. 

4. Use HAZOP studies to identify risks to the environment for all operations 

involving the storage and handling of chemicals and wastes. Where the risks 

are identified as significant, plans and timetables for improvements should 

be in place. 

 

Response: Storage tank inventories have been minimised. Raw materials will be 

produced as required and entirely used to make a batch of Clorious within packages. 

A HAZOP study has been carried out and will be implemented prior to project 

completion.  

 

2.3 Plant systems and equipment  
 

A wide range of ancillary equipment is required throughout the process, which may 

include: ventilation, pressure relief, vacuum raising, pumps, compressors, agitators, 

valves, purging and heating/cooling. Some of these systems give rise to a waste 

stream, for example wet vacuum systems or dust extraction equipment, and all of 

them have the potential to give rise to fugitive emissions. You should formally 

consider potential emissions from plant systems and equipment such as:  

• the concentration, mass-flow and air impact of the substances vented to 

atmosphere the potential for contamination by extract air of rain-water run-off 

from the roof  

• whether the ventilation system should be fed to an abatement unit  

• noise levels and adequate silencing arrangements.  
 

Valve leakage performance is significant in minimising fugitive losses and should be 

a major factor in valve selection. The duties and conditions in each vessel and section 

of piping should be considered in a systematic HAZOP study to identify and quantify 

significant risks to the environment from the valves chosen for those parts of the plant 

activity in question.  

 

Indicative BAT  

You should where appropriate:  

1. Formally consider potential emissions from plant systems and equipment and have 

plans and timetables for improvements, where the potential for substance or noise 

pollution from plant systems and equipment has been identified. 

2. Carry out systematic HAZOP studies on all plant systems and equipment to identify 

and quantify risks to the environment. 



3. Choose vacuum systems that are designed for the load and keep them well 

maintained. Install sufficient instrumentation to detect reduced performance and to 

warn that remedial action should be taken. 

 

Response: A LEV and scrubbing system is available. A HAZOP has been carried out 

and will be implemented prior to project completion. 

 

2.4 Reaction Stage  
 

It is important to consider how the chemistry and engineering options may contribute 

to releases to the environment from the reaction stage, both directly and as a 

consequence later in the process. It is also important that these considerations are 

made at the process design stage - before plant design and equipment selection is 

commenced. It is difficult to overstate the importance of an adequate understanding of 

the physical chemistry involved in the reaction scheme, followed by sound application 

of reactor engineering principles at the process design stage. 

Newer techniques involving small, low-inventory "fast" reactors have the potential to 

achieve better yields whilst generating considerably lower quantities of waste and 

waste-water. These usually operate continuously (allowing a steady state to be 

attained with obvious simplification of control and improved product 

consistency/quality) or semi-continuously where a batch of reactants is prepared 

before being processed through the reactor. Individual fast reactors are usually 

custom-built for each reaction in order to optimise reaction specificity and maximise 

yields - and though they may appear to offer less flexibility than conventional reactor 

systems, in many cases the equipment is so small that individual pieces can be 

constructed cheaply and installed easily whenever a reaction change is required. This 

is a good illustration of why proper attention to process design before starting plant 

design pays dividends.  

 

Indicative BAT  

You should where appropriate:  

1. With a clear understanding of the physical chemistry, evaluate options for suitable 

reactor types using chemical engineering principles. 

2. Select the reactor system from a number of potentially suitable reactor designs – 

conventional stirred tank reactor (STR), process-intensive or novel-technology - by 

formal comparison of costs and business risks against the assessment of raw material 

efficiencies and environmental impacts for each of the options. 

3. Undertake studies to review reactor design options based on process-optimisation 

where the activity is an existing activity and achieved raw material efficiencies and 

waste generation suggest there is significant potential for improvement. The studies 

should formally compare the costs and business risks, and raw material efficiencies 

and environmental impacts of the alternative systems with those of the existing 

system. The scope and depth of the studies should be in proportion to the potential for 

environmental improvement over the existing reaction system. 

4. Maximise process yields from the selected reactor design, and minimise losses and 

emissions, by the formalised use of optimised process control and management 

procedures (both manual and computerised where appropriate). 



5. Minimise the potential for the release of vapours to air from pressure relief systems 

and the potential for emissions of organic solvents into air or water, by formal 

consideration at the design stage - or formal review of the existing arrangements if that 

stage has passed. 

 

Response: The reaction is slow as it only reaches completion after 3-4 days. An 

intermediate reactor system has been deliberately not included within the plant design 

as it presents additional unacceptable hazards. A HAZOP has been carried out and 

will be implemented prior to project completion. 

 

3.1 Point source emissions to air 

 

Indicative BAT 

You should where appropriate: 

1. Formally consider the information and recommendations in the BREF on Common 

Waste Water and Waste Gas Treatment/ Management Systems in the Chemical Sector 

(see Reference 1, Annex 2) as part of the assessment of BAT for point-source releases to 

air, in addition to the information in this note. 

2. The benchmark values for point source emissions to air listed in Annex 1 should be 

achieved unless we have agreed alternative values. 

3. Identify the main chemical constituents of the emissions, including VOC speciation 

where practicable. 

4. Assess vent and chimney heights for dispersion capability and assess the fate of the 

substances emitted to the environment. 

 

Response: A LEV and scrubbing system is included. A HAZOP has been carried out 

and will be implemented prior to project completion. 

 

3.2 Point source emissions to water 

 

Indicative BAT 

You should where appropriate: 

1. Control all emissions to avoid a breach of water quality standards as a minimum. 

Where another technique can deliver better results at reasonable cost it will be considered 

BAT and should be used. 

2. Use the following measures to minimise water use and emissions to water: 

• Where water is needed for cooling, minimize its use by maximising heat transfer 

between process streams. 

• Use water in recirculating systems with indirect heat exchangers and a cooling tower 

rather than a once through system. (A water make-up treatment plant and a concentrated 

purge stream from the system to avoid the build up of contaminants are likely to be 

necessary.) 

• Leaks of process fluids into cooling water in heat exchangers are a frequent source of 

contamination. Monitoring of the cooling water at relevant points should be appropriate 

to the nature of the process fluids. In a recirculatory cooling system, leaks can be 

identified before significant emission to the environment has occurred. The potential for 

environmental impact is likely to be greater from a once through system. Planned 

maintenance can help to avoid such occurrences. 

• Reduce water used for cleaning. 

Strip process liquor and treat if necessary, then recycle/reuse. 



• Use wet air oxidation for low volumes of aqueous effluent with high levels of organic 

content, such as waste streams from condensers and scrubbers 

• Neutralise waste streams containing acids or alkalis to achieve the required pH for the 

receiving water. 

• Strip chlorinated hydrocarbons in waste streams with air or steam and recycle by 

returning to process where possible. 

• Recover co-products for re-use or sale. 

• Periodically regenerate ion exchange columns. 

• Pass waste water containing solids through settling tanks, prior to disposal. 

• Treat waste waters containing chlorinated hydrocarbons separately where possible to 

ensure proper control and treatment of the chlorinated compounds. Contain released 

volatile chlorinated hydrocarbons and vent to suitably designed incineration equipment. 

• Non-biodegradable organic material can be treated by thermal incineration. However, 

the thermal destruction of mixed liquids can be highly inefficient and the waste should be 

dewatered prior to incineration. 

 

Response: The building area has hardstanding, which will be impermeable to the 

products handled. Washings are routed to a collection facility (sump). 

 

3.4 Fugitive emissions to air 
 

Indicative BAT 

You should where appropriate: 

1. Identify all potential sources and develop and maintain procedures for monitoring and 

eliminating or minimising leaks. 

2. Choose vent systems to minimise breathing emissions (for example pressure/ vacuum 

valves) and, where relevant, should be fitted with knock-out pots and appropriate 

abatement equipment. 

3. Use the following techniques (together or in any combination) to reduce losses from 

storage tanks at atmospheric pressure: 

• maintenance of bulk storage temperatures as low as practicable, taking into account 

changes due to solar heating etc. 

• tank paint with low solar absorbency 

• temperature control 

• tank insulation 

• inventory management 

• floating roof tanks 

• bladder roof tanks 

• pressure/vacuum valves, where tanks are designed to withstand pressure fluctuations 

• specific release treatment (such as adsorption condensation). 

 

Response: It is considered that there are no point source emissions to air as a result 

of this project. The LEV system has been installed for potential localised release and 

therefore personnel protection rather than environmental protection. Experience of a 

similar plant in Brenntag Germany has shown this to be correct. 
 

Fugitive emissions to surface water, sewer and groundwater  
 

Fugitive emissions, primarily from leaks and spillages, may occur into cooling water, 

site drainage water and groundwater. Their control must form part of a programme of 

good design, monitoring, maintenance and operating procedures. 
 



Indicative BAT  

You should where appropriate:  

1. Provide hard surfacing in areas where accidental spillage or leakage may 

occur, e.g. beneath prime movers, pumps, in storage areas, and in handling, 

loading and unloading areas. The surfacing should be impermeable to process 

liquors.  

2. Drain hard surfacing of areas subject to potential contamination so that 

potentially contaminated surface run-off does not discharge to ground.  

3. Hold stocks of suitable absorbents at appropriate locations for use in mopping 

up minor leaks and spills, and dispose of to leak-proof containers.  

4. Take particular care in areas of inherent sensitivity to groundwater pollution. 

Poorly maintained drainage systems are known to be the main cause of 

groundwater contamination and surface/above-ground drains are preferred to 

facilitate leak detection (and to reduce explosion risks).  

5. Additional measures could be justified in locations of particular environmental 

sensitivity. Decisions on the measures to be taken should take account of the 

risk to groundwater.  

6. Surveys of plant that may continue to contribute to leakage should also be 

considered, as part of an overall environmental management system. In 

particular, you should consider undertaking leakage tests and/or integrity 

surveys to confirm the containment of underground drains and tanks.  
 

 

Response: It is considered that there are no point source emissions to water as a 

result of this project. Any spillage, whatever the cause, from any part of the system 

will be collected and therefore contamination to ground or controlled water avoided. 

If uncontaminated it will be discharged into the site drains for ultimate discharge to 

the sewer. If contaminated, it will be treated and re-used. 

  

5. Odour 

 

Indicative BAT 

You should where appropriate: 

1. Manage the operations to prevent release of odour at all times. 

2. Where odour releases are expected to be acknowledged in the permit, (i.e. 

contained and treated prior to discharge or discharged for atmospheric dispersion): 

• for existing installations, the releases should be modelled to demonstrate the odour 

impact at sensitive receptors. The target should be to minimise the frequency of 

exposure to ground level concentrations that are likely to cause annoyance. 

• for new installations, or for significant changes, the releases should be modelled and 

it is expected that you will achieve the highest level of protection that is achievable 

with BAT from the outset. 

• where there is no history of odour problems then modelling may not be required 

although it should be remembered that there can still be an underlying level of 

annoyance without complaints being made. 

• where, despite all reasonable steps in the design of the plant, extreme weather or 

other incidents are liable, in our view, to increase the odour impact at receptors, you 

should take appropriate and timely action, as agreed with us, to prevent further 

annoyance (these agreed actions will be defined either in the permit or in an odour 

management statement). 



3. Where odour generating activities take place in the open, or potentially odorous 

materials are stored outside, a high level of management control and use of best 

practice will be expected. 

4. Where an installation releases odours but has a low environmental impact by virtue 

of its remoteness from sensitive receptors, it is expected that you will work towards 

achieving the standards described in this guidance note, but the timescales allowed to 

achieve this might be adjusted according to the perceived risk. 

5. Where further guidance is needed to meet local needs, refer to Horizontal Guidance 

Note H4 Odour (see GTBR Annex 1). 

 

Response: A LEV and scrubbing system is available for the reason to minimise 

localised odour issues. 

 

3.6 Noise and vibration 

 

Indicative BAT 

You should where appropriate: 

1. Install particularly noisy machines such as compactors and pelletisers in a noise 

control booth or encapsulate the noise source. 

2. Where possible without compromising safety, fit suitable silencers on safety valves. 

3. Minimise the blow-off from boilers and air compressors, for example during start 

up, and provide silencers. 

 

Response: The plant design is not anticipated to significantly increase the background 

noise level of the site. 

 

3.7 Monitoring  

 

Monitoring and reporting of emissions to air 

Indicative BAT 

You should where appropriate: 

1. Carry out an analysis covering a broad spectrum of substances to establish that all 

relevant substances have been taken into account when setting the release limits. The 

need to repeat such a test will depend upon the potential variability in the process and, 

for example, the potential for contamination of raw materials. Where there is such 

potential, tests may be appropriate. 

2. Monitor more regularly any substances found to be of concern, or any other 

individual substances to which the local environment may be susceptible and upon 

which the operations may impact. This would particularly apply to the common 

pesticides and heavy metals. Using composite samples is the technique most likely to 

be appropriate where the concentration does not vary excessively. 

3. If there are releases of substances that are more difficult to measure and whose 

capacity for harm is uncertain, particularly when combined with other substances, 

then "whole effluent toxicity" monitoring techniques can be appropriate to provide 

direct measurements of harm, for example, direct toxicity assessment. 

 

Response: It is considered that there are no point source emissions to air as a result 

of this project therefore no monitoring is planned. The scrubber alkalinity (pH) will 

be routinely monitored to ensure it is effective if called upon. 

 

Process variables 



Indicative BAT 

You should where appropriate: 

1. Identify those process variables that may affect the environment and monitor as 

appropriate 

 

Response: It is considered that there are no specific process variables which have an 

effect on the environment. 

 


