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1 Introduction 
 

This document details the processes that will take place at the Ridham IBA Processing Facility and covers the 
Factory Process Control (FPC) requirements of the applicable statutory standards, specifications, codes of 
practice and legislation. The Ridham IBA Processing Facility will operate to the permit issued by the 
Environment Agency (EA) and will adhere to Kent County Council planning conditions. Incinerator Bottom 
Ash Aggregate (IBAA) is produced in accordance with recognised regional and national standards, and 
specifications. Through the implementation of this Site Process Manual (SPM), the regulatory requirements 
of Fortis, the Ridham site and the quality assurance of produced materials, are maintained.   The following 
guidance has been considered in this FPC: 
 

• Waste Incineration BAT; 

• Waste Incineration BREF; and 

• Sector Guidance Note S5.06: recovery and disposal of hazardous and non-hazardous waste. 

 

2 Organisation 
 
2.1 Organisation Structure 
 
The SPM is controlled by the HSQE Manager and is operated on site by the Assistant Site/Unit Manager. The 
organisation chain is detailed below.  
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2.2 Operational Responsibilities 
 

In addition to the responsibilities listed in Organisation and Responsibilities (MSP04), the following SPM 
specific responsibilities are: 
 
Assistant Site Manager: 

• Operation of the QMS onsite. 

• Control of site activities that may have an effect on quality. 

• Associated responsibilities listed within the quality procedures. 

 
Site Supervisor: 

• Operation of the QMS onsite in the absence of the management staff. 

• Give support to the Assistant Site Manager in relation to activities that may have an effect on quality. 

• Associated responsibilities listed within the quality procedures. 

 

Chief Executive 

Managing Director 

HSQE Manager 
 

General Operations Manager 
 

Unit Manager 
 

Assistant Site 
Manager 

 

Plant Operator 
 

Site Operative 
 

Site Supervisor 
 

Quality Technician 
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Weighbridge Operator: 

• Ensure that the correct information is printed on weighbridge tickets and weights are recorded properly. 

• Vigilance in all activities that may affect quality. 

• Associated responsibilities listed within the quality procedures. 

 
Plant Operator/Site Operative: 

• Vigilance in all activities that may affect quality. 

• Associated responsibilities listed within the quality procedures. 

 

 
3 The SPM/FPC Processes 
 
The diagram below details the key parts of the SPM, which will be explained further in this document. These 
are key parts relating to various FPC requirements. 
 
 

 
 
 
 

 
 
 
 

In order to increase resource efficiency for the treatment of IBA, and in accordance with BAT (Conclusion 

36), the following techniques will be used: 

• Screening; 

• Crushing; 

• Recovery of ferrous and non-ferrous metals; and 

• Ageing. 

 
Treatment will be in accordance with Section 2.7 (solid residue treatment techniques) and 4.7 (treatment 
techniques for solid residues) of the Waste Incineration BREF. 
 
3.1 Pre-Operation 
 
IBA (Incinerator Bottom Ash) is a waste product of the incineration of municipal (household) waste. Fortis 
receive IBA from multiple Energy Recovery Facility (ERF) sites (also known as Energy from Waste [EfW]). 
Once burnt, the ash is quenched in a lime based solution to cool; large ferrous metals are extracted from 
some facilities. Samples are taken by the ERF operator, in accordance with the ESA Protocol, to ensure that 
the IBA is not hazardous. The IBA is then transported, from their sites to the Ridham site, and is identifiably 
stockpiled by Fortis to await the result of the hazard classification testing and to start the aging process as 
detailed in the IBA Control Diagram (D1, section 3.2.1). Once notification is received that the IBA is 
characterized as non hazardous, it can be processed. If the IBA is deemed hazardous, it is quarantined by 
site staff and then disposed of by the ERF operator.  
 

Pre-operation 
Controls 

IBA Acceptance 
Controls (D1) 

Production 
Controls (D2) 

Quality Control 
Testing (D3) 

Commodities Rejected IBA IBAA Products 
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3.2 IBA Control 
 
3.2.1 IBA Control (D1) 
 
IBA is stockpiled in windrows, where it is “aged” in order to reduce the pH levels below pH10.  “Aging” – a 
natural chemical reaction resulting in the reduction of pH levels and crystallisation of aluminium sulphate, 
is sped up throughout the stockpile with the addition of water. This process runs for 6-8 weeks depending 
on stock levels. 
 
The IBA Control Diagram (D1, below) describes the process controls in place during the aging of IBA. 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
3.2.2 IBA Control Plant 
 
The IBA controls require various plant and equipment in order to carry out the processes efficiently and 
effectively. The plant involved needs to be regularly checked and maintained, in an attempt to prevent 
breakdowns or contamination which would affect the quality of the IBAA or the ability to supply a contract. 
It is best practice, under the QMS, to have the plant serviced before its working hours are exceeded. 
  

Plant Role Checks/Evidence 

Excavator Stockpiling and conditioning IBA Daily plant checks and service schedule 

Loading 
Shovel 

Moving IBA Daily plant checks and service schedule 

 
3.2.3 IBA Material Checks 
 
Other than the ESA Protocol testing carried out by the ERF operator, very little checks are carried out at the 
IBA control stage, as the material hasn’t been processed. Any unburnt waste should be identified by the 
loading shovel or excavator operators, removed and reported to the ERF operator. Quantities of unburnt 
material are typically low and are picked out and placed in a skip to be removed to an authorised site. In 

D1 
IBA sampled by the ERF operator for ESA 

Protocol testing and transported to Ridham 

 

IBA placed in windrows by weekly 
production. Water is added as required 

 

ERF operator sends formal notification of 
non hazardous classification 

 

Non-hazardous IBA is ready to process 
(D2) 

 

The ERF operator removes 
hazardous IBA 
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cases where a substantial quantity of unburnt material is present in a load, a decision regarding disposal is 
agreed with the ERF operator.  
 
3.2.4 Potential IBA Non-conformances and Actions 
 
There is a potential for non-conformances to occur at the IBA control stage. The table below describes the 
main potential non-conformances and the typical actions that may be taken to resolve them. In all cases, 
the senior managers and the HSQE Manager must be informed, and the non-conformance must be logged. 
 

Potential Non-
conformance 

Actions Responsibility 

Oil/fuel/liquid leak 
from plant 

Implement necessary environmental 
processes. 

Assistant Site Manager, site 
operatives. 

Plant breakdown 
or damage 

Fix or replace plant. Assistant Site Manager. 

Large pieces of 
metal 

Assess size and remove from IBA Assistant Site Manager. 

Large amounts of 
un-burnt material 

Remove, quarantine and inform the ERF 
operator. 

Site operatives, Assistant Site 
Manager, senior management 
team 

Hazardous IBA Quarantine, inform and await instruction 
from the ERF operator. 

Assistant Site Manager, senior 
management team 

 
 
3.2.5 IBA Records 
 
During IBA control there are a variety of records generated or used, that are applicable within the QMS, 
many of which form sections or processes within other company management systems. The QMS uses these 
records as evidence for compliance to the standard. 
 

Record System Storage/Archive location 

ESA Test Confirmation QMS  Fortis Filing System 

Daily plant check sheet Plant Fortis Filing System 

Plant service schedule Plant Head office – Plant Administrator 

 
3.3 IBAA Production Control 
 
3.3.1 Ridham Aggregate Production Control (D2) 
 
The Ridham site produces one IBAA product, complying with multiple specifications (see 3.4.1), for use in 
the civil engineering industry. It also produces commodity wastes (metals) which are sent for further 
recovery. The Ridham Aggregate Production Control Diagram (D2) describes the process that the IBA goes 
through, after passing the IBA Control (D1), to produce the IBAA products. 
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D2 

IBA feed is placed in the plant 
hopper by loading shovel 

0-1.6mm is removed by the Hein 
Lehmann and fed into fines belt 

 

IBA passes overband magnet, 
then segregated in three sizes 

by the plant 

 

+65mm metals are picked by 
hand. +65mm inert is crushed 

and reprocessed 

 

Ferrous and non ferrous metals 
are removed in different sizes 

 

Motors and spent battery 
casings are picked by hand 

 

The IBAA fractions are blended 
by the plant 

 

Quality Control Testing (D3) 

 

+65mm material is removed by 
the trommel 
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3.3.2 Production Plant 
 
The production controls require various plant and equipment in order to carry out the processes efficiently 
and effectively. The plant involved needs to be regularly checked and maintained, in an attempt to prevent 
breakdowns or contamination which would affect the quality of the IBAA/commodities or the ability to 
supply a contract. It is best practice, under the QMS, to have the plant serviced before its working hours are 
exceeded. 
  

Plant Role Checks/Evidence 

Static IBAA 
Processing 
Plant 

Screening of IBA and the removal of 
metal constituents. 

Daily plant checks 

Loading 
Shovel 

Loading the plant and transport 
vehicles. Moving IBA/IBAA. 

Daily plant checks and service schedule 

 
3.3.3 Processed Material Checks 
 
Processed IBAA should be visually checked by the loading shovel operator while processing is underway. 
They will look for changes in the IBAA that may indicate problems with the plant. The processed IBAA 
fractions are ultimately blended together and undergo quality testing, following D3. 
 
3.3.4 Potential Production Non-conformances and Actions 
 
There is a potential for non-conformances to occur at the production stage. The table below describes the 
main potential non-conformances and the typical actions that may be taken to resolve them. In all cases, 
the senior managers and the HSQE Manager must be informed, and the non-conformance must be logged. 
 

Potential Non-
conformance 

Actions Responsibility 

Worn or broken 
screening deck 

Stop plant. Replace screening deck. Assistant Site Manager, 
site operative 

Blocked screening 
deck 

Stop plant. Clear the blockage. Assistant Site Manager, 
site operative 

Oil/fuel/liquid leak 
from plant 

Implement necessary environmental processes. Assistant Site Manager, 
site operative 

Plant breakdown or 
damage 

Fix or replace plant.  Assistant Site Manager, 
senior management 
team 

Blockage of chutes 
or transfer points 

Stop plant. Clear the blockage. Assistant Site Manager, 
site operative 

 
 
3.3.5 Production Records 
 
During production there are a variety of records generated or used, that are applicable within the QMS, 
many of which form sections or processes within other company management systems. The QMS uses these 
records as evidence for compliance to the standard. 
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Record System/Form Number Storage/Archive Location 

Daily plant check sheet Plant Fortis Filing System 

Mobile plant service schedule Plant 
Head office – Plant 
administrator 

Non-conformance QMS Fortis Filing System / EQMS 

 
3.4 Products and Waste 
 
3.4.1 Produced Products 
 
The following products are produced at Ridham through the processes described in section 3.3. 
 

Product Storage/Archive Location 

IBAA Sub-base Product Spec Sheet - EQMS 

IBAA Capping Product Spec Sheet - EQMS 

IBAA Blend Product Spec Sheet - EQMS 

 
The IBAA is tested under the requirements of the relevant specifications listed above. The testing regime is 
explained in section 3.5.  
 
3.4.2 Imported Products 
 
No saleable products are imported to Ridham. 
 
3.4.3 Disposal of Production Waste 
 
Other than commodity metals, spent battery casings and heavy non-metals are the main wastes removed 
during the IBAA production process. Spent batteries are blended into the ferrous metal which is collected 
by a specialist metals recycler to be safely recycled. The heavy non-metals are crushed and blended into the 
IBA plant feed. Non-ferrous metal commodities are collected by various specialist metal recyclers depending 
on quantities and quality. 
 
3.5 - Quality Control Testing 
 
In order to improve the overall environmental performance of the bottom ash treatment plant, BAT 
(Conclusion 10) is to include output quality management features in the EMS. 
 
3.5.1 – Sampling and Testing Control (D3) 
 
The processed IBAA undergoes a range of tests, after production, to ensure that it meets the relevant 
specifications. Information on product performance is made available on request. D3 describes the testing 
process. 
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3.5.2 Testing Regime 
 
Under the product specifications and standards, the IBAA must undergo certain testing at set frequencies. 
It is widely agreed that for the purpose of quality testing, one week is equal to seven production days. A 
single production day is classed as a day when a period of production was underway (between 1 and 24 
hours). Weekly samples are tested at a, UKAS accredited, third party materials laboratory. All other testing 
is carried out by the third party laboratory. The testing regime for each product specification is included in 
the relevant Fortis product specification sheet. 
 
3.5.3 Sampling  
 

Samples of IBAA for testing are taken by trained site staff and in accordance with the Site Sample Record 

and Custody spreadsheet. Occasionally, 3rd party laboratory technical staff attend site to take samples, in 

accordance with their own UKAS accredited procedures.  

 

3.5.4 Materials Laboratory 

 

Fortis uses two third party, UKAS accredited laboratories for all IBAA testing. The test data is used for 

conformance and trend analysis. Selection of third party laboratories is controlled by External Providers 

(MSP07.1). 

 

D3 

Processed IBA 
(D2) 

 

Samples taken from the 
stockpile following MSP08 

 

Sample bags are labelled with a 
unique identifier, which is 

recorded in the sampling record 
 

A sample custody form is 
completed for each sample 

 

Samples are transported to 
the laboratory for testing 

HSQE Manager receives 
testing certificates from the 

laboratory 

Failed IBA is controlled under 
the process detailed in Non 

Conformity (MSP17) 
 

Compliant IBA classed as 
IBAA and stockpiled ready 

for supply 
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3.5.5 CE Marking 

 

CE Marking is not currently required for IBAA, however product data sheets are made available to customers 

upon request. In some cases, test certificates will be supplied to customers, at the discretion of the Fortis 

technical staff. 

 

3.5.6 Record Keeping 
 

 Records related to quality at Ridham are:  

 

Record Minimum Archive Time Storage Location 

Sample Record Duration of site operations Within GradLab System 

Test Certificates Duration of site operations Fortis Filing System 

Non-conformance Register Duration of site operations Fortis Filing System /EQMS 

 

3.5.7 Product Non-conformance 

 

Materials that do not conform to the required specification are controlled in accordance with Non 

Conformity (MSP07.1). 

 

4  Handling and Storage 

 

4.1 Handling Aggregates 

 

When mobile plant switches between handling unprocessed and processed materials, the operator must 

ensure that the bucket is clean after handling each material, in order to reduce the risk of contamination.  

 

4.2 Storage 

 

In accordance with S5.06, IBA, IBAA and commodity metals will be stored in isolated stockpiles in order to 
prevent contamination of the products. The faces of the stockpiles should be maintained in a way that makes 
them un-attractive nesting sites for animals. This will reduce the risk of supply failure and will aid the 
preservation of the products and commodities. 

 

4.3 Transportation of Products and Customer Handling 

 

Hauliers authorised by Fortis, their marketing partners or commodity customers are used to transport 

products and commodities to customers. Loads are transported by tipper lorry, grab lorry or artic and must 

be sheeted at all times, except for loading or unloading. 
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4.4 Weighbridge 

 

Weights of products and commodities entering and leaving Ridham site are weighed by the site’s 

weighbridge, which is controlled in accordance with the Performance Evaluation Register (MSF1.10). Details 

of the materials, weights and customer are printed onto a weighbridge ticket and recorded within the quarry 

minder database. This data is available to staff, should it be required for a customer query. To comply with 

the Weights and Measures Act 1985, the weighbridge is calibrated annually. A copy of the certificate is stored 

on the EQMS system and on site. 

 

4.5 Infrastructure 

 

In addition to the plant detailed within this document, the following infrastructure aspects are required for 

the efficient running of the quality management system on-site. 

• Calibrated weighbridge 

• Site office 

• Welfare facilities 

• Computer hardware and software 

• Haul roads and access 

• Operational dust suppression 

• Operational dust monitoring (in accordance with the MOU) 

• Operational weather monitoring station 

 

5 Training of Personnel 

 

Training is managed centrally using a site specific training matrix, which is held by the Assistant Site/Unit 

Manager. Records of personnel training and competency are kept in the company personnel filing system. 

Site plant operators are deemed competent to operate plant on site, providing they hold the minimum of 

an in-house competency ticket for the particular machinery. Where possible, any training should be external 

and certificated. 

 

6 Dust 

In order to prevent or reduce diffuse dust emissions to air from the treatment of IBA, BAT (Conclusion 23) is 

to include in the environmental management system the following diffuse dust emissions management 

features: 

• Identification of the most relevant diffuse dust emission sources (e.g. using EN 15445); 

• Definition and implementation of appropriate actions and techniques to prevent or reduce diffuse 

emissions over a given time frame. 

In order to prevent or reduce diffuse dust emissions to air from the treatment of slags and bottom ashes, 

and in accordance with BAT (Conclusion 24), the following techniques will be used: 
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• Enclose and cover equipment - Enclosure of the plant within a building and covering of outside 

conveyors to avoid wind blow of dust; 

• Limit height of discharge - Locating feed hopper down at ground level to reduce dust creation when 

feeding plant; 

• Protect stockpiles against prevailing winds - Windrows are normally aligned SW-NE on the site to 

afford lowest surface area to the prevailing wind;   

• Use water sprays – surfacing and stockpiles will be damped down as required; 

• Optimise moisture content -  The incoming IBA has an elevated moisture content (approximately 

22% to 24%) on arrival as a result of the quenching process at source.  Stockpiles will be wetted as 

required for efficient recovery of metals and mineral materials while minimising the dust release. 

For further details refer to the approved Dust Management Plan. 

 
7 Noise 

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

(Conclusion 37)  the following techniques will be used: 

• Appropriate location of equipment and buildings; 

• Operational measures; 

o inspection and maintenance of equipment 

o operation of equipment by experienced staff 

o avoidance of noisy activities at night, if possible 

o provisions for noise control during maintenance activities 

• Low-noise equipment; 

• Noise attenuation; and 

• Noise-control equipment/ infrastructure, for example enclosure of noisy equipment. 

For further details refer to the approved Noise Impact Assessment. 
 

8 Contractors 

 

On site plant maintenance contractors are currently used to provide instant plant maintenance and repairs 

to the fixed plant. Contractors are not routinely used for plant operation at Ridham. Occasionally mobile 

plant maintenance, dust suppression, grounds maintenance and security infrastructure contractors attend 

site. When they are required, the selection and operation of contractors is controlled by External Providers 

(MSP07.1). 

 

9 External Property 

 

The table below details the externally owned property that is permanently or occasionally on site, the level 

of access Fortis staff have to it and the responsibilities Fortis has for it. 
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Property Ownership Access  Responsibility 

Cherry picker Various Trained persons Full responsibility for operating and safeguarding 

Hired mobile 

plant 

Various Trained persons Full responsibility for operating and safeguarding 

 

Fortis is insured to control, store and use externally owned mobile plant and equipment. In the event that 

externally owned property is damaged or destroyed, the Assistant Site Manager will inform the owner and 

initiate insurance procedures if necessary.  

 

10 Change 

 

When changes to the processes on site are proposed, they must be managed in accordance with the Change 

Assessment (MSP06.1) procedure. 

 
 


