
 

Page 1 of 32 
EP290-50 November 2020 

  ©ACT Projects Ltd 

Boughton Recycling Facility 

Bespoke Environmental Permit Application for 
A Waste Installation 

 Environmental Permitting (England and Wales) Regulations 2016 (as amended) 

November 2020 ref: EP290-50 

Contents: 
Section 

Completed Application Forms Parts A, B2, B3 and F1 

Supporting Information ref: EP290-50 

Drawings: 1-EP290-50 Site Location Plan 

  2-EP290-50 Site Layout Plan 

 3-EP290-50 Drainage Layout Plan 

 4-EP290-50 Infrastructure Layout Plan 

1 The Applicant and Activity Operator ............................................................ 3 

2 Site and Setting ............................................................................................ 3 

3 Waste Types, Volumes and Regulated Facility Sought ................................. 6 

Operating Techniques 

4 Raw Materials and Energy Use ..................................................................... 8 

5 Site Layout and Activities Overview (5.1 Storage, 5.2 Processing) .................... 10 

6 Hydrology and Drainage ............................................................................. 16 

7 Potential Emissions and Control Techniques .............................................. 20 

8 Monitoring ................................................................................................. 24 

9 Management Techniques........................................................................... 25 

10 Environmental Risk Assessment (ERA) ....................................................... 29 

11 Non-technical summary ............................................................................. 31 



 

Page 2 of 32 
EP290-50 November 2020 

  ©ACT Projects Ltd 

Appendix A Site Condition Report 

Appendix B Ecology Appraisal including Habitats Assessment 

Appendix C Safety Data Sheets 

Appendix D Technical specification for the referenced mobile cold mix plant, namely a 
Wirtgen KMA220 

Appendix E Full Retention Separator Specification 

Appendix F Emissions Management Plan 

Appendix G  ISO 14001:2015 and ISO 9001:2015 Certifications of Registration  

Appendix H WAMITAB Certificate of Technically Competent Manager  

Appendix I  Environmental Risk Assessment (ERA) 
 



 

Page 3 of 32 
EP290-50 November 2020 

  ©ACT Projects Ltd 

1. The Applicant and Activity Operator  

 The applicant and intended operator of the transfer and treatment process (activity) 

are one in the same, being Jordan Road Surfacing Ltd.  A local company established over 

21 years ago that delivers road planing, road surfacing and civil engineering projects.  

An acclaimed company accredited to both ISO 14001:2015 Environmental Management 

System and ISO 9001:2015 Quality Management System; with awards in recognition of 

their commitment and standard of achievement in employee training, Health & Safety 

and environmental performance.   

 As part of the services they deliver, Jordan Road Surfacing seek to minimise the volume 

of generated waste and maximise recycled and recovered material volumes; and in 

connection with which, propose to operate a regulated facility for the transfer and 

physical treatment of up to 250,000 tonnes per annum (tpa) of waste including 

hazardous and that of tar bound material. 

2. Site and Setting 

 The approximately 3 acre site for the recycling facility is within the 26 hectare North 

Boughton Industrial Estate, Tuxford Road, Ollerton NG22 9LD.  Originally a Ministry of 

Defence army camp, the estate has private internal roads from its secure access point 

with the A6075 public highway; being direct access onto the principal road network and 

is situated approximately 6 kilometres west of Tuxford and the A1 north – south 

distribution corridor. 

 The application site itself, grid reference SK 68400 68290, is identified on attached plan 

Drg. No. 1-EP290-50.  It is secured by a 2 metre plus high boundary created by a 

combination of concrete block and red brick walls, palisade fencing and some concrete 

posted chain link fencing topped with 3 strand barbwire that is due to be replaced with 

palisade fencing and complimenting gates at the site access. 

 There are no public footpaths through Boughton Industrial Estate.  Boughton Dyke 

follows the western boundary of the industrial estate.  A search of the Multi Agency 
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Geographic Information for the Countryside database indicated that there is only a 

single statutorily designated site within 2 kilometres of the application site, being 

Wellow Park Site of Special Scientific Interest (SSSI). Designated for its semi-natural 

broadleaved woodland habitat, Wellow Park lies approximately 650 metres to the 

south. 

 The industrial estate is generally bounded by hedges and wooded areas.  Parts of the 

habitat bordering the industrial estate has local listing as Boughton Scrub Local Wildlife 

Site (LWS), formerly Site of Interest in Nature Conservation.  The LWS is of interest for 

its woodland and grassland habitats, recognised as being of up to parish value for the 

habitat they support.  On the species registered there is only a single species listed on 

the rare plants register, a large leaved lime.  The site is also designated for its population 

of dingy skipper butterfly.  There have been no licences for European Protected Species 

granted within 2 kilometres of the site according to the MAGIC website.   

 The nearest noise sensitive receptors are Elm Tree House c.385 metres to the west, 

Kirton Court c.565 metres to the north and Hillcrest c.455 metres to the east of the site.  

Baseline measurement surveys were undertaken at these locations to establish the 

existing background and ambient sound levels during week days and the weekend. 

 The recycling facility incorporates structures to provide covered material storage areas, 

open storage areas and processing areas.  The site is of hardstanding inclusive of an 

engineered sealed surface and drainage area.  There is a weighbridge and two storey 

colour wash rendered brick administration office, where all site related documentation 

and records are held.   

 Boughton Industrial Estate was originally a Ministry of Defence army camp and the 

majority of the building structures remain today.  Like the rest of the industrial estate, 

the application site has a long history of industrial use.  Its surface is of concrete 

hardstanding, over an area of which has been overlaid an asphalt graded surface. This 

is to provide an effective fall over a sealed surface with a sealed drainage system for the 

hazardous material storage and processing area of the facility.  The Site Condition 

Report (SCR) is provided as Appendix A.  
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 Land use planning permission for the site has recently been secured for a transfer and 

treatment station, principally for the recycling of road planings including tar; approval 

reference 3/19/01888/CMW dated 11/03/2020.  The planning approval determination 

process scrutinised the application and accompanying impact assessment, which 

included a detailed ecological appraisal with habitat assessment and noise impact 

assessment incorporating predictive CadnaA software modelling.  The application 

permit area, wholly within the planning approved boundary, is shown bounded by 

green lines on Drg No. 2-EP290-50.  

 The ecology appraisal assessed the potential impact on local ecological receptors, 

habitat and specifically the only statutorily designated site within 2 kilometres of the 

Boughton Facility.  That is the Wellow Park Site of Special Scientific Interest (SSSI), a 

distance of 650 metres at its closest point, the Boughton facility site lies within its 

Impact Risk Zone.  Wellow Park is designated for its semi-natural broadleaved 

woodland, with areas of the site comprising ancient woodland, with species including 

ash, small-leaved lime and a shrub layer of hazel, hawthorn and blackthorn.   

 There are various categories for potential impact on this SSSI, the one of relevance is 

any development which could cause air pollution.  In principle this could apply to the 

Boughton facility as dust is the associated potential air pollutant.  However, the site 

environmental Management System developed in part from the Environmental Risk 

Assessment is inclusive of the site’s Dust Management Plan.  Measures are in place to 

specifically manage potential dust generation, which is further controlled under Part B 

permits that are held by the individual mobile processing units employed on site 

between contracted works.  The development is not considered to result in any air 

pollution impact as minimal dust carriage is predicted therefore no impacts are 

predicted on designated sites and habitat.  The ecology appraisal is presented Appendix 

B.   

 Potential noise impact of the activities and operation of the Boughton Facility on the 

nearest sensitive receptors, was the subject of detailed assessment and predictive 

modelling at the planning determination stage.  Planning permission approval was 

unanimously granted by Committee in March 2020.  The nearest sensitive properties 



 

Page 6 of 32 
EP290-50 November 2020 

  ©ACT Projects Ltd 

were not shown to be impacted at the modelled levels and this planning determination 

position has been protected by planning permission Conditions that stipulate maximum 

noise rating levels at the nearest sensitive.  The site design, layout and operations were 

developed from principals to minimise noise that is further managed as part of the site’s 

Management System.  The Environmental Risk Assessment concludes noise is unlikely 

to be a problem from the facility and this will continue to be demonstrated by 

monitoring to show planning control compliance.   

 Dust and noise are further discussed in latter sections of this permit application to which 

an Emissions Management Plan is appended.           

3. Waste Types, Volumes and Regulated Facility Sought 

 The recycling facility will handle various solid state non-hazardous and hazardous 

construction and demolition waste types.  Though primarily those from the 

construction and refurbishment of roads, runways, footways, car parks and utilities 

works, including those of unplanned installations and repair works; recycling concrete, 

bricks and aggregates along with road surfacing commonly known as asphalt.  Asphalt 

used until about the mid 1980’s may contain tar at levels which would classify it as 

hazardous.  This hazardous classification necessitates the development of this 

treatment and transfer facility to handle both non-hazardous waste and, on a sealed 

surface with a sealed drainage system, hazardous material.  Tabulated below is the List 

of wastes, codes and descriptions to be handled: 
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Table One: Waste Codes and Descriptions 

 

Waste Code Code Description 

17 CONSTRUCTION AND DEMOLITION WASTES (INCLUDING EXCAVATED SOIL 
FROM CONTAMINATED SITES) 

17 01 concrete, bricks, tiles and ceramics 

17 01 01 concrete 

17 01 02 bricks 

17 01 03 tiles and ceramics 

17 01 07 mixtures of concrete, bricks, tiles and ceramics other than those 
mentioned in 17 01 06 

17 03 bituminous mixtures, coal tar and tarred products 

17 03 01* Bituminous mixtures containing coal tar 

17 03 02 road base and road planings (other than those containing coal tar) 
only 

17 05 soil (including excavated soil from contaminated sites) stones and 
dredging spoil 

17 05 03 soil and stones containing hazardous substances 

17 05 04 soil and stones other than those mentioned in 17 05 03 

17 05 08 track ballast other than those mentioned in 17 05 07 

19 WASTES FROM WASTE MANAGEMENT FACILITIES, OFF SITE WASTE WATER 
TREATMENT PLANTS AND PREPARATION OF WATER INTENDED FOR HUMAN 
CONSUMPTION / INDUSTRIAL WASTE 

19 12 wastes from the mechanical treatment of wastes (for example 
sorting, crushing, compacting, pelletising) not otherwise specified 

19 12 09 minerals (for example sand, stones) 

20 MUNICIPAL WASTES (HOUSEHOLD WASTE AND SIMILAR COMMERCIAL, 
INDUSTRIAL AND INSTITUTIONAL WASTES) INCLUDING SEPARATELY COLLECTED 
FRACTIONS 

20 02 garden and park wastes (including cemetery waste) 

20 02 02 soil and stones 

*Hazardous Waste 
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 Processed and unprocessed inert, non-hazardous waste will be stored in separate 

material type heaps of up to 5 metres in height.  Hazardous material, unprocessed and 

cold processed will be stored on an impermeable, sealed surface with sealed drainage. 

 Transfer and treatment of waste is an Environmental Permitting Regulations (EPR) 2016 

regulated facility.  Asphalt used until about the mid 1980’s may contain tar at levels 

which would classify it as hazardous material, labelled Asphalt Waste Containing Coal 

Tar (AWCCT) and having the EWC code 17 03 01*bituminous mixtures containing coal 

tar.  Therefore, this application is for a 250,000 tonnes per annum (tpa) Bespoke waste 

Installation permit that includes a Waste Operation.  

 The nature of the activity requires an Emissions Management Plan for dust to 

accompany the permit application.  The type of waste to be handled at the facility is not 

combustible and therefore a Fire Management Plan is not required; a habitat 

assessment was undertaken as part of the planning determination process and the ERA 

has not identified noise to be an important issue.  In accordance with the Environmental 

Permitting Charging Scheme 2019 Table 1.16 – Waste Treatment, this attracts the 

permit application fee of £16,001 plus £1,241 for the Emissions Management Plan.  The 

current annual subsistence activity charge being £4,842 as stated Table 2.16 – Waste 

Transfer and Treatment. 

 The due application fee of £17,242 plus adverting of £500, totalling £17,742 has been 

paid by electronic transfer with remittance number PSCAPPJORDA004. 

Operating Techniques 

4. Raw Materials and Energy Use  

 Raw materials are required in the cold treatment of AWCCT to process them into a 

material for reuse.  These are cement powder, Azalt Foam 125 (bitumen type), and filler 

of 0-6 millimetres (mm) limestone or fly ash or; respective Safety Data Sheets are 

presented Appendix C. 
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 On site cement is stored in the pressure monitored, alarmed level indicated cement 

silos of the cold mix plant and delivered by dedicated cement tankers with reverse jet 

filling systems.  Cement is handled, as noted in the Environmental Risk Assessment 

(ERA), in a closed system which protects the environment and those in proximity from 

its hazards.  Trends to increase concrete specification road surfacing will see an 

increased volume of cement handled through the facility.  

 Azalt Foam 125 is a bitumen binder that is specifically designed for optimum 

performance in plants using foaming technology.  It is not H-stated hazard classified 

under Regulation (EC) No 1272/2008.  Its use in foaming plants is at a temperature 

<200°C that is below the temperature where vapours and fumes may form, which can 

be irritating for a respiratory tract.  The softening point of the material is 39-47°C, it is 

handled and stored below its maximum safe handling and storage temperature of 

190°C; significantly below its flash point of 230°C and auto ignition point of >400°C .  It 

is handled in a closed system and solidifies if there is an unforeseen spill or exposure to 

air.  There is no possibility of hazardous reactions under normal processing, it is 

chemically stable and not biodegradable.  Its use at the Boughton facility does not 

present a risk to air, soil/land or water environment.   

 Limestone 0-6mm is stored in a dedicated covered storage bay having three sides and 

a roof.  This protects the material from the weather and wind-whipping which causes 

dust lift.  Storage and management is assessed in the ERA and set out in the site’s 

Management System.  

 Pulverised Fuel Ash or Fly Ash Safety Data Sheet is presented in Appendix C.  It is non-

toxic and environmentally benign.  Fly ash is pre-blended with processed planings 

before being stored in a three sided and roofed bay.  The contained storage and 

handling on site controls potential emissions.  

 Energy, electricity, is used to illuminate the facility.  Energy efficient modern LED bat 

friendly lighting is installed for use during periods of reduced light and for security 

reasons when use is automated by motion sensor with restricted on-time.  Lighting units 

are located to minimise overspill of the boundary.               
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5. Site Layout and Activities Overview 

5.0.1 Boughton Recycling Facility layout plan is shown Drg. 2-EP290-50.  Secured by a 2 

metre plus boundary and a gated entrance, the site will have modern LED bat friendly 

lighting throughout for periods of operation during reduced daylight hours and for 

Health & Safety reasons.  The lights will also operate on motion sensors to perform as 

up to 5 minute on-time security lighting.  The site surface is of concrete or asphalt and 

therefore a road-brush can operate effectively on access routes and trafficked areas. 

The weighbridge is readily accessible being located directly opposite the site entrance. 

5.0.2 A site identification board of durable material and finish shall be displayed at the gated 

entrance, for public information, showing:  

  Name of the site and operating permit number 

 Hours when the site is open 

 Name, address and contact number of the operator 

 The name and contact number of the authorising body: Environment Agency 

03708 506506 (as amended) 

5.0.3 The signs within the site are to be of a material and finish compliant with BS 559:2009 

(as amended).  They are to be maintained in a good state of repair, the wording being 

legible at all times. 

5.0.4 The site will operate as a whole though is made up of two permit areas that 

incorporate: 

 Sealed surface, covered material storage areas of minimum 3-sides and roofed 

 Sealed surface with sealed drainage system processing area 

 Hardstanding for storage and processing of specified waste (inert material) 

5.0.5 Best Available Techniques (BAT) of implementing the Waste Hierarchy and the 

handling of Asphalt Waste Containing Coal Tar (AWCCT) were the principal drivers 

behind the development of Boughton Recycling Facility.  Otherwise landfill destined 

end of life hazardous waste (AWCCT), is converted through a cold process into a 
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reusable material.  RPS 157 and RPS 075 are considered to be a demonstration that 

cold processing is BAT to enable the reuse of AWCCT.       

5.0.6 BAT of the AWCCT handling activity is further demonstrated by the site’s design that 

has an engineered sealed surface and drainage system, material retaining structures 

and a secure boundary and access point.  Additionally, the new cold processing 

equipment conforms to the latest quality, pollution control and energy performance 

standards.  Their respective BAT’s are to prevent accidents and minimise their 

operational consequences.   

5.0.7 Appropriate measures are taken on site to maintain the site, equipment and 

operation’s BAT performance.  These measures inclusive of procedures and 

monitoring are documented in the site’s Management System.    

 Storage 

5.1.1 Specified wastes (inert), received under Transfer Note, and their processed products 

are stored in separate designated heaps on hardstanding.  The site is to operate on a 

rolling material volume basis, with a base stock volume reflective of that necessary to 

service works contracts that are influenced by weather and season.  Maximum 

anticipated storage duration of specified waste is of up to 2 years.  

5.1.2 Hazardous material wastes received under Consignment Note; material suspected to 

be hazardous and, until analysis certificates are held, the untested utility works 

materials; are all stored in the dedicated area with its sealed surface with sealed 

drainage system.  The Management System reviews site hazardous material stock and 

projected contract works related operating volumes on a 6 monthly basis.  This is 

supported by material acceptance terms that seek to balance the receipt of waste and 

provision of bitufoam to clients.   

5.1.3 General waste encountered during material handling will be collated in roll-on roll-off 

skip and dispatched for disposal under its appropriate Duty of Care documentation.   
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 Processing 

5.2.1 On site processing will utilise mobile plant to size reduce and screen aggregate; and 

also recycle reclaimed planings in a cold process to enable their reuse as a subbase or 

waring surface in accordance with national guidelines and standards. 

5.2.2 The mobile crushing and screening units and cold mix plants operated on site can and 

do operate independently.  They operate under held plant specific Local Authority (LA) 

Part B environmental permits that regulate their operation and potential air 

emissions, namely dust. 

5.2.3 Crushing and screening is undertaken in order for the material products to be reused 

or reclaimed.  Planings for instance become a processed product either on-site 

through a cold mix process, which is detailed below, or exported.  The majority of inert 

material is exported as recycled product for civil works use or as a product feed.   

5.2.4 Asphalt used until about the mid 1980’s may contain tar at levels which would classify 

it as hazardous material, labelled Asphalt Waste Containing Coal Tar (AWCCT) and 

having the European Waste Catalogue (EWC) code 17 03 01*bituminous mixtures 

containing coal tar.  This hazardous classification necessitates the development of this 

treatment and transfer facility to handle both inert specified waste and, on a sealed 

surface with a sealed drainage system, hazardous material. 

5.2.5 Crushing and screening can be considered a primary aggregate processing activity on 

site, secondary processing being as feed stock to a cold mix plant.  A cold mix plant, 

which as regards this permit application, is to process both non-hazardous and 

hazardous asphalt.  This diverts hazardous waste from landfill and conserves primary 

aggregate that it substitutes; as well as delivering associated carbon footprint and 

similar environmental benefits.   

5.2.6 A cold mix process treatment of AWCCT avoids the risks associated with treating such 

material in more commonly known hot mix asphalt plants; many of which now 

incorporate inert waste recycled asphalt product (WRAP) as up to typically 30% of 

their feed stock volume. 
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5.2.7 The type of plant utilised to cold treat coal tar bound asphalt is mobile and produces 

a product that has various reference terms including: coldmix, foammix, bitufoam 

and ‘cold recycled bound material’ (CRBM). 

5.2.8 The mixing unit treatment process is classed as a coating of roadstone activity.  It 

employs bitumen emulsion as the binder and for this reason it is categorized as a ‘cold 

mix’ plant. 

5.2.9 Typically road planing’s/scalping’s won from cold milling of existing carriageways, 

runways, footpaths and car parks are recycled as the primary source of aggregate for 

the cold mix process. 

5.2.10 The desired cold mix pre-sized aggregate is mixed with foamed bitumen binder and 

filler, which typically consisting of cement though Pulverised Fuel Ash (PFA) also 

known as fly ash can be used.  This produces the product that for the purpose of this 

application is to be referenced as bitufoam.  The bitufoam can be loaded into wagons 

by conveyor directly from the mixing chamber, for transport to site for laying. 

5.2.11 Bitumen employed in the process will conform to EN12591, or any latter equivalent 

thereof and will be British Standard graded 100/150.  The cement will conform to 

CEM-1 (EN197-1) or any latter equivalent thereof, and the PFA to EN14227-4 or later 

equivalent thereof. 

5.2.12 Mobile cold mixing plants are designed, manufactured and operate to the latest 

standard and certified as BAT.  Such plant, including the used example of a Wirtgen 

KMA220, have auto monitoring and system checks, on-board generator and operator 

cabin from where the entire unit is monitored and production mix is controlled. 

5.2.13 The complete unit of the cold mix plant is mobile, having a self-contained operator’s 

control cabin, it mainly consists of: 

 a mixing chamber fed by two feed hoppers 

 a filter vented cement silo, 

 bitumen silo with integral gas oil burners for heating and maintaining the bitumen 

viscosity 
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5.2.14 Cement/filler silos are typically 40 tonnes capacity with level indicators and filter fitted 

pressure release valves.  The silo is filled via closed coupling link to flow restricted 

delivery road tankers with mounted air compressors.  35 tonne bitumen tanks are 

double skinned with level indicators.  They incorporate burners to keep the bitumen 

warm at a temperature between 165 to 180⁰C and hence viscous for handling.  The 

mobile plant has an integral double skinned tank for the gas oil that fuels the burners.   

5.2.15 The Wirtgen KMA220 feed hoppers, with adjustable flow gates, are loaded by 

mechanical shovel and from here material is transferred via enclosed conveyor to the 

mixing chamber.  Cement is fed through enclosed augers from the respective storage 

silo.  The bitumen is pumped into an injection bar with expansion chambers where it 

foams on forced mixing with injected water.  The foamed bitumen is then applied to 

the aggregate in the mixing chamber, resulting in the cold mix production of bitufoam.  

There is a separate water spray bar at the front of the mixing chamber which allows 

the moisture content of individual mixes to be increased as required. 

5.2.16 Automatic monitoring, alarm and control mechanisms of the plant supervise, meter 

and record all aspects of its operation including filling, mixing and refuelling activities.  

With a 200 tonnes per hour production capacity, a technical specification for a Wirtgen 

KMA220 is presented in Appendix D. 
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5.2.17 Cold Mix Process Flow Diagram 

 

5.2.18 The mobile plant treatment activity generally accords with Process Guidance Note 

3/15(12): Statutory Guidance for Roadstone Coating and Process Guidance Note 

3/16 (12) Statutory Guidance for mobile crushing and screening both dated 

September 2012.  Whilst this guidance is specifically relevant to LA controlled 

activities, it is the most relevant guidance to these treatment activities and hence 

considered appropriate points of reference.  
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5.2.19 The entire treatment processes, associated plant, operation, maintenance and 

management is subject to industry standards, protocols, management systems, 

quality plans, method statements, procedures, inspections and monitoring with 

associated records and audited reviews. 

6. Hydrology and Drainage  

 Flood risk to a site is a combination of the probability and the potential consequences 

of flooding from all sources.  Sources include from the sea, rivers and directly as a 

result of rainfall causing rising groundwater, overwhelmed sewers and drainage 

systems along with water bodies such as lakes, reservoirs and canals. 

 Consultation with the Environment Agency’s ‘Flood mapping for planning’ that shows 

river and sea flooding, identified the Boughton Recycling Facility site as being located 

in Flood Zone 1 and therefore an area with a low probability of flooding.   The site is 

less than a hectare and not known to be affected by other flood sources or be in an 

area with critical drainage. 

 Boughton Recycling Facility is on a historic industrial estate, the site has a long 

established hardstanding surface principally of concrete.  The surface runoff volumes 

and route have been historically established.  There is no history of concerns of 

flooding, even during periods when the site has remained vacant between occupancy. 

  Clean roof water from the covered material storage is captured and drained so as not 

to become site surface water.  The separate, dedicated domestic foul system from the 

site drains direct to public sewer that flows east from the site toward Severn Trent’s 

pumping station; the route is denoted on Drg. 3-EP290-50 Site Drainage Plan. 

 The storage and processing area for specified, inert wastes and products has limited 

fall in any direction, though some fall towards its centre.  Surface water drainage here 

will remain as existing, some retention being afforded by the stored material.  Checks 

undertaken in accordance with the site Management System will monitor for runoff 

impacts; the potential impacts being volume and or deposition of inert sediment 

outwith the boundary.  No impacts are foreseen at present, though any will be 
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rectified and mitigation measures put in place with the aim of preventing any future 

occurrence. 

 On this hazardous waste recycling facility, potentially contaminated waters can arise 

in the site’s processing area.  As regards AWCCT, the hazardous material is coal tar 

which is bound to the aggregate planings.  Particulates of the aggregate to which coal 

tar is bound are, by nature, of increased size and moisture content.  They may however 

become suspended solids in surface water runoff from the processing area following 

periods of heavy rain.  These suspended solids and any oil/fuel which can be associated 

with runoff from road, runway, car park and footpath surfaces and accordingly the 

materials of those surfaces once planed, are captured by the sealed surface and 

drainage system for treatment.  The treatment system design has been specified 

accordingly, through a full retention separator.  Details of this system and its justified 

volume capacities and performance are given below.  The site drainage plan is 

depicted on Drg. 3-EP290-50. 

 A new full construct asphalt surface is to be laid to the 33 x 50 metre processing area, 

with fall direction east – west and south – north directing flow to the northwest.  An 

upstand has been installed along the eastern boundary extent of the processing area, 

a HB2 kerb with finished level 175mm above the laid impervious asphalt surface and 

ramped either side accordingly. 

 A concrete dish drainage channel is to be laid between the processing area and 

abutting storage building, directing surface water flow west to a receiving full 

retention separator with automatic alarm/monitoring system.  Identified ‘T1’ on Drg. 

3-EP290-50.  This is a Class 1 full retention fuel/oil and silt separator that meets the 

Environment Agency’s Pollution Prevention Guide ‘Use and Design of Oil Separators in 

Surface Water Drainage Systems PPG 3; and compliant with BS EN858-1:2002.  

Separator discharge is to drain to a 10,000 litre holding tank installed in series with its 

overflow discharging to existing soakaway west of site boundary.  A SPEL Puraceptor 

P030/I CSC specification full retention fuel/oil, silt separator is to be installed; a 

specification of which is given Appendix E, overview:   

 300 series, nominal size 30 
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 catchment area 1667m² 

 treat full flow generated by a rainfall intensity of 65mm/hr  

 300 litre fuel/oil storage capacity 

 3,000 litre silt storage capacity 

 Overall length 4420mm 

 Overall diameter 1875mm  

 Compliant to BS EN 858-1 providing treated water quality suitable for discharge 

to surface waters. 

 The intended sealed drainage system design and full retention separator is sized to 

handle runoff from 1650 sq m catchment area, accommodating a 1 in 100 year storm 

plus 20% for potential climate change implications.  Surface water runoff values have 

been calculated using the Modified Rational Method, based on rainfall intensity 

generated on rainfall statistics obtained from Wallingford Procedure Volume 4 maps of 

the area. 

Peak Runoff Rate - Modified Rational Method formula: 

Q = 2.78 * Cv * Cr * Ri * A  

Where: 

Q  = flow rate (l/s) 

Cv = Volumetric Runoff Coefficient, figure of 0.75 is used for a fully impermeable 

area 

Cr = Routing Coefficient, taken as 1.3 in accordance with SuDS Manual (CIRIA 

c697) 

Ri = Rainfall intensity (mm/hr), taken at 2, 30 and 100 year +20% return periods 

(see below) 

A = Area (ha), taken as 0.165  

 

Site Rainfall Intensity - Wallington Procedure: 

60 minute, 5 year (M5-60) Rainfall Depth = 20mm (Wallington maps) 

Return Period 60 minute Rainfall Intensity (Wallington growth curves): 
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2 year: M5-60 * 0.93 = 20 * 0.93 = 18.6mm 

30 year: M5-60 * 1.68 = 20 * 1.68 = 33.6mm 

100 year: M5-60 * 2.08 = 20 * 2.08 = 41.6mm + 20% = 49.92mm   

Calculated site peak runoff rates (Q) in litres per second: 

2 year = 8.3 l/s 

30 year= 15 l/s 

100 year + 20% =  22.3 l/s 

These are the current peak run off rates to soakaway from the processing area, the 

considered ‘allowable’ discharge rate. 

 The calculated rainfall 60 minute intensity for the site of 49.9mm for a 100 year plus 

20% event, is well within the separator’s full flow handling capacity of 65mm/hr.  

Corresponding with which, the separators 30 l/s peak flow handling capacity far 

exceeds the site calculated 22.3 l/s during a 100 year storm event plus 20% for climate 

change. 

 Whilst the separator’s discharge rate will not exceed allowable rate, the actual 

discharge rate will be lower as up to 3,000 litres or 3m³ of this clean water could be 

extracted each day from the 10m³ storage tank for process water use.  This sustainable 

practise being to substitute water that would otherwise be drawn from the public 

supply network. 

 The 10,000 litre holding tank has the same dimensions as the intended retention 

separator 4420 x 1800 x 1800mm.  Both separator and tank are to be bedded in 

concrete.  Discharge from the holding tank is via overflow to the existing soakaway 

west of the site boundary that up until occupation for Boughton Recycling Facility, 

accepted the untreated surface water from the wider side area.  

 The site’s new drainage design follows the principals of that which existed on site prior 

to the applicant’s occupation.  Though it treats potentially contaminated waters and 

provides significant attenuation through full retention separator and holding tank. 
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 The impervious surface of the processing area and the site’s drainage system, 

including separator and holding tank functionality, is subject to a regular inspection 

and maintenance regime.  This includes condition surveys, integrity checks and jet 

washing.  

 The surfacing and drainage design ensures there is no discharge of foul or 

contaminated waters from the site to either groundwater or any surface waters, 

whether direct or via soakaway. 

7. Potential Emissions and Control Techniques 

 Vermin, birds and litter are not associated with the proposed operation.  Any litter 

that may find its way onto site will be tidied away during site inspection works as part 

of the Management System.   

 Fumes and odour are not associated with aggregate receipt, storage or handling, 

inclusive of the cold mix treatment.   Fumes and odours are principally associated with 

hot mix treatment.  Since the application is for a cold treatment process, any fumes 

and odour typically associated with a mixing chamber, product or recycled/reclaimed 

asphalt/road planings will be minimal if not negligible.  Therefore, fumes and odour 

have not been considered. 

 Any potential impact of noise emissions from the facility have been extensively 

assessed, inclusive of CadnaA software predictive modelling, as part of the recently 

secured planning permission determination process.  It concluded that worst case 

proposed site operating times and practices would be within national guidance criteria 

and therefore of low impact, insignificant for all identified noise sensitive receptors.  

At this impact level, no adverse effect on health or quality of life will be detected.  

There is no requirement for further mitigation measures on site or to operational 

procedures.  Planning permission was granted on the concluded worst case noise 

levels to be experienced and the position protected by the inclusion of specified noise 

sensitive receptor noise limits in the planning permission Conditions granted March 

2020.  
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 Tar bound material is classed as hazardous, which has necessitated this Bespoke 

hazardous permit application for Boughton Recycling Facility.  There are no known 

leaching risks associated with the handling, storage or processing of specified or 

hazardous AWCCT material on site, and particularly those destined for a cold mix plant 

whether tar bound or otherwise.   

 Current guidance, inclusive of the compliance requirements of the RPS’s and registered 

exemptions under which some AWCCT material is being treated in the UK, necessitate 

a sealed surface and drainage system upon which to treat and store the hazardous 

classified AWCCT.  Accordingly, Boughton Recycling Facility has a dedicated sealed 

surface and drainage area for hazardous material handling; the details of which have 

been set out in the preceding Section of this application supporting document. 

 Viscous bitumen binder is used in the process.  As noted previously and stipulated on 

the Safety Data Sheet, at the temperatures used, it is not considered to present any 

hazard to the environment and specifically soils and water medium.  Any accidental 

spillage can be easily observed and cleaned up, literally lifted once it has solidified. 

 Airborne particulate impacts are generally allied with this type of facility’s transfer and 

treatment activities, namely fugitive particulate releases associated with: 

 Aggregate handling and storage 

 Silo filling,  

 Material transfer, the trafficked routes, and 

 Material processing including cold mixing 

 Heavier particulate dust is typically associated with aggregates.  Methods employed 

to counteract potential dust generation include: 

 Minimising material drop heights; 

 Open aggregate storage heaps are water conditioned as required; 

 Site road sweepers and bowsers are employed; 

 Material loads are sheeted to and from the facility, and 

 Crushing and screening apparatus is fitted with water spray dust suppression. 
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 The mobile processing plants hold individual Local Authority (LA) environmental Part B 

operating permits.  These permits conditionally control operations and the 

management of the associated material heaps.  They address potential emissions to air 

and the prevention of dust deposition and mud outwith the site boundary.  Whilst the 

site activities will be controlled by the planning permission and permit Conditions, 

operators written Management System and subject to Environment Agency 

inspections; the mobile plant undertakings are also inspected by the LA EHO being the 

Part B authorising body. 

 Pre-processed and processed aggregates produced by the mobile crushing and 

screening plants are temporarily stored in designated heaps.  Material 3mm and down 

is pre-conditioned, dust sized mix filler and similar is housed.  Storage heaps are 

profiled to minimise wind-whipping, the potential release of which is also reduced by 

the site layout and boundary design. 

 Silos have filter vents to prevent dust releases.  The vented pressure release valves are 

designed to quickly release any pressure build up during filling.  However, experienced 

tanker drivers avoid unequal pressure issues during silo filling.  Silos are also fitted with 

automatic protection systems and alarms to prevent over-filling or over-pressurization. 

 Minimum particulate release is anticipated from the mobile plant as aggregate and fines 

are handled through enclosed conveyors with belt scrappers.  The crushing and 

screening units have integrated water spray dust suppression systems that bind the 

dust in a dampened product.  Similarly with a cold mix plant, fines are encapsulated in 

the bitufoam. 

 Coal tar is the identified hazardous material associated with the site’s cold mix 

processing activity.  It is bound to the feedstock aggregate, it is not washed off or 

leached out and the risk associated to it becoming airborne adhered to particulate dust 

is insignificant.  Such material by nature has an increased moisture content that reduces 

the potential of dust generation during storage and handling.  Particulates of the 

aggregate to which coal tar is bound, may become suspended solids in surface water 

runoff following periods of heavy rain.  These are captured by the sealed surface and 
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drainage system and then separated out in the water treatment process, which also 

extracts any oils/fuel which is associated with road, runway, car park and footpath 

paving. 

 Fugitive dust releases from plant, travelled surfaces and storage heaps are minimised 

through operating procedures, detailed in the site’s Management System; which 

centres on handling methods, the sprayed application of water and temporary 

cessation of activities where necessary.  Wagons containing potential dusty materials 

during the transport of wastes and products to and from Boughton Recycling Facility 

are sheeted. 

 Emissions from the plant engines and cold mix burners are considered similar to those 

of combustion engines.  In the first instance, commercial standard tested fuel is used.  

The energy-saving diesel engines of the crushing and screening units and cold mix plants 

are in sound-insulating housing; and that of the Wirtgen 220 complies with the US 

Environmental Protection Agency (EPA, Tier III) and the EU (Stage III a).  Mobile plant is 

refuelled by double bunded mobile bowser or road tankers both employing drip trays 

and carrying spill kits, which are all in addition to those held on site by the facility 

operator.  A dedicated spill kit equipment holding station is located near the sites 

weighbridge as shown on the Infrastructure Layout Plan Drg 4-EP290-50.  

 The control mechanisms and management systems on the fugitive and point source 

emissions, are considered to limit them to the extent that they present an insignificant 

and therefore acceptable risk to the environment in accordance with EPR and guidance.  

There will be no adverse effect on health or quality of life. There is nothing to suppose 

any additional specific abatement technologies or monitoring is required.  The 

Emissions Management Plan is presented Appendix F  

 Process procedures, plant inspections, automated monitoring, cleaning and 

maintenance schedules are also employed management tools.  These minimise the 

possible release of pollutants and hence the environmental impact of the transfer and 

treatment activity.  Potential releases and control measures have been further 

considered in the Environmental Risk Appraisal (ERA). 
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 The climate change risk screening score for the facility is <5.  A climate change risk 

assessment is not required as part of the Installation permit application.  However, 

climate change implications have been considered.  Current site layout, operating 

design and dust management measures will address warmer, drier weather condition 

and these management methods will evolve.  The site design and specifically the 

drainage system has been installed to handle a 1 in 100 year storm plus 20% for climate 

change.      

8. Monitoring  

 Site activities generally will be monitored in various ways as part of the site’s 

Management System and operating practices of mobile plant; whether for 

compliance, performance, health & safety or quality assurance to name a few.  

Inspections of the foul drainage system to sewer, seal surface and drainage system 

and the full retention separator as part of the site’s maintenance regime could be 

considered a form of monitoring.  As could the Duty of Care procedure records and 

inspection, including indicative PAK marker checks of materials handled at the facility; 

and the materials and products testing measures. 

 Monitoring of visible emissions from the site and processing will be undertaken on a 

daily basis at the site boundary.  Where there is evidence of potential impact outwith 

the site boundary, operation will be stopped and any identified anomalies rectified 

before operations recommence.  This daily Environmental Check will record weather 

and wind speed and direction along with a note of what plant and processes are active.  

The daily record will include any site condition comments, breakdowns and instigated 

mitigation measures. 

 In addition, the BAT specification of the mobile plant sees them perform full self-

analysis before allowing start-up and whilst continually self-monitoring during 

operation, will instigate auto shutdown in the event that abnormal operating 

conditions are encountered.   
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 At least once a week and following a period of heavy rain, the land immediately 

outwith the site boundary will be inspected for signs of impact from the facility’s 

activities.  Actions will be taken to make good any impacts and where appropriate to 

address potential reoccurrence, mitigation measures added to the site Management 

System and instigated. 

 There are no point source emissions from the facility to air or water and accordingly 

no such point source sampling locations or monitoring.  Compliance with the planning 

Conditioned noise levels at the nearest sensitive receptors is demonstrated by 

monitoring and software modelling.  Performance of the full retention receptor is 

guaranteed by the supplier under inspection and maintenance contract. 

9. Management Techniques  

 Jordan Road Surfacing, the operators, are ISO 14001:2015 Environmental 

Management System and ISO 9001:2015 Quality System registered; copies of the 

Certification of Registration are provided as Appendix G. 

 Jordan’s have a company specific Environmental Policy and management systems with 

objectives, targets, procedures, designated persons of responsibility and reporting, 

training requirements and records employee qualification and certifications. 

 Boughton Recycling Facility is under the management responsibility of an 

appropriately qualified Technically Competent person.  The nominated person who 

holds the relevant WAMITAB qualification 4MTMPA6 is Mr Tom Jordan; a copy of his 

certificate is presented Appendix H. 

 Copies of the Environmental Permits, written Management System, Duty of Care 

documentation, materials testing, maintenance records and inspections including the 

daily environmental check, will all be held on site.  Their contents will be 

communicated to site staff via Tool Box talks, briefings, induction and update training.     

 The site will be operated in accordance with a written Management System, the 

contents page of which is as follows: 
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 Under regular review and updated as and when deemed necessary, the Management 

System addresses the site’s appearance, security, manning, activities, materials 

handling, maintenance, compliance and records.   

 Boughton Recycling Facility’s operations are controlled under March 2020 planning 

permission Conditions.  These stipulate: site opening and operating hours are 24/7; 

operating hours for crushing and screening processes are 07.00-17.00 Monday to 

Friday excluding Public and Bank Holidays.  Operating hours of the cold mix process 

are 06.00-17.00 seven days a week. 
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 The procedure for the receipt of waste on site sees it pass over the facility’s site 

weighbridge on entering.  Here the Duty of Care documentation is checked to ensure 

the transfer details are completed correctly and in full.  Also that waste description 

matches vehicle content, source location and carrier details are correct along with SIC 

number, hierarchy statement completed; and vehicle and driver details are recorded 

prior to weighbridge tickets and tipping instructions being issued.  Recorded 

information includes: 

 Date and time 

 Vehicle registration number 

 Customer name and waste carrier registration number  

 Waste type and origin 

 As relevant, materials testing information 

 Gross and net weight 

 As specifically regards the receipt of hazardous AWCCT, the loads are cross-referenced 

with source project / contract and/or pre-delivery booking details and material test 

results.  If on inspection a load of planings is suspected to be AWCCT, it is PAK or similar 

marker tested to identify potential tar content.  If tar content is indicated, the material 

is quarantined in the hazardous material handling area.  Here it is sampled and its coal 

tar percentage analysed by UKAS accredited laboratory testing.  The materials remain 

in quarantine until classified as hazardous or otherwise.   

 Where on inspection a load is rejected, details are recorded as at paragraph 9.8 above.  

The vehicle is refused entry or the material reloaded to the delivering vehicle and 

redirected to a suitable disposal point.  The Environment Agency shall be informed as 

necessary if the load is suspicious. 
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 Sampling on site and laboratory materials testing is performed to audit check stockpiles 

of source categorised waste, quarantined materials and for classifying products.  

Specified aggregate products are subject to the WRAP (as updated) quality protocol to 

demonstrate material performance and provide certification for future use.  AWCCT 

material is subject to the ADEPT & CDWF Guidance Note (as updated) or future 

replacement guidance thereof.         

 Site receipt of AWCCT is generally pre-booked following its identification.  It is sampled 

at source, typically in-situ and the tar percentage content determined through phenol 

index and PAH(16) testing.  Samples of suspected AWCCT hazardous material that has 

been quarantined before any further handling at the facility and stockpile audit check 

samples are sent for analysis at an accredited laboratory.          

10.   Environmental Risk Assessment (ERA) 

 The materials handled at Boughton Recycling facility are not flammable and therefore 

a Fire Management Plan is not required.  Potential environmental impacts of this type 

of facility are typically associated with dust and contaminated water. 

 Mobile processing units are designed on the principles of Best Available Techniques 

(BAT) incorporating dust suppression and control measures; which coupled with the 

operating practices, Management System, inspection and abnormality action 

measures including temporarily ceasing activities, are considered to adequately 

address the potential dust aspects.  A copy of the Emissions Management Plan is 

presented Appendix F.   

 Implications of climate change are principally increased precipitation.  This would result 

in an increased volume of potentially contaminated surface water runoff from the 

processing area and any associated environmental impact this might have.  The sealed 

surface and drainage system of the hazardous processing area captures and channels 

all its receiving surface water to the installed water treatment facility.  This is a full 

retention suspended solids and oil/fuel contaminants separation system. 
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 The volume handling capacity and flow rate of the separation tank can comfortably 

accommodate a 1 in 100 year storm plus 20% projected increase for climate change.  

Whilst not party to the site’s calculated capability to handle flash flood events and 

increased climate change related flow, the contoured and upstand edged sealed surface 

of the hazardous materials handling area offers holding capacity and flow attenuation 

to the full retention separation tank.  The installed in series 10,000 litre holding tank 

attenuates discharge.  The site’s Infrastructure Layout is depicted on Drg 4-EP290-50.   

 Accident management planning centres on the executed intensification of 

aforementioned mitigation and control measures.  A dedicated spill kit station is located 

near the sites weighbridge, identified Drg 4-290-50 Infrastructure Layout Plan.  This is 

adjacent the site’s Fire Point housing equipment additional to the mobile plant held fire 

extinguishers.  The site has traffic management and unobstructed routes for immediate 

unhindered emergency vehicle assess.     

 The Environmental Risk Assessment (ERA) of Boughton Recycling Facility takes a 

tabulated approach to outline and evaluate the aspects and impacts of its operations, 

and principally those of the mobile plant and materials handling.  Hazardous 

classification of tar bound material has resulted in the need for this Bespoke waste 

Installation permit for the physical treatment of hazardous waste; and this has been the 

principal focus in the ERA.  The ERA was developed from the fundamentals of existing 

Jordan Road Surfacing’s policies and procedures.  Whist undertaking the ERA, reference 

was also made to the relevant previously mentioned Sector and guidance notes 

3/15(12) and 3/16(12). 

 Presented as Appendix I, the tabulated ERA considers the aspects which may interact 

with the environment, the control measures required and the possible or actual impact 

on the environment.  The ERA demonstrates that the site design and operational 

management structure are such that Boughton Recycling Facility is concluded to 

present an insignificant and therefore considered acceptable risk to the environment.            
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11. Non-technical summary 

 This is an Environmental Permitting Regulations 2016 Bespoke permit application for an 

Installation to physically treat hazardous waste at Boughton Recycling Facility, which is 

located on Boughton Industrial Estate North NG22 9LD a former Ministry of Defence 

camp.  The industrial estate has private internal haul roads and a secure gated access 

point to the A6075.  

 The site has a 2 metre plus secure boundary and gated access.  There is an office block, 

weighbridge, sealed surface and drainage to a full retention treatment system.  Site 

surfacing of concrete hardstanding and impervious asphalt provides for the trafficked 

routes, and the storage and processing of non-hazardous and hazardous materials.  

Materials on site are non-flammable and the hazardous material handled is principally 

hazardous classified Asphalt Waste Containing Coal Tar (AWCCT). 

 In March 2020 planning permission was granted for the facility and its activities as 

described in this Installation permit application.  The planning application and 

determination process incorporated, amongst other things, an ecology appraisal 

inclusive of habitat assessment and a detailed noise impact assessment including 

predictive modelling.  Both assessments concluded the respective sensitive receptors 

would not be impacted under the site’s worst case operating scenario.  This planning 

determination position has been protected by planning Conditions that stipulate site 

operating hours, plant type and activity times and maximum noise levels at sensitive 

receptors.   

 The recycling facility will handle various solid state non-hazardous and hazardous 

construction and demolition waste types.  Though, primarily those from the 

construction and refurbishment of roads, runways, footways, car parks and utilities 

works.  Recycling concrete, bricks and aggregates along with road surfacing commonly 

known as asphalt.  Asphalt used until about the mid 1980’s may contain tar at levels 

which would classify it as hazardous.  This hazardous classification necessitates the 

development of this treatment and transfer facility to handle both inert specified waste 
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and hazardous material.  A tabulated list of wastes, their codes and descriptions has 

been provided. 

 The application site consists of two permit area that are bounded by green line on an 

accompanying plan.  Site layout and infrastructure is described along with material 

storage measures and processing, which will be via fully mobile plant.  This plant holds 

individual Local Authority Part B permits, as they also operate on job sites independent 

of the application facility.    

 On-site treatment activities are crushing, screening and cold mix processing to recycle 

and recover materials for civil works use, including to enable reclaimed planings to be 

reused as a subbase or waring surface.  The cold mix process is detailed and depicted in 

a flow diagram.  A flow diagram is also presented for the waste receipt procedure.  The 

appropriately qualified WAMITAB technically competent manager is named and the 

site’s written Management System discussed inclusive of inspections and actions under 

abnormal conditions. 

 Dust and potential contaminated water runoff from the processing area are the two 

principal identified environmental impacts.  Dust control and mitigation measures are 

set out as is the control of potentially contaminated waters, which are retained by 

sealed surface and drainage system to a full retention separation treatment facility.  A 

10,000 litre clean water holding tank has been installed in series to this.  The handling 

volume and flow rate of the drainage design is to accommodate a 1 in 100 year storm 

plus 20% for climate change risk; the calculations thereof have been shown. 

 As the aggregate materials handled at the facility are not flammable, no Fire Plan is 

required or accordingly submitted as part of the permit application.  Climate change 

risk has been accounted for and an Environmental Risk Assessment presented in 

tabulated format.  In accordance with the permit application guidance, an Emissions 

Management Plan has also been presented.   

 The proposed development, its operation and management are concluded to present 

an insignificant impact risk to the local and wider environment.  At this impact level, no 

adverse effect on the environment, health or quality of life will be detected.     


