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Glossary of Terms 

Term  Definition  

Air quality objective Policy target generally expressed as a maximum ambient concentration to be achieved, 

either without exception or with a permitted number of exceedances within a specific 

timescale (see also air quality standard).  

Air quality standard  The concentrations of pollutants in the atmosphere which can broadly be taken to achieve 

a certain level of environmental quality. The standards are based on the assessment of the 

effects of each pollutant on human health including the effects on sensitive sub groups (see 

also air quality objective).  

Ambient air  Outdoor air in the troposphere, excluding workplace air.  

Annual mean  The average (mean) of the concentrations measured for each pollutant for one year. Usually 

this is for a calendar year, but some species are reported for the period April to March, 

known as a pollution year. This period avoids splitting winter season between 2 years, which 

is useful for pollutants that have higher concentrations during the winter months.  

AQMA Air Quality Management Area.  

BTEX BTEX is an acronym that stands for benzene, toluene, ethylbenzene, and xylenes.[1] These 

compounds are some of the volatile organic compounds (VOCs) found in petroleum 

derivatives such as petrol (gasoline). Toluene, ethylbenzene, and xylenes have harmful 

effects on the central nervous system.  

By-product A by-product is a secondary product derived from a manufacturing process or chemical 

reaction. It is not the primary product or service being produced.  

CHP Combined Heat and Power Plant (CHP) integrates the production of usable heat and power 

(electricity), in one single, highly efficient process.  

DEFRA Department for Environment, Food and Rural Affairs.  

Dioxin Dioxins and dioxin-like compounds, a diverse range of chemical compounds which are 

known to exhibit “dioxin-like” toxicity.  

In chemistry, a dioxin is a heterocyclic 6-membered ring, where 2 carbon atoms have been 

replaced by oxygen atoms. 

Eutrophication  
 

Eutrophication or more precisely hypertrophication, is the ecosystem response to the 

addition of artificial or natural substances, such as nitrates and phosphates, through 

fertilisers or sewage, to an aquatic system  

Exceedance  
 

A period of time where the concentrations of a pollutant is greater than, or equal to, the 

appropriate air quality standard.  

Fugitive emissions  Emissions arising from the passage of vehicles that do not arise from the exhaust system.  

ISO14001  
 

ISO 14000 is a family of standards related to environmental management that exists to help 

organizations (a) minimize how their operations (processes etc.) negatively affect the 

environment (i.e. cause adverse changes to air, water, or land); (b) comply with applicable 

laws, regulations, and other environmentally oriented requirements, and (c) continually 

improve in the above.  

LAQM  Local Air Quality Management.  

NO Nitrogen monoxide, a.k.a. nitric oxide.  
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NO2  Nitrogen dioxide.  

NOx  Nitrogen oxides.  

O3  Ozone.  

PAH  
 

Polycyclic aromatic hydrocarbons (PAHs), also known as poly-aromatic hydrocarbons or 

polynuclear aromatic hydrocarbons, are potent atmospheric pollutants that consist of fused 

aromatic rings and do not contain heteroatoms or carry substituents. Naphthalene is the 

simplest example of a PAH. PAHs occur in oil, coal, and tar deposits, and are produced as 

by-products of fuel burning (whether fossil fuel or biomass).  
 

As a pollutant, they are of concern because some compounds have been identified as 

carcinogenic, mutagenic, and teratogenic.  

Percentile  The percentage of results below a given value.  

PLC  A Programmable Logic Controller, PLC or Programmable Controller is a digital computer 

used for automation of electromechanical processes, such as control of machinery. 

PM10  Particulate matter with an aerodynamic diameter of less than 10 micrometres.  

PPB parts per billion  
 

The concentration of a pollutant in the air in terms of volume ratio. A concentration of 1 
ppb means that for every billion (109) units of air, there is one unit of pollutant present.  

PPM parts per 

million  

The concentration of a pollutant in the air in terms of volume ratio. A concentration of 1 

ppm means that for every billion (106) units of air, there is one unit of pollutant present. 

Ratification 
(Monitoring)  

 

Involves a critical review of all information relating to a data set, in order to amend or reject 

the data. When the data have been ratified they represent the final data to be used (see 

also validation).  

ROC  Renewable Obligation Certificates  

SCADA  
 

SCADA (supervisory control and data acquisition) is a type of industrial control system (ICS). 

Industrial control systems are computer controlled systems that monitor and control 

industrial processes.  

TDS Total Dissolved Solids 

μg/m3 micrograms 
per cubic metre  
 

A measure of concentration in terms of mass per unit volume. A concentration of 1ug/m3 

means that one cubic metre of air contains one microgram (millionth of a gram) of 

pollutant.  

UKAS  United Kingdom Accreditation Service.  

Uncertainty  
 

A measure, associated with the result of a measurement, which characterizes the range of 

values within which the true value is expected to lie. Uncertainty is usually expressed as the 

range within which the true value is expected to lie with a 95% probability, where standard 

statistical and other procedures have been used to evaluate this figure. Uncertainty is more 

clearly defined than the closely related parameter 'accuracy', and has replaced it on recent 

European legislation.  

Validation 
(modelling)  
 

Refers to the general comparison of modelled results against monitoring data carried out 

by model developers.  

Validation 
(monitoring)  
 

Screening monitoring data by visual examination to check for spurious and unusual 

measurements (see also ratification).  
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NON TECHNICAL SUMMARY 
 

Navara Oat Milling Ltd (the ‘Applicant’ or the ‘Operator’) is making a New Bespoke Installation Permit 

Application for the proposed operation of their newly constructed cereal (oat) processing facility and 

associated boiler plant at the Northants APC site, Rushton Road, Kettering.  

The proposed Installation is located on land within the Northants APC site, Rushton Road, Kettering, 

Northamptonshire, NN14 1FL (Grid Reference: SP 86748 83573). The on site Camgrain facility comprises 

multiple storage options such as silos and bays for harvested product, but no waste processing and therefore 

it falls outside of the scope of the EPR16. The new cereal processing facility forming the subject of this permit 

application will comprise the new processing building and permit boundary, and the existing stores and 

drying plant will remain outside the scope of the permit and therefore will not be considered further within 

this application. 

The proposed development comprises a cereal processing facility which will process up to 744 tonnes per 

day of raw oat grains to produce approximately 476 tonnes per day of flaked cereals and cereal based flours 

as ingredients for further processing into the human food chain. Approximately 260 tonnes per day of by-

products will be pelletised and delivered primarily into the animal feed chain. 

Two 4 MWth natural gas fired boilers will provide the new facility with all its heat and steam requirements. 

The overall thermal capacity of the boiler plant will be 8 MWth (2 x 4MWth) and therefore they will be 

permitted as new Medium Combustion Plant but will fall below the Part B Environmental Permitting 

threshold of 20MWth currently defined within the EPR16. As the boilers will not generate electricity, they 

will not fall under the scope of Specified Generator Controls (Schedule 25B EPR16). 

The boilers will generate 8,200kg/h steam to meet the demands of the plant at full capacity and will have an 

appropriate condensate return system to feed back to the hot-well tank for water efficiency. The boilers will 

also be appropriately designed to offer excess capacity for peak demands at the plant and to improve gas 

consumption by running at 70-80% of full load at full production. 

The cereal processing facility will be permitted by the Environment Agency as an Installation in accordance 

with the EPR16. 

General Overview 

Cereal Processing 

All raw cereals to be processed by the facility will be stored within the neighbouring Camgrain facility. 

Camgrain are responsible for the safe storage of the grains and the transfer to Navara in conveyed batches 

from the Camgrain feed silo.  

The raw oat grains will be steam-cleaned to remove the harvest and storage debris before being processed 

by removing the husk from the oat (hulling) to produce ‘groat’. The groat is then hydrothermically stabilised 

in two kilns to denaturise the enzyme activity that would otherwise cause the groat to go rancid. The treated 

groats are then graded by size and colour to provide the raw materials for flaking / grinding into a final 
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product. 

Steam is then reapplied to soften the groats which are then rolled to produce cereal flakes. The flakes are 

then cooled and dried ready to be packed. Depending on the end customer requirements, the groats / flakes 

can also be ground to produce cereal flours and brans. 

The finished ingredients will be packaged and stored ready for distribution to the end customer supply 

chains. 

Pelletising Plant 

Each element of the process will be aspirated, generally through the use of reverse jet filters. Approximately 

17 filter fan units will be installed. These filters will ensure that all machinery and containing silos are 

maintained under negative pressure, providing enough aspiration to maintain the efficient running of the 

individual machines and to remove, and safely contain, any dust and particulates generated within the 

process. 

Dust removed by the filters and husks from the initial processing stage are collected and put through the 

pelletising plant ready for off-site transfer to be used as animal feed or as biomass for combustion plant. 

Combustion Plant 

The principle components of the combustion plant comprise the following: 

• Natural Gas Pipeline: The wider site has an existing gas connection to the National Transmission 

System but a new pipeline will be installed to pipe natural gas to the new boilers. 

• Combustion: Two Byworth YSX 6000IE LN 4 MWth boilers firing on natural gas will produce steam 

for use in the cereal processing facility (hydrothermal treatment and flaking systems). The boilers 

will each have a flue venting through a 13 m (from ground level) high stack. 

Site Drainage 

The site waste water is categorised into three streams each with a separate treatment philosophy: 

• Domestic / Amenities – All collected and treated in a Bio Disc Klargester before discharge to the 

Camgrain drainage system via W1; 

• Process / Industrial consisting of kiln high solids concentrate, kiln low solids concentrate, and jet 

wash – Treated by Heat Exchanger and Fin Fan Blast Chiller, separate Bio Disc Klargester, Final 

Settlement Tank and draining to the Camgrain system via W1; and 

• Surface Water Drainage consisting of site surface water run-off, boiler blowdown, boiler water 

softener, boiler emptying, and air receivers – Treated by Hydrodynamic Vortex Separator (to 

remove settleable solids, oils, and floatables), Bypass Oil Interceptor, and draining to the Camgrain 

system via W2. 

The Camgrain drainage system consists of a dry ditch which flows into an infiltration basin to the southeast 

of the site. The discharge will release to land along this dry ditch and basin. 
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Emissions to Air 

The Installation has a two-flued 13m stack with each boiler having its own flue (A1 and A2) for the boiler 

exhausts. 

Each dust filter has its own vent (A3 – A19) which will emit to atmosphere.  

All emissions to atmosphere are comfortably within the stipulated Emission Limit Values (ELVs) for MCPD 

activities for the boilers and BAT for the filters. 

The air emissions from the proposed development have been modelled using AERMOD atmospheric 

dispersion modelling software. The air quality assessment (Annex D) considers the air impact to all identified 

residential receptors. 

It is the conclusion of the modelling that the proposed operation is unlikely to have a significant impact at 

any of the receptor locations examined and is unlikely to have a significant impact on the environment. 

Odour 

Due to the design of the building structure, the fully enclosed processing activities and the nature of the 

activities, there is very little potential for offsite odour emissions and impacts to arise from this part of the 

process. 

The entire process will be contained within a building which is designed to operate under a slight negative 

pressure to ensure any odours are drawn through the odour management system, resulting in there being 

very little potential for offsite odour emissions from this process on site. 

Therefore, a standalone Odour Management Plan has been deemed not necessary for the proposed 

operation. 

Emissions to Surface Waters 

There will be no direct process emissions to surface waters arising from the Installation. 

Emissions to Land 

There will be a direct process emission to land and waters (groundwater via ground) arising from the 

Installation. All site drainage (see above) eventually drains into the wider Camgrain site drainage system 

(W1) which ultimately drains into an infiltration basin and discharges to ground. 

A groundwater risk assessment (Annex C2) concludes that the proposed operation is unlikely to have a 

significant impact on groundwater and risks to sensitive receptors are low. 

Noise 

A noise impact assessment (Annex E) was commissioned and concluded there will be no significant noise 

impacts to nearby sensitive receptors from the proposed activities. 
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1. INTRODUCTION 

This document has been prepared on behalf Navara Oat Milling Ltd (‘NOM’ or the ‘Applicant’ hereafter) by 

Sol Environment Ltd and provides supporting evidence as required by Environmental Permit Application 

Forms B2 and B3 issued by the Environment Agency (EA).  

The Applicant is making this application for a Bespoke Part A(1) Installation Permit Application under The 

Environmental Permitting (England and Wales) Regulations 2016 (as amended) (‘EPR16’) for the proposed 

operation of a cereal (oat) processing facility at the Northants APC site, Rushton Road, Kettering.  

The proposed Installation is located on land within the Northants APC site, Rushton Road, Kettering, 

Northamptonshire, NN14 1FL (Grid Reference: SP 86748 83573). The current Camgrain facility comprises 

multiple storage options such as silos and bays for harvested product, but no waste processing and 

therefore it falls outside of the scope of the EPR16. The new cereal processing facility forming the subject 

of this permit application will comprise the new processing building and permit boundary, and the existing 

stores and drying plant will remain outside the scope of the permit and therefore will not be considered 

further within this application. 

The proposed development comprises a cereal processing facility which will process raw oat grains to 

produce flaked cereals and cereal based flours as ingredients for further processing into the human food 

chain. By-products will be pelletised and delivered primarily into the animal feed chain. Two 4 MWth natural 

gas fired boilers will provide the new facility with all its heat and steam requirements.   

The boilers are designed to combust natural gas to produce steam for use in the cereal processing facility. 

The overall thermal capacity of the boiler plant will be 8 MWth (2 x 4MWth) and therefore they will be 

permitted as new Medium Combustion Plant but will fall below the Part B Environmental Permitting 

threshold of 20MWth currently defined within the EPR16. As the boilers will not generate electricity, they 

will not fall under the scope of Specified Generator Controls (Schedule 25B EPR16). 

The new cereal processing facility has been designed to process up to approximately 744 tonnes per day of 

raw oats. The facility has the potential capacity to produce up to approximately 476 tonnes per day of cereal 

products for the food industry and up to approximately 260 tonnes per day of pelletised solid animal feeds 

for the agricultural sector (approximately 1.15% of incoming raw feedstock comprises contaminants that 

need to be removed and disposed of such as stones, vermin, etc.).  

The boilers will generate 8,200kg/h steam to meet the demands of the plant at full capacity and will have 

an appropriate condensate return system to feed back to the hot-well tank for water efficiency. The boilers 

will also be appropriately designed to offer excess capacity for peak demands at the plant and to improve 

gas consumption by running at 70-80% of full load at full production. 

The cereal processing facility will be permitted by the Environment Agency as an Installation in accordance 

with the EPR16. 
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The proposed process meets the definition of an Installation as defined by Section 6.8 ‘The Treatment of 

Animal and Vegetable Matter and Food Industries’ paragraph A(1)(d) namely: 

‘Treatment and processing, other than exclusively packaging, of the following raw materials, whether 

previously processed or unprocessed, intended for the production of food or feed (where the weight of the 

finished product excludes packaging)— 

(ii) only vegetable raw materials with a finished product production capacity greater than 300 tonnes per 

day or 600 tonnes per day where the installation operates for a period of no more than 90 consecutive days 

in any year.’ 

The natural gas fired boilers are new Medium Combustion Plants under Schedule 25A EPR16 and considered 

a directly associated activity of the cereal processing facility. A directly associated activity is defined in the 

ERP16 as an operation which: 

• Has a technical connection with the activity; 

• Is carried out on the same site as the activity; and 

• Could have an effect on pollution.  

The facility will be permitted by the Environment Agency as a Section 6.8 Part A(1)(d)(ii) Installation with 

Schedule 25A Medium Combustion Plants and will be operated in accordance with the EPR16. 

The remainder of this application support document is structured accordingly: 

• Section 2: Provides a detailed planning history of the site and associated activities; 

• Section 3: Provides specific details associated with the New Bespoke Installation Permit 

Application; 

• Section 4: Provides specific nature and detailed description of the emissions to air, 

water emissions and waste associated with the Installation; 

• Section 5: Provides details of all environmental monitoring associated with the 

Installation; 

• Section 6: Provides information on the energy efficiency of the activities carried out on 

site; 

• Section 7: Provides an Environmental Impact and Assessment of the Installation; 

• Section 8: Provides a BAT Assessment of the Installation. 
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All technical appendices associated with the Installation Permit Application are included and comprise the 

following: 

• Annex A:  Figures; 

• Annex B: Technical Data; 

• Annex C: Environmental Risk Assessment; 

• Annex D: Air Quality Assessment; 

• Annex E: Noise Assessment; 

• Annex F:  Environmental Management System Summary; 

• Annex G: Dust Management Plan; 

• Annex H: Accident Management Plan; 

• Annex I: Site Condition Report; and 

• Annex J: Directors Information. 

The location of the Installation is provided overleaf in Figure 1.1. 

The installation site layout is provided in Figure 1.2. 

For the internal building layout and process areas please see Annex A2 – Building  Layout.
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Figure 1.1: Site location 

Site Location 
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Figure 1.2: Site plan showing the installation 

boundary and emissions points. 
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2. PLANNING STATUS 

Planning for the new cereal processing facility was made on 21st December 2021 to North 

Northamptonshire Council and the planning application was successfully granted on 30th June 2021. 

Subsequent applications were made relating to discharging planning conditions and these were granted on 

either 26th November 2021 or 1st December 2021. 

The details pertaining to all known planning permissions are provided in Table 2.1 below. 

Table 2.1: Planning History 

Reference  Description Status Date 

Granted 

AOC/0871/2008 Condition No. 12 (Fire Hydrants) of KET/2020/0871 Granted 01/12/2021 

AOC/0871/2007 Condition No. 10 (Construction and Ecological Management 

Plan) of KET/2020/0871 

Granted 01/12/2021 

AOC/0871/2006 Condition No. 13 (Construction Management Plan) of 

KET/2020/0871 

Granted 01/12/2021 

AOC/0871/2005 Condition No. 19 (maintenance schedule for surface water 

drainage) of KET/2020/0871 

Granted 01/12/2021 

AOC/0871/2004 Condition No. 14 (surface water treatment) of KET/2020/0871 Granted 01/12/2021 

AOC/0871/2003 Condition No. 7 (boundary treatment), 8 (landscape 

management plan) and 18 (planting) of KET/2020/0871 

Granted 26/11/2021 

AOC/0871/2002 Condition No. 5 (floor levels) of KET/2020/0871 Granted 26/11/2021 

AOC/0871/2001 Condition No. 4 (materials) of KET/2020/0871 Granted 26/11/2021 

KET/2020/0871 Erection of cereal processing plant, conveyors, silos and ancillary 

structures and car park with associated landscaping and 

infrastructure  

Granted 30/06/2021 
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3. PROPOSE ACTIVITIES 

3.1 Type of Permit 

Navara Oat Milling Ltd is making an application for a Bespoke Installation Permit for the proposed operation 

of a cereal (oat) processing facility and directly associated (and Medium Combustion Plant) boiler plant at 

the Northants APC site, Rushton Road, Kettering. 

The cereal processing facility has been designed to process up to approximately 744 tonnes per day of raw 

oats and the boilers have been designed to combust approximately 416 Nm3/h (at 100% load) of natural 

gas in each 4 MWth boiler (X 2). 

The proposed cereal processing process meets the definition of an Installation as defined by Section 6.8 

Part A(1)(d) Treatment and processing, other than exclusively packaging, of the following raw materials, 

whether previously processed or unprocessed, intended for the production of food or feed (where the weight 

of the finished product excludes packaging) – 

(ii) ‘’only vegetable raw materials with a finished product production capacity greater than 300 tonnes per 

day or 600 tonnes per day where the installation operates for a period of no more than 90 consecutive days 

in any year”.  

The boiler plant is a directly associated activity of the cereal processing activities and meets the definition 

of an Activity as defined by the EPR2016 Schedule 25A as ‘new Medium Combustion Plant’. 

The Installation has been designed to accept raw oat grain in accordance with stringent acceptance 

procedures and agreed specification. 

The applicant is making an application for an Environmental Permit to carry out the following listed 

activities: 

Table 3.1: Site Activities 

Activity 

Reference 

Activity listed in EP 

Regulations 2016 

Description of Specified Activity Limits of Specified Activity 

A1 Section 6.8 ‘The 

Treatment of 

Animal and 

Vegetable Matter 

and Food Industries’ 

paragraph A(1)(d) 

‘Treatment and processing, other than 

exclusively packaging, of the following raw 

materials, whether previously processed or 

unprocessed, intended for the production of 

food or feed (where the weight of the 

finished product excludes packaging)— 

(ii) only vegetable raw materials with a 

finished product production capacity greater 

than 300 tonnes per day or 600 tonnes per 

day where the installation operates for a 

period of no more than 90 consecutive days 

in any year.’ 

The reception and 

processing of oat grains to 

produce oat products for 

human consumption and 

animal feed. 
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Directly Associated Activities 

A2 Schedule 25A 

Medium 

Combustion Plant  

Two natural gas fired combined heat and 

power plants with a rated thermal input of 4 

MWth each. 

Combustion of natural gas 

to produce steam for use in 

the cereal processing 

facility. 

A3 Effluent treatment D8 biological treatment of waste waters 

D6 release of treated effluents into water 

body 

Biological treatment of 

process water and foul 

sewage in two separate Bio 

Disk Klargesters prior to 

discharge to the Camgrain 

drainage system, releasing 

to ground via discharge 

point W1. 

 

The technical guidance notes used in the preparation of this application document are: 

• EA Developing a management system; 

• EA Controlling and monitoring emissions;  

• EA Risk assessments for your environmental permit; and 

• EU BREF for the food, drink and milk industries. 

3.2 Installation Boundary 

All proposed operations of cereal processing facility will be contained within the site ownership boundary. 

A figure showing the proposed building configuration and Installation Boundary has been provided in 

Section 1, Figure 1.2. 

A Site Condition Report that provides a baseline conceptual model for the site has been completed and 

included within Annex I of this application. 

The Site Condition Report does not indicate that the existing site presents either a significant contamination 

risk, or does it identify any aspect of the new Installation that presents a potential risk to the environment. 

All aspects of the new Installation have been designed in accordance with the Environment Agency’s 

Pollution Prevention for Business and Oil Storage Regulations for Business Guidance. 

3.3 Infrastructure and Design 

The Installation is to be constructed in its entirety including all drainage, foundation works, steel structure 

and structural slabs, intermediate floors, stairs, external clad walls, roof system, glazing, and external doors. 

The facility will consist of the following: 
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• A cereal processing plant building – housing processing tower, product bins, production and 

packaging, pelletising plant, pellet bins (3 x 40 t), flour and bulk product outloading silos (3 x 30 t); 

offal bins, warehouse and loading area, workshop, offices and welfare facilities;  

• Cereal processing building ventilation and dust filters; 

• New conveyors linking the cereal processing plant to the existing grain storage facility (adjacent);  

• Two Byworth YSX 6000IE LN 4 MWth natural gas fired boilers located in the north end of the cereal 

processing plant building; 

• Stack (13m high from ground level) – this two-flued stack transports the exhaust from the boilers 

to discharge to atmosphere; 

• Chemicals store – bunded area located in the workshop part of the cereal processing building to 

house small volumes of boiler water treatment chemicals and maintenance oils for plant; 

• Grain Conveyor connection – grain from the adjacent Camgrain storage facility will be transported 

by enclosed overhead conveyor (outwith permit) to the cereal processing building; 

• A control system to provide automated operation of the plant; and 

• Drainage system including; 

o Process water: Heat Exchanger and Fin Fan Blast Chiller, Bio Disc Klargester, Final 

Settlement Tank and draining into the Camgrain site drainage system; 

o Surface water: Hydrodynamic Vortex Separator (to remove settleable solids, oils, and 

floatables), Bypass Oil Interceptor and draining into the Camgrain system; and 

o Domestic foul sewage: Separate Bio Disc Klargester and draining into the Camgrain system. 

3.3.1 Site Drainage 

The site waste water is categorised into three streams each with a separate treatment philosophy: 

• Domestic / Amenities; 

• Process / Industrial – treated by the Klargester biological digester: 

a. Kiln high solids condensate; 

b. Kiln low solids condensate; and 

c. Jet wash. 

• Surface Water Drainage – collected and transferred to the Camgrain drainage system: 

a. Site surface water i.e. roofs and hardstanding; 

b. Boiler blowdown; 

c. Boiler water softener; 
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d. Boiler emptying; 

e. Air receivers.  

As detailed above, there are four main streams of process effluents produced from the site’s process 

activities: kiln condensate with high solids, kiln condensate with low solids, jet wash waters, and boiler 

blowdown / emptying waters. 

The kiln high solids and low solids condensate will be cooled (from 57°C to max. 35°C) using a tubular Heat 

Exchanger to be cooled with boiler feed water (with preheated water returned to the hotwell) and then 

further cooled (where temperature requires) in a Fin Fan Blast Chiller. The cooled effluent is then 

biologically treated in a Bio Disc Klargester prior to final settlement and drains into the wider Camgrain site 

drainage system via discharge point W1. There will be a three-way by-pass option to an IBC to be used for 

start-up and shut down. 

A small amount of effluent will be produced from the jet washing of production screens. This effluent will 

also be treated in this Klargester as described above.  

Further data on actual volumes and make up of this process water stream are required and therefore a 

start-up solution for commissioning which collects this wastewater in IBCs and tankers off-site will be 

implemented initially. The final design can then be developed once the plant is commissioned. It should be 

noted the Klargester has been designed to accommodate the entire flow of the kiln high and low solids 

condensate. 

Uncontaminated surface water run-off from external hard standing and roof top areas are piped via a 

Hydrodynamic Vortex Separator (to remove settleable solids, oils, and floatables from surface water from 

hard paved yards) and a Bypass Oil Interceptor (to remove any hydrocarbons from the surface water from 

hard paved car park and access road areas) and discharged via a separate discharge point (W2) but into the 

same dry ditch as part of the Camgrain drainage system. 

Boiler blowdown and emptying waters are cooled with boiler make up water via a heat exchanger and then 

drain to the same surface water discharge point (W2). 

Foul drainage from the office / welfare facilities will be treated via a separate onsite package treatment 

plant (also Klargester Bio Disc), and discharged with the treated process effluent via discharge point 

W1 as described above. 

Any spillages, leaks or incidents arising on site will be effectively contained and captured in accordance with 

the sites spill response procedure. 

All bunds and tanks are checked periodically and in the unlikely event of spillage or leak these would be 

pumped out and disposed of offsite. 

In the event of a fire, all potentially contaminated firewater will be contained within the surface water 

drainage system. No potentially contaminated fire water would be released off site, all fire water would 

be removed off site via tankers. 
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3.3.2 Tanks and Bunds 

All storage tanks are installed with secondary containment and in acknowledgement of the prevailing 

standards and guidance requirements, where relevant: 

• Oil storage regulations for businesses, Environment Agency, 2015; 

• Oil Storage Regulations Guidance, Environment Agency and DEFRA 2016; 

• Pollution prevention for businesses, Environment Agency and DEFRA 2019; 

• CIRIA C598: Chemical storage tank systems – Good practice;  

• CIRIA C736: Design of containment systems for the prevention of pollution;  

The plant has been designed in accordance with DSEAR requirements and meets all UK / HSE regulations. 

Any spillages, leaks or incidents arising within the process areas will be effectively contained and captured 

within the footprint of the building or contained within the tank bunds.  

All raw materials associated with the processes are detailed within Table 3.3 ‘Raw Materials’. 

3.3.3 Roadways and External Areas 

A comprehensive one way (clockwise) roadway system has been designed to give safe access to the all areas 

of the site. 

Separate segregated pedestrian walkways have been provided to allow for safe access and egress of all 

personnel at site. A separate car parking area for the wider Camgrain site is located to the north of the 

installation. 

3.4 Description of the Process 

The Applicant has designed a high efficiency cereal processing facility that utilises heat (steam) generated 

by two new boilers. 

The principle components of the cereal processing facility comprise the following: 

• Grain Storage: The majority of the grain to be processed by the cereal processing facility will be 

stored within the neighbouring Camgrain facility (outwith permit boundary) which has been 

extended to create space for the additional storage. Camgrain are responsible for the safe storage 

of the grain and the grain is transferred to the cereal processing facility in batches from the 

dedicated Camgrain seed silo. A proportion of the grain required for the cereal processing facility 

will also be brought in from off-site, emptied into reception pits that will transfer it to the same 

dedicated feed silo. 

• Grain Cleaning: the raw oat grains will be cleaned to remove the harvest and storage debris (straw, 

stones, dust, unrelated seeds etc). 
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• Processing: the raw oat grains will be processed to remove the husk from the oat (hulling) to 

produce ‘groat’. 

• Building ventilation and dust filters: Each element of the process will be aspirated, generally 

through the use of reverse jet filters. 17 filter fan units will be installed. These filters will ensure 

that all machinery and containing silos are maintained under negative pressure, providing enough 

aspiration to maintain the efficient running of the individual machines and to remove, and safely 

contain, any dust and particulates generated within the process.  

• Stabilisation Treatment: This involves the hydrothermic stabilisation of the groat in two kilns, to 

denaturise the enzyme activity that would otherwise cause the groat to go rancid. This is a required 

step to ensure that the end customers can indicate a shelf life on the finished goods. Hydrothermic 

treatment allows for a shelf life of up to 18 months.  

• Grading: the treated groats are then graded by size and colour to provide the raw materials for 

flaking / grinding into a final product. 

• Flaking / Grinding: the reapplication of steam is used to soften the groats which are then rolled to 

produce cereal flakes. The flakes are then cooled and dried ready to be packed. Depending on the 

end customer requirements, the groats / flakes can also be ground to produce cereal flours and 

brans. 

• Packaging and Warehousing: the finished ingredients will be packaged in either: bulk tankers, 25kg 

kraft paper sacks, bulk bags or bulk grain trailers and stored ready for distribution to the end 

customer supply chains. 

In addition, the by-products from the cereal processing facility will be further processed by: 

• Pelletisation: the husk removed from the initial processing stage of the raw oat grains, will be 

pelletised ready for off-site transfer to be used as animal feed or as biomass for combustion plant. 

The principle components of the combustion plant comprise the following: 

• Natural Gas Pipeline: The wider site has an existing gas connection to the National Transmission 

System but a new pipeline will be installed to pipe natural gas to the new boilers. 

• Combustion: Two Byworth YSX 6000IE LN 4 MWth boilers firing on natural gas will produce steam 

for use in the cereal processing facility (hydrothermal treatment and flaking systems). The boilers 

will each have a flue venting through a 13 m (from ground level) high stack.   

More detailed equipment specifications have been included within Section 3. A simplified process 

layout is provided in Figure 3.1 below. 
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Figure 3.1: Simplified Cereal Processing Process Schematic
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3.4.1 Raw Materials 

Boiler Fuel 

The boiler plant will combust a maximum of 417 m3/hr of natural gas. The incoming natural gas will be 

sourced from the National Transmission Grid. 

Grain Process Feedstock 

The cereal processing facility has been designed to process approximately 744 tonnes per day of oat grain. 

The grain will be delivered directly to the processing building from the neighbouring Camgrain Ltd Grain 

Store (and for off-site transfers, from the neighbouring Camgrain reception pits) via covered overhead 

sealed conveyors. The raw material specification for the cereal processing facility is based on the Milling 

Oat contracts available in the UK. 

Please refer to the standard milling oat parameters provided in Table 3.2 below. 

Table 3.2: Standard Oat Milling Parameters 

Parameter Schule International Intake 

Specifications 

UK Milling Standard 

Bushel weight (kg/hl) 56 50 min. 

Moisture 12 +/- 1 15 max. 

Screenings (2mm sieve)(%) 2 (inc. max. 1 light) 5 max. 

Grain Admixture (%) - 2 

Grain Admixture (%) - No more than 1 of same grain 

Black seeds (inc. OSR) - Max. 10 in 100g 

Black tips / discoloured  - Max. 50 in 100g + taste test 

approval 

Naked oats - Max. 5 

Stubs (%) Approx. (max) 10 - 

Cleaned oats (%) Approx.. 88 - 

Raw oats kernel thickness (%) 90 over 2mm (2mm hand sieve slotted 

holes) 

- 

Double grain (%) Approx. 0.5 - 
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Process Consumables 

Table 3.3: Raw Materials Summary 

Material Nature of storage (all figures approx. assuming 24/7 operation) Location Fate 

Cereal Processing Facility 

Oats Stored in the adjacent & separately run Grain Store facility and 

transported onsite via conveyor directly into processing when 

required 

Off site Processed to produce commodity products  

Water Used within the process 

13.27m3/ day  

Plus 3.75m3/day for site amenities 

Maximum 6,212.3 m3/annum 

External – piped in 

from mains 

Used within the pellet press, water dosing 

kiln and jet washing – 70% condensate 

returned, remaining effluents treated 

(Klargester) and discharged to ground 

Boiler Plant 

Natural Gas Fuel used to generate steam for the Cereal Processing Plant   

Approximately 19,952.64 m3 per day 

External - piped in 

from the National 

Transmission Grid 

Consumed within boiler plant - exhaust gases 

to atmosphere through stack 

Water  Used within the process 

60.48m3 / day boiler steam 

14.40m3 / day boiler blowdown 

14.40m3 / day boiler blowdown cooling 

Maximum 32587.20 m3/annum 

External – piped in 

from mains 

Used to create steam for the Cereal 

Processing Plant, with some lost to 

blowdown to maintain boiler efficiency  

 

Boiler water treatment chemicals 

1) Hydrex 1110 (Sulphite) 

2) Hydrex 1258 (Polymer) 

3) Hydrex 1259 (Phosphate) 

4) Hydrex 1568 (Caustic) 

5) pH balancing chemical (acid) 

Bunded plastic-lined storage tanks 

1) 500L tank – 2,167L used per annum 

2) 500L tank – 2,176L used per annum 

3) 200L tank – 1,448L used per annum 

4) 500L tank – 784L used per annum 

5) 1000L tank – estimated usage for sulphuric acid 50% (most 

likely option) is 1,048L per annum 

Engineering 

workshop 

Used to treat process water. Boiler 

blowdown will drain to surface water 

drainage and discharge to ground 
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3.4.2 The Boiler Plant 

The proposed boiler plant consists of the following equipment: 

• Two natural gas fired Byworth YSX 6000IE LN boilers (4 MWth each); 

• Two Internal economisers;  

• Two natural gas Low NOx class 3 burners;  

• Ancillary equipment including dump cooling and steam distribution, water treatment, control 

system (Byworth Unity) and electrical distribution. 

Natural Gas connection 

Natural gas will be piped in from the National Gas Transmission system through a connection in the south 

west of the existing Camgrain site and via a new section of pipework running along the southern boundary 

of the site, passing through a gas meter and regulator in the southern area of the site and then routed north 

along the east side of the new cereal processing plant building, connecting in at the north end of the 

building.  

Boiler Plant 

The two boilers are horizontal, 3 pass wetback design with low NOx, class 3 electronically modulating 

burners, firing on natural gas.  

The boilers will be required to deliver 8,200kg of steam per hour to meet the demands of the cereal 

processing plant at full capacity and will have an appropriate condensate return system to feed back to the 

hotwell tank for water efficiency. The boilers are also appropriately designed to offer excess capacity for 

peak demands and to improve gas consumption by running at 70-80% of full load at full production. The 

boilers are fitted with economisers to reheat returned water and improve fuel burn efficiency. 

Feed water will be treated in accordance with BS2486:1997 and the total dissolved solids (TDS) in the 

condensate return will be automatically measured by the boiler control system to maintain steam quality 

and boiler efficiency by activating the automated blowdown.   

Boiler working pressure will be up to 10.3 bar with a required line pressure of 8 bar at all applications. The 

saturation temperature will be 175.4°C and the steam quality will be dry. 

The Byworth Yorkshireman2 range incorporates energy saving features including a unique X-ID boiler tube 

and has an efficiency of 95%. 

Boiler water treatment chemicals are stored in the engineering workshop. SDS sheets for each product used 

are included in Annex B3 – Chemical SDS Sheets. 
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Stack 

The stack is a 13m two-flued stack, with each boiler having its own flue (A1 and A2) transporting the exhaust 

from the boilers. The liner is made of 316 stainless steel and the external shell is made from 304 stainless 

steel. The flues are insulated (25mm) to prevent condensation on the inner surfaces. 

Steam Generation / Utilisation 

The steam generated in the boilers is used for both the hydrothermal treatment (kilning plants consume 

4,000 kg/hr at full sized plant) and the flaking systems (flaking plants consume 1,000 kg/hr and fluid bed 

driers for flake drying consume 2,500 kg/hr) to both denaturise the enzyme activity in the grain kernels and 

to soften the grain before flaking.  

Steam quality supplied at each consumer will satisfy that for direct food contact applications for UK food 

production in accordance with the feed water standard BS2486. 

The process uses condensate returns (approximately 70%) to reduce water usage and increase steam usage 

efficiency.  

Control System 

The Unity control system for the boiler and associated equipment is an advanced PLC based boiler control 

system used to control and manage the boiler house with user controllable functions that can be 

programmed and monitored through the HMI. 

The control system also includes a traffic light alarm system (red = critical, yellow = warning of impending 

alarm / indication action needed, green = healthy / running state, blue = system specific issue / required 

operator intervention). The system includes safety interlocks which will alarm and ultimately shut down the 

plant in the event of an unsafe condition. 

The control system will be a fully automated and instrumented control system controlling start-up, shut 

down, load following and turndown. The system will be capable of integration/communication with site 

wide SCADA systems. 

3.4.3 Cereal Processing Facility  

The cereal (oats) used in the process are stored within the Camgrain flat store (which has been extended in 

order to store the oats for the cereal processing facility) and silos located adjacent to the facility. Some oats 

are also brought in from off-site, including abroad and these will be emptied into existing reception pits at 

the Camgrain flat store silos. Camgrain are responsible for the safe storage of the grains. Camgrain carry 

out grain condition monitoring and regular silo inspection and cleaning to ensure that the grain is stored 

correctly. Cold air fans are used in the flat store to maintain a temperature below 16 C. 

Grain is transferred from a dedicated Camgrain feed silo to the site via sealed conveyors in batches.  

The objective of the cereal processing facility is to produce the following two main products: 

• ‘Jumbo’, ‘whole, or ‘kiln dried hulled oats (‘KDHO)’ which are graded whole oats ready for either 

flaking, grinding or as a standalone saleable product; 
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• ‘Cut’, ‘steel cut’ or ‘oatmeal’ which are cut, graded oats ready for either flaking, grinding or as a 

standalone saleable product. 

The cereal processing plant will be operated under negative pressure and aspirators will be used throughout 

the process to transfer unwanted material to the by-product section of the processing plant. 

Aspiration and dust filtration 

Reverse jet filters will be used to aspirate each part of the process. 17 filter fan units will be installed and 

will maintain the plant under negative pressure while also containing any dust and particulates generated 

within the process. Each filter will be operated as a sealed unit with the product collected centrally (via blow 

line supplied by rotary seals) to the by-product pelleting system. The cleaned air will then be expelled to 

atmosphere. Each filtration system will also benefit from a dedicated silencer to reduce noise.  

The filters will be monitored to ensure they are running effectively and that any failures, should they occur, 

are identified quickly for repair.  

The filters are designed and will be operated within ATEX / DSEAR Regulations 2002 and the associated 

ACOP (L138, 2013). 

Grain Cleaning 

The first stage of the process is grain cleaning to provide cleaned, graded grains with a minimum of 

admixture, harvest debris, dust and stones thus preparing the grain for the hulling plant. The plant has been 

designed to have an initial minimum throughput of approximately 30tph. An elevator will be used to lift the 

grain to the start of the cleaning plant where it is bulk weighed. The grain will then pass through aspirated 

sieves (one to remove large material such as straw, clumps, rodents etc and the other to remove small 

material such as screenings, dust, small stones etc) and two destoners (to remove stones and dehulled 

groats) to remove the unwanted material from the oats. Large cleaned oats are separated from stub oats, 

seeds and broken grains in twin indent cylinders.  A stub oat indent cylinder is used to further separate the 

seed and chippings. The large oats and stub oats are then bulk weighed and transferred to their respective 

silos. 

Impurities removed from the grain by mechanical screening at this stage are transferred to a waste bag for 

disposal off-site. 

Hulling  

The cleaned oat grains will be processed to remove the husk from the oat (hulling) to produce oat ‘groats’ 

suitable for the stabilisation process. The plant has been designed to have an initial throughput of 

approximately 25tph of cleaned raw material with an anticipated exit volume of 15tph of quality groats.  

Cleaned oats and stub oats will be evenly blended onto impact hullers with the speed and rate of flow 

controlled by plant operators to maximise the yield of high-quality hulled grains utilising various grading 

methods, aspiration and return systems.  

Grains entering the plant will be weighed and then proceed through: the main impact hullers (high capacity 

impact hullers), main husk aspirators (removal of husk) and main groat scourers (removal of trichomes and 
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loose husk). A rough separation of oats from groats is then undertaken in the main indent cylinders and a 

fine separation in the main table separators. Material returned from the indent cylinders and tables is then 

returned to be further processed (impact hullers, husk aspirators, scourers, indent cylinders and table 

separators). Hulled oats are weighed and then transferred to the un-stabilised groat silos.  

Kilning and Grading Plant 

This involves the hydrothermic stabilisation of the groat in two kilns, to denaturise the enzyme activity. This 

is a required step to ensure that the end customers can indicate a shelf life on the finished goods. 

Hydrothermic treatment allows for a shelf life of up to 18 months.  

The plant will have an initial throughput of 15tph of un-stabilised raw groats, with an anticipated exit volume 

of 7 tonnes jumbo groats and 8 tonnes smaller groats (to feed the cutting plant). The plant will produce 

stabilised (lipase and peroxidase negative) grated oat groats with a husk content of no more than 5 husks 

and no more than 7 silvers (hull fragments) per 100g. The graded oat groats will be suitable to be sold as 

they are or further processed into oat flakes and flours.  

The plant will utilise two kilns each of which will consist of a preheating section, main kiln sections, discharge 

section, fluid bed dryer, wet aspiration and a wet cyclone. Stabilised groat then gets transferred to a 

stabilised groat silo.  

The groats are then further processed in groat scourers (removal of any remaining trichomes and loose 

husk), colour sorted (single pass with rejects to collection bin for grinding), groat sorting cylinders (to split 

between large and small groats) and table separators for KDHO fraction. There is also a returns huller for 

the back of the tables to hull returned groats. The separate groat fractions are then transferred to their 

respective silos: KDHO groat silos, cut feed silos and colour sorting reject silo.  

Cutting Plant 

This plant will be used to cut the small fraction groats from the kilning and grading plant and will produce 

stabilised, graded cut oat groats with a husk content of no more than 5 husks and no more than 7 silvers 

(hull fragments) per 100g. The cut oat groats will be suitable to be sold as they are or further processed into 

oat flakes and flours. 

The plant will have an initial throughput of 8tph of stabilised, graded (small fraction) groats. The groats from 

the cut feed silos will be transferred into the plant via a twin discharge holding bin before passing through 

four high capacity groat cutters and then two plan sifters (to separate large, cut and flour fractions) before 

transfer to the cut groat silos.  

Flaking Plant 

The flaking plant will be used to produce human food, high quality oat flakes to the specification required 

by the end customers; for sale as is or further processing. The plant will be designed to have a throughput 

of approximately 10tph stabilised jumbo or cut oat groats and will utilise two 5tph flaking rolling systems.  

Graded groats (jumbo and cut groats) will be transferred from their respective silos into the flaker pre-bins 

and then on to the flaker steam chests. Steam is used to soften the groats to make rolling easier. From there 
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the groats will be rolled in the flaking roller plant to produce cereal flakes. A recycle system will be used to 

enable wet recirculation. Two fluid bed driers will be used to reduce the flaking moisture content and 

temperature to 10 C above ambient temperature. Depending on the end customer requirements, the flakes 

can also be ground to produce cereal flours and brans.  ‘Policemen’ sieves are used to remove roller 

scrapings.  

Grinding Plant 

The grinding plant will be used to produce human food, high quality oat flour to the specification required 

by the end customers; for sale as is or further processing. The plant will be designed to have a throughput 

of approximately 3tph stabilised jumbo or cut oat groats or oat flakes and will utilise a hammer mill system. 

Groats and oat flakes from the grinder feed bin will be loaded into the hammer mill to grind the material. A 

pneumatic discharge system will feed the plan sifter which is used to separate large and flour fractions, for 

returns (back to the hammer mill) and good product to intermediate flour bins. 

Pelleting Plant 

The pelletising plants will be used to produce oat feed pellets to an agreed specification (see Table 3.4) 

below), which can be sold either into the animal feed industry or be used as a biomass pellet for industrial 

burning. The plant will be designed to have a throughput of approximately 12tph of husk and by-products 

collected through the milling process. Three 4tph pellet presses will be used.  

Husk and by-products from the by-product collection silos will be fed through a mixing screw and then on 

to three water addition systems. The wet material will then pass through the three pellet presses to produce 

the pellets before they are cooled in the pellet cooler. A sieve will then be used to remove any off-

specification pellets/loose material which will be returned via the sieve return system to the mixed inputs, 

upstream of the water addition systems. In-specification pellets will be sent to the three out loading silos 

ready for collection.  

Table 3.4: Pellet Specification 

Parameter Specification  

Input 

Input product Oat husks 

Inlet Moisture 10 – 12 % 

Output 

Pellet diameter 6 mm 

Bulk density after the press 500 – 600 kg/m3 

Based on hulls, bulk density 190 kg/m3 (contains available starch from relevant section 

ideally to contain approximately 5 – 7 % starch) 

 

Oat Product Outloading 

The prime human food products produced by the cereal processing plant are: 
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• Jumbo, graded and stabilised oat groats (KDHO) 

• Cut, graded and stabilised oat groats 

• Jumbo oat flakes 

• Cut oak flakes 

• Oat flour  

Each customer has their own technical requirements but middle lines of production specification from 

which customer requirements can be satisfied, are based on the following products and specifications in 

Table 3.5: 

• Jumbo 26 grade oat flake 

• Cut 23 grad oat flake 

• Medium whole oat flour 

• Whole oat groats 

• Cut oat groats 

Variations in thickness, sieving, water absorbency and functionality are derived by the method of operation 

of the flaking roll (speed, temperature, moisture control, final drying and cooling) or through the grinding 

screens and sieving system. 

To satisfy the requirements of the cereal processing plant the flaking system should have a minimum 

capacity of approximately 5tph of finished goods per flaker (based on jumbo 26 grade flakes and 23 grad 

cut flakes). The grinding plant should have a capacity of approximately 3tph of finished goods (based on 

whole oat floor made from either stabilised oat groats or oat flakes). 

The finished goods will be packaged in either: bulk tankers, 25kg kraft paper sacks, bulk bags or bulk grain 

trailers and stored ready for distribution to the end customer supply chains. 

State of the art packaging machinery will be utilised to reduce fork lift truck movements within the 

packaging area and warehousing. All forklift trucks on site will be electric. 

All truck loading activities will take place under covered conditions, with engines turned off.



   

  
  

 

SOL_21_P046_NAV   

 

Navara Oat Milling Ltd 

Application Support Document 

P a g e  | 27 

Table 3.5: Product Specifications 

Product Type Parameter Specification  

Standard jumbo oat flakes grade 26 

 

Product Pure, fresh, first class white milling oats. Oats shall be undamaged and unsprouted. 
They should be sound in appearance, not severely weathered, free from mould and 
devoid of any unpleasant tastes and odours. The flakes shall be from milled stabilised 
groats and in accordance with all EU and UK legislation. Shelf life: 1 year under 
appropriate storage conditions.  

Moisture 10 – 12 % 

Husk content No more than 5 per 100 g 

Silvers No more than 7 per 100 g 

Flake thickness 0.90 – 1.00 mm 

1 minute hand sieve woven wire mesh 

Retained on 2.8 mm 80 % min. 

Max. bulk density  360 – 440 g/l 

Whole grain absent 

description Oat flakes which are creamy beige in colour. Oat flakes are generally consistent in 
terms of size with a thickness of 0.90 – 1.0 mm, minimal amount of oat dust present. 
Minimal number of black seeds and husk present. Fresh oat cereal aroma. No off 
taints or odours present. Free from any bitter, musty, rancid, or off flavours. Oat 
flakes are free flowing with no clumping of material.  
The fractions of the 1 min. hand sieve test can be deviate 

Standard cut oat flakes, grade 23 

Product Pure, fresh, first class white milling oats. Oats shall be undamaged and unsprouted. 
They should be sound in appearance, not severely weathered, free from mould and 
devoid of any unpleasant tastes and odours. The flakes shall be from milled stabilised 
groats and in accordance with all EU and UK legislation. Shelf life: 1 year under 
appropriate storage conditions.  
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Moisture 10 – 12 % 

Husk content No more than 5 per 100 g 

Silvers No more than 7 per 100 g 

Flake thickness 0.53 – 0.63 mm 

1 minute hand sieve woven wire mesh 

Retained on 2.0 mm 75 % min. 

Max. bulk density  320 – 350 g/l 

Whole grain absent 

description Oat flakes which are creamy beige in colour. Oat flakes are generally consistent in 
terms of size with a thickness of 0.53 – 0.63 mm, minimal amount of oat dust 
present. Minimal number of black seeds and husk present. Fresh oat cereal aroma. 
No off taints or odours present. Free from any bitter, musty, rancid, or off flavours. 
Oat flakes are free flowing with no clumping of material.  
The fractions of the 1 min. hand sieve test can be deviate 

Medium oat flour 

 

Product Pure, fresh, first class white milling oats without rejects from the colour sorter. Oats 
shall be undamaged and unsprouted. They should be sound in appearance, not 
severely weathered, free from mould and devoid of any unpleasant tastes and 
odours. The flour shall be from milled stabilised groats and in accordance with all EU 
and UK legislation. Shelf life: 1 year under appropriate storage conditions.  

Moisture 11 – 12 % 

Husk content Max. 0.5 % 

Silvers Max. 0.5 % 

Black seed 1 grain or equivalent pieces in 100g 

2 minute Simon Sifter woven wire mesh 

Retained on 1.0 mm 2 % 

Retained on 0.5 mm 0.5 % 

Thru 0.25 mm  50 – 65 % 
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Test required The hand sieve test results have to be confirmed with a representative test before 
final specification of the hammer mill 

Foreign / extraneous 

matter 

Not present 

description Pale, light colour, no lumps. Aroma of oat flour. Free flowing powder. 

Whole oat groats (KDHO) 

 

Product Pure, fresh, first class white milling oats. The graded, whole groats shall be 
undamaged and unsprouted. They should be sound in appearance, not severely 
weathered, free from mould and devoid of any unpleasant tastes and odours. The 
oat groats shall be from milled, stabilized and graded whole groats and in accordance 
with all EU and UK legislation. Shelf life: 1 year under appropriate storage conditions. 

Moisture Max. 13.5 % 

Husk content Max. 3 % 

Black seed 2 max. per 100g 

Other grain 5% max. per 100g 

description Characteristic of whole Groat, light brown colour, free flowing. Free from unpleasant 
and uncharacteristic odour. Free from any bitter, musty, rancid, or off flavours. Firm 
texture. 

Cut oat groats 

Product Pure, fresh, first class white milling oats. The graded, cut groats shall be undamaged 
and unsprouted. They should be sound in appearance, not severely weathered, free 
from mould and devoid of any unpleasant tastes and odours. The cut groats shall be 
prepared from milled, stabilized and graded whole groats and in accordance with all 
EU and UK legislation. Shelf life: 1 year under appropriate storage conditions. 

Moisture Max. 13.0 % 

Husk content Max. 3 % 

Black seed 2 max. per 100g 

Other grain 5% max. per 100g 
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description Characteristic of whole Groat, light brown colour, free flowing. Free from unpleasant 
and uncharacteristic odour. Free from any bitter, musty, rancid, or off flavours. Firm 
texture. 
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3.5 Management System 

Navara Oat Milling Ltd will operate the site in accordance with an Environmental Management System 

which is structured to meet the requirements of Environment Agency Guidance Develop a Management 

System: Environmental Permits and the Food, Drink and Milk BREF BAT 1. 

The EMS is designed to ensure: 

• The identification of all foreseeable environmental impacts and risk that Navara Oat Milling Ltd 

activities pose to the environment. 

• Prevention or minimisation of any identified risks to practical minimum. 

• Legal Compliance assurance. 

• Identification of risks of pollution including those arising from operations, maintenance, 

accidents, incidents, non-conformances and complaints, and how these will be minimised. 

• Activities at the site will be managed in accordance with the management system, which will 

be subject to continuous review, audit and improvement. Specific detailed management 

system reviews will take place if there is a significant change to the activities, following an 

accident or if a non-compliance is found. 

• The key aspects of the EMS for the site will include: 

o Preventative maintenance; 

o Operator requirements; 

o Training and Competence; 

o Emergency response and incident management; and 

o Monitoring, measurement and reporting. 

The Environmental Management System and procedures have been written to ensure that the 

environmental risk and impact of the normal running of the site activities are documented and minimised. 

The company will establish a third-party compliance assurance process that will as a minimum provide the 

following:  

• All contractors and third-party processors hold the appropriate licenses and environmental permits 

to receive and process the wastes transferred from site; 

• Navara Oat Milling Ltd are compliant with their own internal Management Systems, testing and 

record keeping;  

• All personnel working for the company are suitably competent and trained;  

• The requirements and conditions of the Environmental Permit are met and complied with. 
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3.5.1 Summary EMS 

Navara Oat Milling Ltd have developed a summary EMS for the operation of the site. This summary EMS 

defines the management of the site and provides the management controls for all aspects of the site. The 

basic structure of the operational procedures has been designed around the best practice requirements of 

the EA guidance notes. 

The company will operate a suite of procedures for each of the key activities on site. An EMS Summary 

of these procedures has been included in Annex F and includes the following: 

• Risks and opportunities  

• Management of the EMS 

• Pollution prevention planning 

• Competence and awareness 

• Communication 

• Control of documents and data 

• Operational planning and control 

• Emergency preparedness and response 

• Monitoring and measurement 

• Internal audit  

• Management review 

• Improvement 

The EMS will be fully developed, implemented, and in operation at the time of plant commissioning and 

permit issue and a copy of the management system will be kept where it can be accessed on site. 

3.5.2 Site maintenance 

All maintenance activities on site will be carried out in accordance to the manufacturers’ recommendations 

and will be integrated within the company’s management system.  

The key aspects of the maintenance management programme will include: 

• A programme of Planned Preventative Maintenance (PPM) is undertaken to ensure ongoing 

management and replacement of key plant and equipment rather than waiting for the equipment 

to fail and the maintenance of any critical environmental equipment. 

• The inspection and maintenance schedules that the manufacturer recommends are adhered to, 

including any period of recommended shut-down.  

• Predictive maintenance (e.g. assessment of vibration from bearings in motors) is carried out to 

prevent any catastrophic breakdown.  
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• Real time data collection and plant condition monitoring.  

• The detailed management system operated by the site will include procedures for ensuring 

that adequate maintenance is undertaken at the site.  

The maintenance programme will ensure that all equipment or infrastructure that is deemed essential 

in the prevention of pollution to the environment (e.g. hard-standing, bunds, abatement plant etc.) or 

the prevention of local nuisance impacts (e.g. noise abatement equipment etc.) is maintained and kept 

in good operating condition. 

All maintenance activities for critical pollution control equipment (abatement etc.) will form a key part 

of the EMS. 

During planned periods of maintenance, the plant will shut down until normal operations can be 

resumed. 

A spares package will be provided to ensure timely replacement of plant in the event of equipment / 

plant malfunction / breakage. 

 

3.6 Operator Competence 

The facility will be fully automated to the point that all process activities will be PLC controlled and Unity / 

SCADA monitored. The installation will have on-line monitoring which can be administered remotely to 

ensure the process is optimised and operating correctly.   

Notwithstanding the above, the site will be staffed at all times by the Operations team. The primary role of 

day staff is to ensure and oversee daily plant operations. 

Additional activities will include general site housekeeping and administration activities. Additional staff 

attending the site will be visiting engineers from the equipment manufacturers who are appropriately 

trained to perform their duties at site. Navara will maintain written operation instructions for all plant and 

monitoring equipment present on site. 

All personnel working at the facility will be trained in the necessary sections of the Environmental 

Management System, Management Plans and any associated Procedures. All staff working for and on the 

behalf of the site will be suitably trained and competent (e.g. professional maintenance engineers, 

electricians, equipment operators etc.). 

  

3.7 Site Security 

The site will consist of the relevant security measures including: 

• 24/7 staff and security presence;  

• CCTV monitoring around the perimeter of the building; 
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• Wider site is surrounded by large landscaped bunds and perimeter fence; 

• Automated gate with camera system ensures all personnel and vehicles entering the site are strictly 

controlled and managed; and 

• No vehicles or personnel will be allowed access to the facility without prior authorisation. 

 

3.8 Hours of Operation 

The site will be operated on a continuous 24/7 basis. 

 

3.9 Accidents and Emergency 

3.9.1 Accident Management Plan 

The Applicant has developed an Accident Management Plan based around the specific risks associated with 

the site operations.  

• The key aspects of the sites Accident Management Plan are: 

• Reviewed by the Site Management annually and as soon as practicable after an accident. 

• Considers hazards presented by: 

o Emergency shut-down procedures; 

o Actions in case of fire/explosion; 

o Actions in case of fire/emergencies; 

o Contaminated firewater; 

o Failure of any equipment; 

o Failure of abatement plant; 

o Spillages/leaks and uncontrolled release; 

o Plant or equipment failure (e.g. over-pressure of vessels and pipework, blocked drains); 

o Vandalism; and  

o Flooding.  

• Identify events or failures that could damage the environment; 

• Assesses the likelihood and the potential environmental consequences from accidents at the site. 

• Proposes action to minimise the potential causes and consequences of accidents.  
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• In the event of an accident, the EA will be immediately informed and necessary measures to limit 

the environmental impact of the accident will be carried out, as well as measures to prevent further 

possible accidents.  

The Accident Management Plan has been included in Annex H – Accident Management Plan.  

Specific emergency response procedures will be developed by the operator in conjunction with the plant 

manufacturer. These procedures will be completed prior to operations commencing at the site.  

3.9.2 Incident Reporting 

The reporting of incidents and non-conformities will form a key component of the companies EMS. 

Identified non-conformities under the system include, but are not limited to the following: 

• Uncontrolled leaks and spillages of any materials with the potential to cause pollution to the 

environment (oils, etc); 

• Non-compliance to any permitted condition or consent limit (emissions excursions, missing of 

reporting deadlines, breach of any permitted consent limits); 

• Internal and External Audit findings (legal non-compliances, EMS procedural breaches, system non-

compliances); 

• Complaints; and 

• Whenever a plant malfunction, breakdown or failure, or any near miss occurs.  

The company’s EMS will undergo periodic external audit and review to ensure that both compliance and 

continuous improvement is achieved. The EMS requires that all identified incidents and non-conformities 

will be investigated and closed out. 
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4. Emissions and Their Abatement 

4.1 Emissions to Air 

4.1.1 Point-source Emissions to Air 

The boiler plant will be the main source of emissions to air (A1 – boiler 1, A2 – boiler 2). There will also be 

emissions from the cereal processing facility via the dust control system (A3 – A19 dust filter vents). 

All point source emissions from the boilers are detailed in table 4.1 below and from the dust filter vents  in 

table 4.2. These tables provide details of the predicted emissions parameters, concentrations and source. 

NOx concentrations from the boiler plant will be in line with those ELV’s specified in the Medium 

Combustion Plant Directive (MCPD) for new plant, as shown in Table 4.1 below. 

Table 4.1: Stack Technical Data 

Source ID Single Boiler Both Boilers Combined 

Stack Height (m above ground level) 13 13 

Flue Location SP 86755 83674 SP 86755 83674 

Flue Internal Diameter (m) 0.45 0.64 

Temperature of release (°C) 128 128 

Actual Exhaust Flow(m3/s)  1.92 3.84 

Exit velocity (m/s) 12.1 12.1 

Pollutant Concentrations (mg/Nm3) 

NOx 100 100 

Emission Rate (g/s) 

NOx 0.12 0.24 

 

 

As a general overview of the filtration systems across the plant: 

• All filters are fitted with Magnahelic pressure monitors which provide both a local view and feed 

into the central SCADA system for whole operation. 

• The filters are fitted with sound suppression. 

• All are fitted with ‘slam-shut’ valves to control any DSEAR issues.
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Table 4.2: Dust Filter Vent Technical Data 

Source ID A3 (A10*) A4 (C20) A5 (B20) A6 (E30) A7 (M90) A8 (N90) A9 (Q160) A10 (I60) A11 (D20) A12 (H50) 

Vent Height (m above 

ground level) 

27.7 27.7 26.6 26.6 17.7 17.1 13.0 26.8 23.6 26.8 

Location (grid reference) 
SP 86741 

83630 

SP 86744 

83630 

SP 86729 

23626 

SP 86730 

83618 

SP 86729 

83596 

SP 86729 

83593 

SP 86754 

83644 

SP 86754 

83621 

SP 86754 

83621 

SP 86754 

83627 

Flue Internal Diameter (m) 0.50 0.50 0.50 0.50 0.57 0.57 0.63 0.45 0.50 0.50 

Flow Rate (Nm3/s)  5.51 4.35 4.35 4.35 6.99 6.99 8.70 2.80 4.35 4.35 

Dust Emission Rate (g/s) 0.028 0.022 0.022 0.022 0.035 0.035 0.043 0.014 0.022 0.022 

 

Table 4.2 continued 

Source ID A13 (J70) A14 (L80) A15 (F30) A16 (O100) A17 (P110) A18 (G40) A19 (K70) 

Vent Height (m above 

ground level) 

26.8 26.8 26.7 17.1 17.1 17.1 17.1 

Location (grid reference) 
SP 86754 

83617 

SP 86754 

83614 

SP 86754 

83610 

SP 86754 

83605 

SP 86754 

83602 

SP 86754 

83600 

SP 86754 

83597 

Flue Internal Diameter (m) 0.40 0.45 0.50 0.80 0.80 0.40 0.40 

Flow Rate (Nm3/s)  1.74 2.80 4.35 9.78 9.78 2.17 1.74 

Dust Emission Rate (g/s) 0.009 0.014 0.022 0.049 0.049 0.011 0.009 

*Numbers in brackets are identifiers used for vent locations in the Air Quality Assessment (Annex D). 

The emission temperature for all filters is 20 C (293 K) and the dust emission concentration for all is assumed to be 5 mg/Nm3.
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The Directly Associated and technically linked combustion process meets the definition of an Activity as 

defined by the EPR2016 Schedule 25A, as a ‘new medium combustion plant’. 

The dust control system, which will utilise needlefelt bag filters, will be designed to meet the requirements 

of the Food, Milk and Drink Sector BREF BAT 28 and the BAT-AEL of <2 – 5 mg/Nm3 average over the sampling 

period (i.e. an environmental permit emissions limit of 5mg/Nm3). Although the supplier guarantee is for 

10mg/Nm3, it is understood these filters demonstrably achieve BAT. This will be confirmed at the 

commissioning stage. 

All details are provided within Annex D – Air Quality Assessment. 

4.2 Emissions to Surface Waters 

There will be no emissions to surface waters arising from the Installation. 

4.3 Emissions to Sewer 

There will be no process emissions to sewer arising from the Installation. 

All foul water (offices and welfare) will be discharged via an onsite package treatment (Bio Disc 

Klargester) and discharged to ground via the Camgrain drainage system. 

4.4 Emissions to Land 

There will be a direct process emission to land and waters (groundwater via ground) arising from the 

Installation (W1) and a separate surface water emission to land (W2). 

High and low solids kiln condensate will be cooled (from 57°C to max. 35°C) using a tubular Heat Exchanger 

to be cooled with boiler feed water (with preheated water returned to the hotwell) and then further cooled 

(where temperature requires) in a Fin Fan Blast Chiller. The cooled effluent is then biologically treated in a 

Bio Disc Klargester prior to final settlement and drains to the wider Camgrain site drainage system (W1) 

which ultimately discharges to ground via an infiltration basin to the southeast of the site. 

Foul drainage from the office / welfare facilities will be treated via a separate onsite package treatment plant 

(also Klargester Bio Disc) and discharges with the treated process effluent via discharge point W1 as 

described above. 

Uncontaminated surface water run-off from external hard standing and roof top areas are piped via a 

Hydrodynamic Vortex Separator (to remove settleable solids, oils and floatables from surface water from 

hard paved yards) and a Bypass Oil Interceptor (to remove any hydrocarbons from the surface water from 

hard paved car park and access road areas) and discharged to Camgrain system via a separate discharge 

point (W2). 

Boiler blowdown and emptying waters are cooled with boiler make up water via a heat exchanger and then 

drain to the Camgrain system with the uncontaminated surface waters (W2). 

Table 4.3 below shows the effluent quality the Bio Disc Klargesters have been designed to achieve. 

Monitoring of effluents will be undertaken at commissioning in order to fully characterise the waste water 

streams in line with BAT 2. 
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Table 4.3: Treated effluent quality (daily average) 

Parameter Unit Value 

Biological Oxygen Demand (BOD) mg/l 20 

Suspended Solids (SS) mg/l 30 

Ammonia (NH4 N) mg/l 5 

 

Kingspan (Klargester manufacturers) offer other designs that Navara could consider depending on site 

requirements: 

• Some system designs may be offered to achieve lower ammonia levels. 

• Some system designs may offer to achieve a daily average specified Total Nitrogen consent. 

• Some system designs include a chemical dosing system to achieve alternate daily average effluent 

qualities such as defined phosphate levels. 

The treated process effluents and treated foul drainage will all discharge as a point source emission to 

ground via discharge point W1. Uncontaminated surface waters and boiler blowdown and emptying waters 

will also discharge into the dry ditch via a separate outfall (W2). See Annex A for site plans. 

See table 4.4 overleaf for a summary of water discharges and volumes. 
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Table 4.4: Summary of Waste Water Discharge 

Discharge 

Point 

Waste Water 

Category 

Streams Flow Rate Biological Loading Treatment 

l/hr l/day BOD (mg/l) BOD kg/day 

W1 Domestic / 

Amenities 

Toilets, sinks, showers inc. hand wash stations (60 

pop. equivalent [90l/person and 38mg/l BOD] 

5,400l/day) 

225 5,400 38 2.05 Biological Treatment 

Klargester (Domestic) 

Process / 

Industrial 

Kiln condensate high solids 10 240 1,640 (COD) 0.20 Biological Treatment 

Klargester (Industrial) 

Temperature Control 

Kiln condensate low solids 852 20,448 120 2.45 

Jet wash 22.5 540 120 0.06 

Total 884.5 21,228  2.71 

Total 1,109.5 26,628  4.76  

W2 Surface Water Site surface, roofs, hardstanding, etc. (rainfall* x 

site area [approx. 16,000m2]) 

1,120.6 26,895 Not 

applicable 

Not 

applicable 

Oil separators 

Boiler blowdown (3 x daily) 150 3,600 Temperature Control 

Treatment chemicals 

pH correction 

Boiler blowdown cooling (400l x 3 daily) 150 3,600 

Boiler water treatment (1,350l x 2 daily) 112.5 2,700 

Boiler emptying (6,400l annually)** 0 0 

Total 1,533.1 36,795    

*average annual rainfall for Wittering (nearest weather station) is 613.55mm (Met Office data). This is equivalent to 1.68mm per day across the whole site. 

**no other processes occur on days when boilers are emptied therefore this does not affect the maximum daily discharge.
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4.5 Odour 

Raw oats to be processed in the cereal processing facility are not odorous in nature. Any slight odours 

generated by the processing of the oats e.g. during cleaning, will be contained within the processing 

building and will not require any additional abatement. 

4.6 Noise 

The design of the Installation has taken into account the potential impacts on the environmental and 

neighbouring receptors in regard to noise. The development site is in a largely rural area to the East of the 

Corby EMR rail track, the A43 Corby Road (dual carriageway) and the existing Camgrain grain store site, with 

isolated residential receptors to the East and west. The nearest residential properties are located 

approximately 400m to the West (the other side of the A43 and rail track). 

The processing building has been designed to abate and control noise emissions. All processing equipment 

is fully contained with the site building with the exception of the dust filter vents which are abated with 

silencers to 75 dB LWA. In addition, the presence of landscaped earthen bunds around the site perimeter, will 

act as acoustic barriers and further reduce the potential of nuisance at neighbouring receptors. 

The processing plant and associated equipment has been designed in accordance with best practice and to 

ensure that internal noise does not present an issue to the employees at the site under the Control of Noise 

at Work Regulations and to ensure that noise breakout does not lead to noise nuisance at the identified 

sensitive receptors. 

A noise assessment including detailed modelling has been carried out, in accordance with statutory noise 

guidance and concludes that sound levels from the proposed cereal processing facility would result in a low 

impact from sound at residential receptors. 

The Noise Assessment is provided in Annex E –Noise Assessment. 

4.7 Fugitive Emissions 

The cereal processing building has been designed to ensure that all fugitive emissions are contained within 

the main building with no processing or handling undertaken outside. Raw oat grain will be transferred from 

the adjacent Navara Oat Milling Ltd  facility via enclosed conveyor into the processing building. 

A dust filtration system will be in place for the control of dust within the cereal processing building. See Dust 

Management Plan (Annex G). 

4.8 Waste Generation and Management 

The cereal processing plant will not inherently produce significant quantities of waste. Total process losses 

form the total feedstock throughput is estimated to be up to 3,000 tpa. The main wastes produced from the 

operation of the facility will be the impurities removed from the incoming grain in the grain cleaning stage: 

• Large material such as straw, clumps, rodents, etc. 

• Small material such as screenings, dust, small stones, etc. 
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Dust produced during the cereal processing is collected and reused in the pelletising process and is therefore 

not included in the calculation of total losses from the facility. 

Table 4.4 below shows a tabular summary of site wastes. 

Table 4.5: Waste Summary 

Waste 

 

EWC Code Approx. 

Quant 

(tonnes/yr) 

Source R / D Code Environmental Fate 

Dust N/A N/A Cereal processing 

plant – grain 

cleaning stage 

N/A Collected and used in 

the pelletising process 

Stones, straw 

and other 

impurities 

02 03 04 - 

materials 

unsuitable for 

consumption or 

processing 

< 3000 Cereal processing 

plant – grain 

cleaning stage 

D1, D15 Collected in large bags 

and removed from site 

for landfill disposal 

 

The above wastes (except dust) will be disposed off-site to landfill / energy from waste. 
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5. ENVIRONMENTAL MONITORING 

5.1 Emissions to Air 

5.1.1 Boilers 

The Installation has a 13m high two-flued stack: 

• Flue 1 (A1) discharges flue-gas from the boiler to atmosphere; and 

• Flue 2 (A2) discharges flue-gas from the boiler to atmosphere; 

The stack will be complete with a platform from which samples can be manually taken as considered 

necessary.  

Annex II Part 2 of the MCPD provides the following relevant emission limit value for the boilers: 

• NOx ELV of 100 mg/Nm3 for natural gas fired plant other than engines and gas turbines 

The MCPD Annex III also has a requirement to monitor carbon monoxide for MCP plants.  

It is therefore proposed, that in accordance with the MCPD, NOx and CO monitoring from the boiler flues 

(A1 and A2) are undertaken once every three years.  

The sample location will be designed to comply with the requirements of TGN M1. 

5.1.2 Cereal Processing Plant 

There are also 17 dust bag filters (A3 – A19) which will discharge to atmosphere from the cereal processing 

building roof. 

BAT 28 of the Food, Drink and Milk BREF provides the following AELs for channelled emissions to air from 

grain milling: 

• Dust BAT-AEL <2 – 5 mg/Nm3  

It is therefore proposed, that in accordance with the Food, Drink and Milk BREF BAT Conclusion 28, dust 

monitoring from the dust filter vents (A3 – A19) is undertaken once a year to standard EN13284-1.  

The sample location will be designed to comply with the requirements of TGN M1. 

 

5.2 Emissions to Surface Waters 

There are no process emissions to surface waters arising from the process. No monitoring is required. 

 

5.3 Emissions to Sewer 

There are no emissions to sewer from the process, therefore, no monitoring is required. 
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5.4 Emissions to Land 

There are two point source emissions to land (groundwater) (W1 and W2) which is a mix of treated process 

water, surface water run-off, boiler blow-down and emptying water and treated sewage.  

There are four main streams of process effluents produced from the sites process activities:  

• kiln condensate with high solids – cooled, treated in a Bio Disc Klargester, final settlement and 

discharged to ground via the wider Camgrain site drainage system (W1); 

• kiln condensate with low solids – cooled, treated in the same Bio Disc Klargester, final settlement 

and discharged to ground (W1); 

• jet wash waters - treated in the same Bio Disc Klargester, final settlement and discharged to ground 

via W1; and 

• boiler blowdown / emptying waters - cooled then drain to surface water drainage system and 

discharged via a separate discharge outfall into the Camgrain site drainage system (W2).  

Foul drainage from the office / welfare facilities will be treated via the onsite package treatment plant 

(separate Klargester Bio Disc) and discharges with the treated process effluent via the same outfall (W1) 

as described above, ultimately discharging to ground. 

Uncontaminated surface water run-off from external hard standing and roof top areas are piped via a 

Hydrodynamic Vortex Separator (to remove settleable solids, oils and floatables from surface water 

from hard paved yards) and a Bypass Oil Interceptor (to remove any hydrocarbons from the surface 

water from hard paved car park and access road areas) to the Camgrain drainage system (south of the 

site) which ultimately discharges to ground. 

Any spillages, leaks or incidents arising on site will be effectively contained and captured in accordance with 

the sites spill response procedure. 

All bunds and tanks are checked periodically and in the unlikely event of spillages, these would be pumped 

out and disposed of offsite.  

The Applicant will carry out periodic visual and check compliance monitoring in line with permit 

requirements to ensure that the discharges are free from contaminants. Figure 1.2 in Section 1 of this 

document shows the sampling point for the treated process waters and domestic sewage in addition 

to the emissions points. 

As the surface waters and blowdown water is uncontaminated, sampling is not deemed necessary for 

the discharge from outfall W2. 

BAT 12 of the Food, Drink and Milk BREF provides the following AELs for direct emissions to a receiving water 

body: 

• COD BAT-AEL 25 – 100 mg/l 

• TSS BAT-AEL 40 – 50 mg/l 
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• TN BAT-AEL 2 – 20 mg/l 

• TP BAT-AEL 0.2 – 12 mg/l 

BAT 12 stipulates that there is no BAT-AEL for biochemical oxygen demand (BOD) and that as an indication, 

the yearly average BOD5 level in the effluent from a biological waste water treatment plant will generally be 

≤ 20 mg/l.  

It is further noted that the above BAT-AELs do not apply to effluent emissions from grain milling.  

It is therefore proposed that, in accordance with the Food, Drink and Milk BREF BAT Conclusion 12 and 

associated monitoring frequencies as set out in BAT 4, monitoring from the infiltration basin discharge point 

to ground (W1) is undertaken in line with the standards and frequencies set in BAT 4 but it is not expected 

that emission limits will be set in the environmental permit.  

It should be noted that BAT 4 stipules monitoring is only applicable when the substance concerned is 

identified as relevant in the waste water stream based on the BAT 2 waste water inventory. Sampling to be 

undertaken at commissioning will inform BAT 2 and subsequently the parameters to be monitored (in 

agreement with the EA) in line with BAT 4.  

In addition, if emission levels are proven to be sufficiently stable, a lower monitoring frequency will be 

adopted (as agreed with the EA), but in any case will be at least once a month. 

The sample location will be designed to comply with the requirements of TGN M1. 
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6. RESOURCE EFFICIENCY AND CLIMATE CHANGE 

6.1 Basic Energy Efficiency Measures 

The plant and ancillaries have been designed to operate with a high level of energy efficiency. Key energy 

efficiency measures that have been included within the design of the plant are as follows: 

• All plant and equipment will be individually monitored and controlled using a site-wide SCADA 

monitoring system and PLC controls, optimised for efficiency of operation; 

• All heat and steam generated by the boilers, as far as possible will be recovered and used within the 

cereal processing facility; 

• All aspects of the boiler plant are controlled in real time to ensure maximum thermal efficiency and 

operational control; 

• All plant energy data will be monitored, recorded and targeted to ensure optimal plant 

performance. 

 

6.2 Energy Efficiency Plan 

The Operator will define the specific energy consumption of the facility and establish Key Performance 

Indicators (KPIs) when the site becomes operational. The fuel for the boilers and the raw material inputs to 

the cereal processing plant will not vary greatly over the life of the plant. Should any site equipment or 

technology be replaced, efforts will be made to replace the unit with one which is more energy efficient, if 

available. 

The Operator will create KPIs based on monitoring data from how much energy is used to run the site and 

whether this can be reduced. Within a year of operating the Applicant will produce an Energy Efficiency Plan 

detailing the energy uses at the site, setting KPIs and identifying where energy use improvements, if any, 

can be made. 

 

6.3 Basic Design Principles 

The boiler plant has been designed to ensure that all heat energy (steam) generated can be supplied to the 

cereal processing facility. A summary of the basic measures has been provided below: 

• The boilers have a very high energy efficiency (95 %); 

• The boilers are designed to offer excess capacity for peak demands and to improve gas 

consumption by running at 70-80% of full load at full production;  

• All steam produced by the boilers will be utilised by the cereal processing facility; 

• Boiler blow down is minimised by using the control system to automatically measure TDS to 

maintain steam quality and boiler efficiency and regulate the automated blowdown; 

• Economisers are fitted to each boiler to pre-heat the feed water and improve fuel burn efficiency; 
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• All pipelines and thermal processes are lagged and insulated to ensure that heat loss is minimised 

and prevented; 

• All ancillary plant (fans and motors) have been specified with high efficiency electrical motors and 

variable speed drives; 

• The plant is controlled by PLC and optimised to ensure maximum efficiency by optimising fuel burn 

and steam supply;  

• Solar PV will be used to generate electricity for the plant;  

• High efficiency low energy lighting utilising presence detection where possible and external lighting 

to be time-switched and photocell controlled;  

• Electrical distribution efficiency is improved by minimising losses in the system by locking HV/LV 

transformers as close as practicable to the high power loads and LV electrical distribution systems 

are provided with Detuned Power Factor Correction system to mitigate losses due to reactive power 

and harmonics; and 

• The plant will be maintained at steady capacity to avoid downtime. 

 

6.4 Raw Material and Water Usage 

The plant has been designed to: 

• Ensure that as far as possible, all residues are reused or recycled; 

• 70% of condensate is returned to the boilers; and 

• The net water use is similar to examples used in the BREF for grain milling facilities. 

Estimated water consumption figures for the facility are provided in Table 6.1 below. 

Table 6.1 Estimated water consumption 

Water Consumption m3/day m3/annum* 

Cereal Processing Facility 

Process water 13.27 4,598 

Amenities 3.75 1,299 

Boiler Plant 

Boiler steam 60.48 20,956 

Boiler blowdown 14.4 4,990 

Boiler blowdown cooling 14.4 4,990 

Other   

Pelletising plant 12.0 4,158 

Jet wash 0.07 23 

Total 118.37 41,014 

* Assumed 346.5 working days per year as in Scenario C of Energy Mass Balance (Annex B1) 
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As the facility produces 736t of product per day (products and pellets), the specific water consumption of 

the facility is calculated to be 0.16m3/t of products. 

 

6.5 Energy Usage 

The specific energy consumption for the new cereal processing facility is anticipated to be 0.117 MWh / 

tonne of products1, which is in line with indicative energy efficiency BAT for grain milling facilities. This will 

be confirmed once the plant is operational. 

An Energy Mass Balance for the facility has been provided within Annex B1 – Energy Mass Balance. 

 

6.6 Electrical Efficiency 

6.6.1 Electrical Distribution 

• Losses in the electrical distribution system are minimised by locking HV/LV transformers as close as 

practical to the high power loads. 

• HV/LV transformers shall comply with the latest Ecodesign Tier 2 requirements. 

• LV electrical distribution systems are provided with Detuned Power Factor Correction system to 

mitigate losses due to reactive power and harmonics. 

6.6.2 Electric Motors 

• All electric motors and variable speed drives shall comply with the energy efficiency requirement 

detailed in Schedule 16 of The Ecodesign for Energy-Related Products and Energy Information 

Regulations 2021. 

• Fans shall be regulated by variable speed drives rather dampers. 

6.6.3 Lighting 

• All luminaires, except self-contained emergency lighting units, shall have an efficacy above 60 

luminaire lumens / circuit watt. 

• Where operational or safety requirement are not compromised, presence detection shall be 

provided to lighting. 

• External lighting shall be timeswitch and photocell controlled.  

 

 
1 Total Annual Power Demand (29,938 MWh) / Total Products (255,000 t.p.a.) 
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7. IMPACTS TO THE ENVIRONMENT 

7.1 Impacts to Air 

An assessment has been carried out to determine the potential air quality impacts associated with the 

facility. 

7.1.1 Scope of the Assessment 

The scope of the assessment has been determined in the following way: 

• Review of air quality data for the area surrounding the site, including data from the DEFRA Air 

Quality Information Resource (UK-AIR); 

• Desk study to confirm the location of nearby areas that may be sensitive to changes in local air 

quality; and 

• The impacts of emissions from the proposed biomass boiler have been modelled using the Breeze 

AERMOD 10 dispersion model.  

The modelling is presented within Annex D. 

7.1.2 Sensitive Receptors 

Specific receptors have been identified where people or the environment are likely to be regularly exposed 

for prolonged periods of time (e.g. residential areas). The location of the discrete sensitive receptors is 

presented in Table 7.1 below. 

Table 7.1 Location of Sensitive Receptors 

ID Description Grid Reference  

R1 Residential properties at Rushton Road SP 86168 83455 

R2 Residential properties at Storefield Cottages SP 86138 83637 

R3 Residential property at Grange Road SP 87315 82878 

R4 Residential properties at Newton Road SP 85575 83222 

R5 Residential property at Rockingham Road SP 86165 82433 

R6 
Residential properties at Newton and Little 

Oakley, Newton 
SP 88020 83490 

R7 
Residential property at Thwaite Close, Great 

Oakley 
SP 86313 85259 

R8 
Residential properties at Woodlands Lane, 

Great Oakley 
SP 87200 85593 

R9 Residential property at Manor Road, Rushton SP 84418 82960 

R10 
Residential properties at Glendon Road, 

Rushton 
SP 84937 81489 

R11 Residential property at East Gate, Rushton SP 84599 81419 
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R12 
Residential properties at Malvern Close, 

Kettering 
SP 86697 81090 

R13 
Residential properties at Skeffington Close, 

Geddington 
SP 88991 82825 

R14 Farm/Residential property at Oakley Road SP 85039 85649 

R15 
Residential properties at Weekley Wood Lane, 

Weekley 
SP 88429 80968 

H1 River Ise and Meadows SSSI SP 86651 83043 

H2 Weekley Hall Wood Ancient Woodland SP 87299 82043 

H3 Square Spinney Ancient Woodland SP 87642 82302 

H4 Great Oakley Meadow Local Nature Reserve SP 86300 85640 

 

The report concludes that The maximum impact of pollutant emissions from the proposed plant is 

considered to be not significant on the basis of the Environment Agency criteria and professional judgement.  

The impact of emissions from the proposed facility on local habitat sites has also been determined. The 

impact of emissions on habitats was assessed as not significant when compared with existing background 

conditions and relevant critical levels and critical loads. 

Please refer to Annex D for more information. 

 

7.2 Impacts to Surface Waters 

There are no impacts to surface waters relating to this permit application. 

 

7.3 Impacts to Sewer 

There are no impacts to sewer relating to this permit application. 

 

7.4 Impacts to Land 

An assessment has been carried out to determine the potential groundwater quality impacts associated with 

the cereal processing plant. The Groundwater Risk Assessment (Annex C2) conducted by Earth 

Environmental and Geotechnical (South) Ltd deemed the impacts from the proposed facility on the 

groundwater to not be significant.
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8. BAT ASSESSMENT 

The new cereal processing facility has been designed to meet the applicable BAT Conclusions contained 

within the Food, Drink and Milk BREF and justifications as to how BAT is applied at the facility are detailed 

within Table 8.1 below. 

It should be noted that the following BAT are applicable to the installation: 

• BAT 1 – 15: general BAT conclusions for the sector 

• BAT 28: BAT conclusions for grain milling 

The following BAT are not applicable to the facility as they relate to processes not undertaken at the 

installation: 

• BAT 16 – 27: BAT conclusions for animal feed, brewing, dairies, ethanol production, fish and shellfish 

processing, fruit and vegetable sector 

• BAT 29 – 37: meat processing, oilseed processing and vegetable oil refining, soft drinks and nectar 

juice, starch production, sugar manufacturing. 
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Table 8.1: BAT Assessment – BREF Food, Drink and Milk Industries  

BAT Reference BAT Conclusion  Justification 

GENERAL BAT CONCLUSIONS 

Overall Environmental Performance 

BAT 1 In order to improve the overall environmental 

performance, BAT is to implement and adhere to 

an environmental management system (EMS) that 

incorporates the features provided within the BREF 

document. 

The operator will have an Environmental Management System in place that incorporates the 

relevant features outlined within the BREF document with the exception of: 

• noise management plan – the Noise Impact Assessment concludes that it is anticipated that the 

cereal processing plant would have a low impact on residential receptors. 

• odour management plan – odorous emissions are not anticipated  

• inventory of waste, energy and raw materials consumption as well as of waste water and waste 

gas streams and – information on waste, energy and raw materials has been provided within this 

application however waste water and waste gas inventories will need to be finalised once the 

plant has been commissioned and data is available.  

• energy efficiency plan – energy efficiency information has been provided within this application 

however monitoring data from the operation of the plant will be needed to derive KPIs, 

corroborate how much energy is used to run the site and whether this can be reduced. Within a 

year of operating the Applicant will produce an Energy Efficiency Plan detailing the energy uses 

at the site, setting KPIs and identifying where energy use improvements, if any, can be made. 

A summary EMS is provided in Annex F. 

BAT 2 In order to increase resource efficiency and to 

reduce emissions, BAT is to establish, maintain and 

regularly review (including when a significant 

change occurs) an inventory of water, energy and 

raw materials consumption as well as of waste 

water and waste gas streams, as part of the 

The operator has included information on the following within this application in relation to the 

cereal processing plant: 

• Energy mass balance showing the origin of emissions; 

• Descriptions of process-integrated techniques and waste water / waste gas treatment 

techniques to prevent or reduce emissions including their performance; 

• Information about water consumption and usage; 
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environmental management system (see BAT 1), 

that incorporates all of the features within the 

BREF document: 

• Information about the quantity and characteristics of the waste water streams – to be provided 

once operational 

• Information about the quantity and characteristics of the waste gas streams – to be provided 

once operational 

• Information about energy consumption and usage, the quantity of raw materials used, as well 

as the quantity and characteristics of residues generated 

• Identification and implementation of an appropriate monitoring strategy 

Inventories of waste water and waste gas will need to be finalised once the plant has been 

commissioned and data is available. 

Monitoring 

BAT 3 For relevant emissions to water as identified by the 

inventory of waste water streams (see BAT 2), BAT 

is to monitor key process parameters (e.g. 

continuous monitoring of waste water flow, pH 

and temperature) at key locations (e.g. at the inlet 

and/or outlet of the pre-treatment, at the inlet to 

the final treatment, at the point where the 

emission leaves the installation).  

There are no wastewater discharges to sewer or surface watercourse from the installation. The 

process water (low and high solids condensate from kilns and jet wash waters) will be collected in 

the site sealed drainage, treated in a Bio Disc Klargester and discharged to ground. 

Sewerage will be collected in site sealed drainage from the offices and welfare facilities and will be 

treated in a separate Bio Disc Klargester before also discharging to ground.  

These effluents will discharge via the same outfall (W1) as an emission point to ground. 

Surface water run-off from rooves and hardstanding around the processing building and car park 

will be collected in site sealed drainage and passed through an interceptor (to remove 

hydrocarbons) and a hydrodynamic vortex separator (to remove settleable solids, oils and 

floatables) and then discharged to ground via a separate outfall (W2).  
 

The anticipated characteristics of the effluent can be found in Table 4.2 but as the plant is not yet 

operational this is currently based on proxy data from a similar plant. Monitoring data will be 

collected during commissioning and is not expected to contain contaminants at any appreciable 

level based on data from similar plants. 
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Monitoring of the effluents will be undertaken at the sampling point before discharge via W1 in line 

with permit requirements which are anticipated to include (where shown to be relevant in the waste 

water stream once BAT 2 waste water inventory has been compiled after commissioning): 

COD/TOC, TSS, TN, TP and BOD (though as the process is grain milling it is not expected any ELVs 

will be set in the permit).  

BAT 4 BAT is to monitor emissions to water with at least 

the frequency given below and in accordance with 

EN standards. If EN standards are not available, 

BAT is to use ISO, national or other international 

standards that ensure the provision of data of an 

equivalent scientific quality. 

Monitoring of effluent emissions to ground will be undertaken in line with BAT 4, to the relevant 

standards stated, and to include: 

• COD or TOC - daily 

• Total nitrogen - daily 

• Total phosphorous - daily 

• Total suspended solids - daily 

• BOD - monthly 

• Chloride - monthly 

Monitoring at commissioning (for a duration to be agreed with the EA) will include all parameters, 

in order to determine what is present in the waste water stream and will form the basis of the waste 

water inventory (BAT2). Should any of the above be found absent, it is anticipated that they will not 

be required to be monitored going forward (subject to EA review and agreement once BAT 2 

information is finalised). Further, BAT-AELs for direct discharges to water are not applicable to grain 

milling installations. 

BAT 5 BAT is to monitor channelled emissions to air with 

at least the frequency given below and in 

accordance with EN standards. 

There are several point source emissions to air from the new cereal processing plant: 

• 2 x 4 MWth natural gas boilers located withing the processing building and discharging through 

a dual flue stack; 

• 17 x dust filters located throughout the processing building and discharging through individual 

vents. 
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Monitoring of channelled emissions to air will be undertaken in line with BAT 5 (relevant to grain 

milling processes), to the relevant standards stated, and to be limited to: 

• Dust – annually 

Monitoring of channelled emissions to air from the boilers sits outside of the scope of the Food, 

Milk and Drink BREF and will instead be undertaken in line with the Medium Combustion Plant 

Directive as follows: 

• NOx – every three years  

• CO – every three years  

Reference conditions: temperature 273.15 K, pressure 101.3 kPa, correction for the water vapour 

content of the waste gases and at a standardised O2 content of 3 % (for medium combustion plants, 

other than engines and gas turbines, using liquid and gaseous fuels).  

Energy Efficiency 

BAT 6 In order to increase energy efficiency, BAT is to use 

BAT 6a and an appropriate combination of the 

common techniques listed in technique b. 

The operator will produce an Energy Efficiency Plan as part of the Environmental Management 

System in line with BAT 6 technique a). 

Other common techniques adopted for the site from BAT technique b) include: 

• Burner regulation and control on the boilers – the operation of the boilers will be linked to an 

automated, intelligent control system for peak optimisation of fuel burn and steam supply 

• Energy-efficient motors - all electric motors will comply with the energy efficiency requirement 

detailed in Schedule 16 of the Ecodesign for Energy-Related Products and Energy Information 

Regulations 2021.  

• Lighting – high efficiency low energy lighting will be installed with all luminaires except self-

contained emergency lighting units, having an efficacy above 60 luminaire lumens / circuit watt. 

Where possible, presence detection shall be provided to lighting. External lighting shall be time-

switch and photocell controlled. 
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• Minimising blowdown from the boiler – the total dissolved solids in the condensate return will 

be automatically measured by the boiler control system to maintain steam quality and boiler 

efficiency by activating the automated blowdown 

• Preheating feed water (including the use of economisers) – economisers will be fitted to each 

boiler to pre-heat the feed water and improve fuel burn efficiency 

• Process control systems – the operation of the boilers will be linked to an automated, intelligent 

control system for peak optimisation of the plant. 

• Reducing heat losses by insulation – the boilers and pipework will be fully insulated. 

• Variable speed drives – Fans shall be regulated by variable speed drives rather than dampers. All 

variable speed drives will comply with the energy efficiency requirement detailed in Schedule 16 

of the Ecodesign for Energy-Related Products and Energy Information Regulations 2021. 

• Use of solar energy – A new PV panel array will be installed on the roof of the new cereal 

processing plant building. 

In addition, electrical distribution efficiency is improved by: minimising losses in the system by 

locking HV/LV transformers as close as practicable to the high power loads; HV/LV transformers will 

comply with the latest Ecodesign Tier 2 requirements; and LV electrical distribution systems are 

provided with Detuned Power Factor Correction system to mitigate losses due to reactive power 

and harmonics.  

Water consumption and waste water discharge 

BAT 7 In order to reduce water consumption and the 

volume of waste water discharged, BAT is to use 

BAT 7a and one or a combination of the techniques 

b to k listed within the BREF document. 

BAT 7 is considered to be met in the following way: 

• Water recycling and/or reuse - The process uses condensate returns (approximately 70%) to 

reduce water usage and increase steam usage efficiency.  

• Optimisation of water flow 

• Optimisation of water nozzles and hoses 

• Segregation of water streams 

• Dry cleaning where possible 
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• Pigging system for pipes 

• High pressure cleaning 

• Optimisation of chemical dosing and water use in cleaning-in-place 

• Low pressure foam and/or gel cleaning 

• Optimised design and construction of equipment and process areas 

• Cleaning of equipment as soon as possible 

Harmful substances 

BAT 8 In order to prevent or reduce the use of harmful 

substances, e.g. in cleaning and disinfection, BAT is 

to use one or a combination of the techniques a to 

d listed within the BREF document 

BAT 8 is considered to be met in the following way: 

• Proper selection of cleaning chemicals and/or disinfectants – steam is used to clean the oats and 

water is used to jet wash plant 

• Reuse of cleaning chemicals in cleaning-in-place  

• Dry cleaning where possible 

• Optimised design and construction of equipment and process areas 

 

BAT 9 In order to prevent emissions of ozone-depleting 

substances and of substances with a high global 

warming potential from cooling and freezing, BAT 

is to use refrigerants without ozone depletion 

potential and with a low global warming potential. 

N/A – refrigerants are not required for the cereal processing facility process.   

Resource efficiency 

BAT 10 In order to increase resource efficiency, BAT is to 

use one or a combination of the techniques listed 

within the BREF document 

BAT 10 is considered to be met as the operator will utilise techniques b) and c) as follows: 

• b) use of residues – residues from the process are processed in the pelleting section so that they 

can be used for animal feed (or alternatively energy from waste fuel) 
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• c) separation of residues – residues are separated: those that cannot be recycled (stones etc 

removed at the front end of the process) are collected and transferred to a waste bag for 

disposal off-site, whereas, dust is collected via the aspirators and sent to the pelleting plant (see 

technique b). 

Emissions to water 

BAT 11 In order to prevent uncontrolled emissions to 

water, BAT is to provide an appropriate buffer 

storage capacity for waste water. 

BAT 11 is considered to be met in the following way: 

• Use of a collection tank to collect the light condensate and pump it at a set limit to the Klargester. 

BAT 12 In order to reduce emissions to water, BAT is to use 

an appropriate combination of the techniques 

given in the BREF Guidance. 

BAT-associated emission levels (BAT-AELs) for 

direct emissions to a receiving water body (daily 

averages): 

COD - 25 – 100 mg/l 

TSS – 4 -50 mg/l 

TN – 2 – 20 mg/l 

TP – 0.2 – 2 mg/l 

BAT 12 is considered to be met in the following way: 

The process water treatment will include: 

• Equalisation in the form of a collection tank to collect the light condensate and pump it at a set 

limit prior to cooling (using heat exchanger and Fin Fan Blast Chiller) to reduce temperature to 

35°C max. 

• Aerobic treatment (rotating biological contactor) in the form of a Bio Disc Klargester. 

Surface water treatment will include: 

• Physical separation in the form of a Hydrodynamic Vortex Separator (to remove settleable solids, 

oils and floatables) for surface water run-off from rooves and hardstanding around the building, 

and a Bypass Oil Interceptor (to remove hydrocarbons) for surface water run-off from the car 

park / access roads. 

Foul drainage will also be treated using aerobic treatment (Bio Disc Klargester). 

The BREF footnotes for this BAT note that the BAT-AELs do not apply to emissions from grain milling. 

Noise and Vibration 

BAT 13 In order to prevent or, where that is not 

practicable, to reduce noise emissions, BAT is to set 

BAT 13 is only applicable to cases where a noise nuisance at sensitive receptors is expected and/or 

has been substantiated. 
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up, implement and regularly review a noise and 

vibration management plan, as part of the 

environmental management system (see BAT 1) 

that includes all of the elements given in the BREF 

Guidance. 

 

An environmental noise assessment has been undertaken to assess potential impacts from the 

development.  This has shown that the new cereal processing building is not expected to have a 

significant impact on nearby receptors.   
 

As such, no further control measures than already proposed (i.e., appropriately acoustically rated 

equipment and silencers on the dust filters) are deemed necessary.  
 

This is considered BAT for site.  

BAT 14 In order to prevent or, where that is not 

practicable, to reduce noise emissions, BAT is to 

use one or a combination of the techniques given 

in the BREF Guidance. 

BAT 14 is considered to be met in the following way: 

Noise and vibration emissions are reduced on site via the following measures: 

• Appropriate location of equipment and buildings; 

• Operational measures; 

• Low-noise equipment; 

• Noise and vibration control equipment - Noise-emitting plant has been enclosed within 

appropriately noise-attenuating materials, where practicable, to ensure compliance with the 

design target noise level; 

• Noise abatement – noise silencers will be fitted to dust filters 

By employing the above mitigation measures, it is envisaged that the proposed design target noise 

level will be achieved and consequently no significant operational noise impacts will be likely to 

occur.  

Odour 

BAT 15 In order to prevent or, where that is not 

practicable, to reduce odour emissions, BAT is to 

set up, implement and regularly review an odour 

management plan, as part of the environmental 

management system (see BAT 1), that includes all 

of the elements given in the BREF Guidance. 

BAT 15 is only applicable to cases where an odour nuisance at sensitive receptors is expected and/or 

has been substantiated. 

Raw oats to be processed in the cereal processing facility are not odorous in nature. Any slight 

odours generated by the processing of the oats e.g. during cleaning, will be contained within the 

processing building and will not require any additional abatement.  
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As such, no further control measures than already proposed (i.e., enclosing the process within a 

building) are deemed necessary.  
 

This is considered BAT for site.   

BAT CONCLUSIONS FOR OTHER PROCESSES 

BAT 16 - 27 Animal feed, brewing, dairies, ethanol, fish and 

shellfish, fruit and vegetable 

N/A these processes are not undertaken. 

BAT CONCLUSIONS FOR GRAIN MILLING 

Energy Efficiency 

BAT (no 

number) 

General techniques to increase energy efficiency 

are given in Section 17.1.3 of these BAT 

conclusions. The indicative environmental 

performance level (yearly average) is presented in 

the table below: 

Specific energy consumption - 0.05 – 0.13 MWh / 

tonne of products 

The specific energy consumption for the new cereal processing facility is 0.117 MWh/ tonne of 

products. This is within the indicative range stipulated. 

Emissions to Air 

BAT 28 In order to reduce channelled dust emissions to air, 

BAT is to use a bag filter. 

BAT-associated emission level (BAT-AEL) for 

channelled dust emissions to air from grain milling: 

Dust - <2 – 5 mg/Nm3 (average over the sampling 

period) 

The dust control system that will be installed in the cereal processing building is a needlefelt bag 

filter system. There will be 17 dust filter units and although the supplier guarantees 10 mg/Nm3, it 

is understood these filters demonstrably achieve 2 – 5 mg/Nm3. This will be confirmed during 

commissioning. 

 

BAT CONCLUSIONS FOR OTHER PROCESSES 

BAT 29 - 37 Meat, oil seed processing, vegetable oil refining, 

soft drinks and nectar juice, starch, sugar 

N/A these processes are not undertaken. 

 


