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SUPPORTING INFORMATION: APPLICATION FOR AN 
ENVIRONMENTAL PERMIT  

 
Traditional Norfolk Poultry Ltd 

 
 
 

0. NON-TECHNICAL SUMMARY 
 
 
A Permit application is being submitted to cover the activities undertaken at this poultry 
(chicken and turkey) slaughtering and processing site in Shropham, Norfolk.  
 
The company specialises in organic poultry; and this is reflected in the rearing of the 
livestock, and the raw materials utilised throughout all associated activities.  
For the calendar year 2019, the site processed 3,9415,520 chickens and 236,606 turkeys. 
During a thorough exercise with the assistance of the Environment Agency, the site 
calculated their daily slaughtering throughput to be in excess of 50 tonnes per day.  Some 
processing activities are undertaken at the facility also, but these fall under the relevant 
threshold of the Environmental Permitting Regulations.  
 
The site at Shropham, operated by Traditional Norfolk Poultry Ltd, is RSPCA assured and 
Organic Farmers & Growers approved, and part of the Red Tractor Farm Assurance Poultry 
Scheme. It is one of the UKs most advanced specialist-poultry processing facilities. 
Development has been invested in the welfare of the animals. An independent vet is always 
on site and a UK leading ‘atmosphere stunning system’ ensures the highest possible bird 
welfare.  
 
At the time of this Permit application, the company has received planning permission to 
extend the buildings and ancillary facilities. Building works have not begun. It is estimated 
these additions will begin later in 2020; suitable permissions allowing.  
 
There are two emission points to air via two small boilers. One biomass boiler fuelled by 
pellets (back up of LPG) that supplies heat to the scalding process; and one Calor gas (LPG) 
boiler that supplies hot water to the facility for hygiene purposes and services the 
secondary scalding tanks. These boilers are sized at 0.225 MWh and 0.360 MWh 
respectively (thermal input). At the time of this application, the Calor gas boiler is not in 
commission and is awaiting replacement with one of a similar size, and with the same 
support fuel.  

 
Water is incoming to the site from the town mains, supplied by Anglian Water. Due to the 
organic certification of the site, this incoming water is subject to stringent testing and 
monitoring. During peak periods, some borehole water is abstracted on site. This is limited 
to 20m3 per day. The site is in currently in communications with Anglian water to increase 
mains supply.  
 
Most of all site areas, within the proposed Installation boundary, are serviced by a 
contained drainage system. Effluent produced in internal processing areas, and some 
rainwater and wash-down liquids in relevant external areas, are discharged to the process 
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effluent drainage system, which in turn is directed to four large containment tanks. These 
consist of three heavy-grade plastic, black 30m3 tanks, to serve as one ‘bank’ and one 
stainless steel 50m3 tank located in a separate area.  The black tanks are hydraulically linked 
to each other and serviced with a high-level monitoring display. All tanks are emptied daily 
by a specialist waste management company. This collected effluent is spread to land, 
during permitted times (seasonal), allowable by the appropriate Regulator. This effluent is 
monitored by the specialist management company for the correct compliance limit values.  
 
Some surface water (rainwater) in non-production areas, such as the incoming road to the 
west of the site drain away to a soakaway. The rainwater collected on the roof of the 
Lairage Area is collected via new sealed, underground pipework and discharged to this 
soakaway also. All areas of the site where there is a potential for contaminated surface 
water (including rainwater) are directed to the process effluent drainage system. Currently 
this method of collection, whilst correctly managing pollution prevention, is creating a 
strain on the effluent capacity on site. For the new 2021 developments, compliant 
soakaways have been added to the construction plans, to enable further process and 
rainwater separation to represent industry BAT. These soakaways will collect surface 
water/ clean run-off areas from relevant areas. A specialist document: Surface Water 
Drainage Strategy was submitted in January 2018 to Norfolk County Council. Any 
amendments to site drainage arrangements for future development of the site would be 
undertaken with pollution prevention measures as the highest priority.  
 
There is some vehicle washing on site. Both Traditional Norfolk Poultry owned vehicles and 
suppliers’ vehicles are cleaned in a specific area (lairage hall) in accordance with the FSA 
requirements (dictated Killco disinfectant 2% mix). This effluent is captured by the process 
drainage system, and ultimately tankered away for processing off-site.  There are cleaning 
chemicals utilised at the site to maintain the stringent hygiene requirements at an organic 
poultry processing plant. These chemicals are distributed through bespoke ‘Dose-a-tron’ 
units, and water and chemicals are distributed accurately. All raw materials utilised by the 
site must comply with the strict procurement guidelines in place to retain the Organic 
certification.  
 
Across the site there are several blast chillers and freezers. These are supported by a variety 
of refrigerants. An external specialist company retains responsibility for planned 
maintenance and appropriate recordings in compliance with F-gas regulations (and 
subsequent phase out requirements).   
 
There are several internal waste collection points at the site; to facilitate segregation and 
compliance with strict Animal By-Product (“ABP”) Regulations. Where possible, floor waste 
is collected as solid waste to avoid entry into the effluent drainage system. Due to the 
potential odorous nature of some waste materials, collections of wastes are frequent. All 
external waste storage areas (where they are collected) are in designated areas and 
provided with cover.  
 
In addition to the effluent storage tanks on site; there are two cesspit tanks on site (one 
above ground, one under). There are two red diesels tank on site. These are locked and 
double skinned and placed upon concrete. There are C02 and 02 storage tanks on site.  
 
An earth bund surrounds most of the site. This has been installed to provide an acoustic 
barrier from activities on site. This bund was extended when lairage area was added in  
previous years.  
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The site has not received any odour complaints since 2015.  There is no odour abatement.   
There are many odour control techniques/operations in place at the site. A newly compiled 
Odour Management Plan has been issued for October 2020. Some monitoring 
improvements were highlighted through the assessment process and implemented.  
 
The company operates the highest Standards across every aspect of their business. In 
addition to those standards stated above, they are accredited by DEFRA as a member of 
the Organic Farmers & Growers and operations on their supply farms are in conjunction 
with the Woodland Trust (tree planting initiatives). The operations at the Installation are 
BRC (British Retail Consortium) compliant. The site is currently working towards external 
certification of Phase 3 of the BS8555 Environmental Standard. Verification will be UKAS 
accredited.  
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SUPPORTING INFORMATION: APPLICATION FOR AN 
ENVIRONMENTAL PERMIT  

 
Traditional Norfolk Poultry Ltd 

 
 

1. INTRODUCTION 
 
 

1.1. Overview 
 
 
This Application is made in support of a poultry slaughtering and processing facility in 
Shropham (“the site”); Traditional Norfolk Poultry Ltd (TNP).  The site has been in operation 
since 2004.  
 
The functions that take place at the site are poultry (both chicken and turkey) slaughtering 
and some value-added processing, prior to packaging.  Over the years the TNP Shropham 
site has been added to and extended. In 2017 an extension was undertaken to add extra 
lairage and C02 kill lines. At the time of this Permit application, the site is planning on 
further expansions increase the building size(s)/operations taking place under cover – but 
this will not impact on the proposed Installation boundary.  The current total site area is 
1.67 Ha.  
 
The site currently employs 180 staff and is operational Mon – Fri. Some deliveries take place 
out of these hours during seasonal peaks. The relevant current planning permissions allow 
operations outside of these times.  
 
 

1.2. Installation Location 
 
 
The site is located on the north east side of the village of Shropham (approx. 7km south 
West of Attleborough in Norfolk).  The entire site is within the ownership boundary of TNP. 
The buildings are within the site boundary are utilised as a poultry processing plant and 
associated lairage. To the north of the site, the agricultural field(s) are also owned by the 
company.  
 
The site address is Oak Tree Business Park, Hargham Road, Shropham, Norfolk, NR17 1DS 
and the site Grid coordinates are 598880, 293100.  
 
Please refer to the following OS map reference, to indicate the Installation location. A 
further plan is included in Appendix 1 to indicate the proposed Installation boundary.  
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The nearest significant surface water feature is the River Thet, approximately 750m to the 
east of the site.  
 
 

1.3. Scope of Application/Additional Relevant Activities on site 
 
 

1.3.1. Additional Relevant Activities on Site 
 
The application for the site will be made as activities are undertaken over the processing 
threshold set out in 6.8 of the Environmental Permitting Regulations; Part A(1) (b) 
Slaughtering animals at a plant with a carcass production capacity of more than 50 tonnes 
per day.  
 
During pre-application discussions with the Environment Agency, it was suggested that the 
site may fall under an additional Schedule 1 activity to the Environmental Permitting 
Regulations – 6.8 Part A(d) treatment and processing…..(iii) animal and vegetable raw 
materials (other than milk only) both in combined and separate products, with a finished 
production capacity over 75 tonnes.  
 
There are activities that would fall under the description provided in guidance set out in 
Environment Agency – RGN 2; Appendices 1 and 2, for the definitions of treatment (Section 
6.8.8.8 – Assembly using pre-prepared materials).  ‘Added value’ activities are undertaken 
for the two weeks before Xmas. This constitutes adding bacon, butter and herbs to the 
product for sale. The short period of additional added value activities does not bring it into 
the threshold of the Regulations.  
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There are also de-boning activities undertaken (described in Section 6.8.8.1. of the 
guidance). The % of de-boning activities undertaken at TNP does not bring the activities 
into the requirements of the Regulations.  
 

1.3.2. Proposed Arrangements 
 
At the time of the Permit Application, the site has been granted planning permission by 
Breckland County Council to extend the site to include a single-story extension to house 
‘Class B8’ storage, tray wash and HGV loading dock. During the expansion, it is planned that 
some changes are made to current effluent drainage and removal arrangements. These will 
be referred to throughout the document and may be suggested as improvements. It is 
understood that any future amendments to the site may require an amendment to the 
Environmental Permit through a variation application. This further development is 
expected to begin in 2021.  
 
 

1.4. Relevant Guidance and BAT Requirements – Update October 2020 
 
 
Various guidance documents have been addressed in the compilation of this Permit 
application. Notably, the BREF (Briefing document for Best Available Technique for member 
EU states) document for Slaughterhouses and Animal By-Products Industries. A full BAT 
Assessment has been undertaken and submitted following the Duly Made Request for 
Further Information. This document is submitted to the Environment Agency as reference 
TNP_ENVBAT/R004.  
 
All sections laid out within Sector Technical Guidance Note EPR 6.11; Treating and 
Processing Poultry – have been addressed within this document. The previous guidance 
“How to Comply with Your Environmental Permit” was withdrawn by the EA in February 
2016 and replaced with guidance on ‘Developing a Management System’ and ‘Controlling 
and Monitoring your Emissions for your Environmental Permit’. All relevant guidance has 
been assessed.  
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2. MANAGEMENT ARRANGEMENTS 
 
 

2.1. Overview of Management System Arrangements 
 
 
The site has an extensive Quality Management System in place. In working towards 
formalising their environmental management practices; several relevant procedures have 
now been incorporated into the QMS.  
 
An environmental management system (“EMS”) will reflect the forthcoming Permit 
requirement to identify and minimise risk of pollution. Some procedures and records will 
be created as standalone environmental documents, others will be incorporated into the 
existing QMS. For example, the QMS already has a robust procedure for addressing 
complaints and non-conformances. Environmental processes have been added (November 
2019). Due to the size of the company and management structure, this is deemed 
appropriate. 
 
In addition to the EMS, specific stringent management systems are in place across the site. 
These are often customer driven and are externally audited frequently.  

 

 
2.2. Environmental Policy 

 
 
There is in place a site-specific Environmental Policy (QM03A - 2019). This policy has been 
in place for many years as customers are particularly interested in the environmental 
direction and commitment(s) of TNP. The policy fits into the larger quality management 
written system used by the company.  
 
The site is seeking certification to the EMS Standard BS8555. The standard requires a 
specific nomenclature from any company policy, so the policy was reviewed and updated 
in November 2019. The new policy contains a commitment to pollution prevention, specific 
improvement objectives and a commitment to continuous improvement.   

 

 
2.3. Environmental Management System 

 
 
The EMS in place at the site is aligned to the requirements of Phase III of BS8555. The EA 
guidance (Feb 1st 2016) set out in Develop a Management System: Environmental Permits 
– states You can develop and maintain your own management system or use an 
environmental management system scheme or standard. If you have a larger site or carry 
out a more complex activity (like installations and waste operations dealing with hazardous 
waste), the Environment Agency prefers management systems: 
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…….An environmental management system may be certified against a standard such as ISO 
14001:2015, or BS 8555. The organisation or individual carrying out certification may be 
accredited by a National Accreditation Body such as the UK Accreditation Service (UKAS) 
 
The system at TNP therefore complies with the requirements; and will be externally 
certified by an accredited body in 2020 (Tarian Inspections UKAS inspections 4492). A 
summary of the system is below:  
 
A. Environmental Responsibilities 

The site EMS largely fits within the existing QMS at the site. There are however specific 
persons assigned for the management of the EMS. The following organogram highlights 
the main individuals responsible for the day to day relevant activities at the Installation.  

 

 
 

The Director and owner; Mark Gorton, is responsible for all overall activities (one of two 
Directors). He is responsible for setting company sustainability targets and providing 
appropriate resources for a suitable EMS.  

The Factory Manager (new in post. Employed in March 2020) will have responsibility of 
ensuring appropriate procedures are implemented. The FM is focused on incorporating 
lean manufacturing processes onsite, and all the communication channels to support. 
These communications (team talks, huddles) are undertaken twice a day on the shop floor. 
Any environmental improvement shall be communicated through these immediate 
channels.  

Technical Manager is the company’s Management Representative and will be responsible 
for the day to day implementation of a suitable EMS. He will be the main communicator 
with Regulators and is the driving force behind relevant company improvements. The site 

http://www.iso.org/iso/home/standards/management-standards/iso14000.htm
http://www.iso.org/iso/home/standards/management-standards/iso14000.htm
https://shop.bsigroup.com/ProductDetail?pid=000000000030339300
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technical team is responsible for documenting environmental procedures through the 
existing QMS. The Technical Manager (and team) will:  

• Implement, maintain and monitor the EMS in accordance with Phase III of the 
EMS Standard BS8555.  

• Report the performance of the environmental management system to senior 
management for review and as a basis for improvement.  

• ensure that each department’s responsibility for environmental issues is 
adequately documented and records are maintained.  

• Communicate with internal and external bodies and organisations.  

• To take the appropriate action to deal with an environmental emergency (joined 
with Engineer Manager) 

• Support all operatives who are involved with the EMS.   

• To ensure that environmental legalisation identified is implemented and 
monitored through periodic auditing (through the quality team).  

• Identify suitable raw materials for their sustainable supply (in line with Climate 
Change Risk Assessment plan).  

 
Engineering Manager is responsible for  

• Ensuring that plant and equipment are maintained and controlled under the 
preventive maintenance system.  

• Monitoring all utilities for tracking through the EMS 

• To take the appropriate action to deal with an environmental emergency (joined 
with Technical Manager) 

• Bringing new BAT to the attention of Senior Management where relevant.  
 

B.  Assessing Compliance 

The company has a Compliance Register that not only assesses existing legal 
requirements (and forthcoming) but the requirements of the many Standards in place, 
along with all individual customer standards.  

The register shall be maintained by the Technical Manager and will be updated via an 
online update service. An external Environmental Consultant and various poultry 
online support sources.  

Results of peripheral compliance checks (insurance checks – Engineering Manager; 
Duty of Care documentation etc) shall be coordinated by the technical team.  

C.  Environmental Aspects/Assessing Significance 

The company has produced an Aspect Register to assess significance of potential 
environmental aspects and/or impacts. It is the responsibility of the Technical Manager 
to ensure this is maintained. This process was formally updated in November 2019 
with the assistance of a consultant. Some areas of improvement were identified during 
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this ‘scoring’ process. Significance was determined by scoring the frequency, likelihood 
and severity of impacts arising from the aspects.  

This assessment shall be repeated for all new proposed activities for the extension.  

Likelihood is assessed against:  

• Almost Certain 
• Probable 
• Possibly 
• Unlikely  
  

With the outcome multiplied against severity:  

• Catastrophic 
• Major 
• Moderate  
• Minor 

Severity of Consequence - Consequence will be considered as high if:  
• The receiving environment is known to be sensitive (for example, the underlying 

aquifer under the site, or the known sensitive receptors near the site boundary).  
• The impact is known to be long-lived  
• The impact is large  
• Insufficient knowledge of impact is available  
• A breach of license conditions results  
• Significant business disruption occurs  

  
If the overall significance rating value is above 9, the aspect is considered ‘significant’.   

D.  Site Equipment & Maintenance Plan 

The company monitors on a regular basis the key characteristics of its operations at 
the Shropham site, and all activities that can have a potential impact on the 
environment. Any key equipment (boilers, meters, refrigeration items, drainage 
systems) required to be tracked and maintained is added to the site planned 
preventative maintenance system (“PPM”).  

This system is bespoke to the site. The site has relatively few items of machinery/areas 
to be managed by this system. The engineering manager states that appropriate 
maintenance tasks are taken from supplier guidance. Any additional frequency will 
addressed; if for instance the equipment is something that is relied on for abatement. 
All assets on site are numbered, and these are added to the paper-based system in 
order of colour (by asset group) to reflect daily, weekly or monthly maintenance. Any 
critical items have spares kept onsite.  
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Monitoring equipment, where necessary, is calibrated and maintained appropriately. 
Any specialist maintenance support (boiler, refrigeration) is documented and 
retained. 
 

E.  Accident Prevention & Management Plan 

The company has developed a stand-alone document for addressing all potential 
emergency scenarios. This reflects the local sensitive receptors appropriately. A copy 
of this plan can be found in Appendix 2.  

 
F.  A Changing Climate 

The site has undertaken the appropriate worksheet as set out in the Application 
guidance. Please refer to Appendix 3. Prior to this assessment, climate change is 
addressed through the procurement process; and particularly the growing stage of the 
process (bird conditions arriving prior to the site). The outcomes of the risk assessment 
will be taken forward as targets through the EMS.  

 
G. Complaints 

The site has an existing communications procedure (QM09P) to ensure that 
appropriate actions are taken in response to correspondence received relating to 
environmental issues. Environmental concerns have been added to this procedure – 
and will be managed by the technical team.  

Method – Environmental  
• Complaints are received as visit/telephone call/letter/Email. 
• Complaints are recorded and taken to the weekly senior management team meeting. 
• Complaints shall be communicated to team applicable by senior manager.  
• If actions are required they shall be delegated in the SMT meeting, a deadline set and 

the actions shall be reviewed in the SMT meeting post deadline. 
• Written response to any complaint shall be provided as part of the actions delegated. 

 
H. Staff Competence and Training Matrix 

The workforce at TNP is relatively small. Turnover of staff tends to be particularly low; 
so the company retains a skilled, competent workforce.  
 
The site has developed a competence/training and awareness process. It is the 
responsibility of the HR Manager to ensure that site personnel are qualified by either 
appropriate training or experience to undertake duties associated with significant 
environmental aspects (in reality, it is very few members of TNP that would have duties 
of this nature). Some specialist chemical handling and spill procedure response training 
is provided by Holchem (chemical supplier). Appropriate records are kept of all 
participants, and when refresher training is required.  
 
All member of TNP have an induction session, and site environmental policy and 
targets is included in this process. Any additional relevant will be recorded on their 
training record(s). These records are kept, indefinitely, at the site.  
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I. Record Keeping 

The site has developed controls defining the control and maintenance of all system 
records (those in support of the QMS and H&S also). The EMS, and all supporting 
procedures and records which make up the system, shall be controlled in the same way. 
  
Records of measurement and monitoring are particularly important to comply with 
existing benchmarking (water target per bird for example). Incoming water sampling 
results, and outgoing effluent sample results are imperative to the company legislative 
compliance. These are monitored by the technical team and anomalies are raised 
immediately.  
 
The technical department is responsible for the maintenance of all relevant records. The 
site procedure states ‘records shall be legible, identifiable and traceable to the activity, 
product or service involved. All records will be stored in such a way that they are readily 
retrievable and protected against damage, deterioration or loss’.  
All environmental records shall be kept on file for 7 years and then disposed of by 
shredding. (It is likely that all records will be electronic however).  
 

J. Reviewing the EMS 

A management review shall be undertaken annually. This will address the appropriate 
EMS areas; and going forward, will prioritise actions undertaken in maintenance of the 
environmental Permit i.e. results of EA audits, progress against environmental targets, 
Permit monitoring results etc. An existing Management Review is held annually (minute 
records held on site in quality system file to view) for matters of internal audits, 
customer audits, regulator visits, non-conformances. From 2020 this will include the 
relevant sections for managing the Environmental Permit.  

Appropriate internal audits will be undertaken in compliance with the requirements of 
EMS BS8555.  
 

K. Document Control 

Relevant EMS documents will be controlled through the established system set out in 
company procedure QM04A, and record completion/changes – set out in procedure 
QM14P.  
 

L. Site Closure  

An appropriate site Closure Plan will be created to ensure the site is returned to its 
original state, in the event of TNP closing activities at the Installation. It is understood 
that the during the life of the Environmental Permit the site must demonstrate the 
requirements of suitable record keeping and any intrusive investigating, to enable 
appropriate assessment on cessation of activities.  
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2.4. Organic Farming/Processing Standards 

 
 
RSPCA Assured 

All TNP poultry is RSPCA assured. The RSPCA’s farm assurance and labelling scheme is the 
UK’s only scheme of its type to focus on improving the welfare of animals reared for food. 
(The site’s gassing/stunning system receives praise for humane practices. It was the first of 
its kind to be utilised for poultry, in the UK).  
 
Red Tractor Farm Assurance Poultry Scheme 

All poultry birds are grown to Red Tractor Standards, which is a national farm assurance 
scheme involving annual independent audits across all farms to verify compliance. The 
scheme sets minimum standards around stocking density, biosecurity and all aspects of 
broiler productions providing assurance on food safety, animal welfare, hygiene and 
environmental protection through every part of the food chain. 
 
The Red Tractor scheme provides consumers and retailers with confidence about product 
quality, food safety, animal welfare and environmental protection. 
 

Organic Farmers & Growers Standards 

TNP is a member of Organic Farmers & Growers, which monitors all our organic poultry 
production. OF&G, a leading UK organic control body, is accredited by Defra. 
 
British Retail Consortium  
The site operates to British Retail Consortium (BRC) Global Standards for food. This means 
that the site has demonstrated that they have the management systems in place to produce 
safe, legal product with full traceability. 
 
Woodland Trust 
TNP works in conjunction with the Woodland Trust in creating new areas of woodland 
habitat. To date TNP have planted over 10,000 mixed species of trees across their farms.  

http://redtractor.org.uk/
http://www.organicfarmers.org.uk/
http://www.woodlandtrust.org.uk/
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3. APPLICATION SITE CONDITION REPORT 
 
 
A Site Condition Report is submitted with this Permit Application. The report is included as 
Appendix 4, the reference is TNP_SCR/042020  
 
The report concludes that the site does not require any specialist intrusive investigations 
and no known pollution event has occurred during the time Traditional Norfolk Poultry has 
occupied the site.  
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4. EMISSIONS TO THE ENVIRONMENT 
 
 

4.1 Emissions to Air 
 
 
Note – the site is not located in an Air Quality Management Area. There are no smoke 
controlled areas in the district of Breckland Council (checked March 2020).  

 
4.1.1 Foreseeable Emissions to Air – Biomass Boiler (A1) 

Point source emissions to air shall be expected from the existing biomass combustion plant. 
This is annotated as emission point A1 in the Emission Points drawing plan (NTS); included 
in Appendix 5 of this document. The model is a ‘Passat Energy HO 180’. The boiler is 
continuously fired and is fuelled by specialist pellets. Pellets are a manufactured fuel and 
have a low moisture content. According to the guidance within Biomass and Air Quality 
Guidance – Environmental Protection UK for DEFRA “appliances burning wood pellets 
usually have lower emissions…exact emissions will depend on the fuel quality and pellet 
moisture content”. The biomass boiler is used to heat the scalding tank. It is 0.225Mwh in 
combustion size; and therefore, does fall within an existing Permitting regime. The stack 
height is 6m high, although this stack is below the highest roofline of the buildings of the 
site (lairage apex height is 10m).  
 
Current Limits for Small Biomass 
The regulation and associated limits of a biomass combustion plant depend on whether the 
fuel is classified as a waste. The TNP plant is burning solid, non-waste biomass so the 
appropriate regulatory authority is determined by the capacity of the plant. As the biomass 
boiler is under 0.4Mwh output, the unit is operated under the regulatory control of Local 
Authority under the Clean Air Act 1993. The LA is aware of the plant and there is no 
requirement for registration due to not burning pulverised fuel, not burning at a rate of 
45.5kg or more per hour, and not burn at a rate equivalent to 366.4kW or more any liquid 
or gaseous matter.  
 
The site is aware of the Eco-Design Regulations that will be introduced from 1st January 
2022; and the associated ELVs, even though these limits will be solely for new equipment.  
 
Biomass Fuel 
Importantly, the biomass boiler at TNP is strictly controlled regarding the source fuel. It is 
fuelled by virgin material pellets, that are certified through the ENplus – Quality 
Certification Scheme for Wood Pellets. The pellets are sourced from a sustainable, virgin 
supply. Suppliers of the pellets are required to register each fuel they supply and infom the 
regulator of the certification scheme the source (full traceability of the sustainable source 
is registered to each batch of pellets with a reference number).  The registration is with the 
Biomass Suppliers List.  
 
As the quality of the biomass systems are reliant on the quality of the fuel, TNP is utilising 
virgin timber and their boiler is certified to use the registered, controlled feed. The pellets 
used at TNP is listed under ENplus A1 as a 6mm pellet. For ENplus A1, the mechanical 
durability is ≥ 98,0 w-%. 
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The attached information in Appendix 6 provides a breakdown of the quality control 
requirements of the registered fuel. Please refer to page 7 of this information for the 
ISO17225-2 standard the fuel complies.  
 
Maintenance and De-Ashing 
The efficient operation of the plant at TNP depends on the correct loading of fuel of the 
correct specification (see above for registered fuel source). This specification ensures 
reduction of fuel costs and emissions of pollutants. Correct maintenance is vital to this 
efficiency and nominated members of TNP are trained in the operational use of the plant. 
This is supported by specialist biomass maintenance support, who maintain and test the 
plant at specified periods. The plant is entered onto the site PPM. (This information can be 
provided if required).  
 
Adequate storage is provided onsite to ensure the fuel is kept cool and dry. This dry storage 
is essential for the optimum efficiency of the specialist pellet (wet fuel may compromise 
smoke control for example).  
 
The plant creates very little pot ash. Ash created from virgin wood is not required to be 
disposed of in a specialist manner (outside of normal Controlled Waste regulations). The 
plant creates less than 1 tonne of ash per year.  
 

4.1.2 Foreseeable Emissions to Air – Liquid Petroleum Gas/Calor Gas Boiler (A2) 

Point source emissions to air shall be expected from the secondary small boiler. This is 
annotated as emission point A2 in the Emission Points drawing plan (NTS); included in 
Appendix 5 of this document. At the time of this application, the existing ‘Calor gas’ boiler 
(LPG) was out of commission and due to be replaced. The previous boiler was sized at 0.360 
kWh. The discharge stack is 6m in height and is below the highest point of the highest roof 
camber point. It is expected that NTP will replace the secondary boiler, with similar size and 
with same discharge arrangements.   

It is assumed that the new boiler will be sized below 0.4Mwh thermal output. This takes 
the new boiler outside the ELV requirements of the Medium Combustion Plant Regulations. 
The boiler will be maintained in line with manufacturers recommendations and annually 
serviced by a specialist contractor. When the new boiler is purchased and installed. All 
relevant information will be supplied to the Environment Agency immediately.  
 

4.1.3 Assessment of Emissions to Air 

Due to the size of the boiler(s) on site, and the expected emissions, it has not been 
necessary to use the Environment Agency risk assessment tool, the H1 software, to assess 
emission limits. The site is not within an AQMA. The aggregated sizes of both boilers will 
not fall within the requirements of the MCP Regulations.  

 
4.1.4 Potential Fugitive Emissions to Air 

There are chilling facilities at the site. Management of refrigerants is undertaken by an 
external specialist and the appropriate registers and maintenance records are retained. Any 
‘top-ups’ of refrigerants will be recorded as a fugitive emission and would be reported to 
the Environment Agency accordingly.  
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• Odour – Updated for October 2020 
An Odour Management Plan has been created using the EA Horizontal Guidance H4 and is 
attached to this application. All relevant assessments within H4 have been followed and 
some improvements have been identified and are included within the ongoing 
management regime.  
 
All potentially odorous activities are undertaken inside the buildings. Appropriate measures 
will be undertaken with current site controls relating to the receipt, storage and handling 
of livestock and removal of animal waste materials. Odour management is something that 
the company treats with upmost importance. The BREF document for the slaughterhouse 
and Animal By-Products Industry has been referenced, to assess against existing practices 
against the following risks - Some fresh animal by-products, such as blood, have a distinctive 
smell, which can lead to problems or complaints if they are not handled properly. Emissions 
from by-products can be prevented by storing, handling, processing and transferring 
materials within a suitable building; bunding tanks; using overground pipe lines and transfer 
lines; applying overfilling protection on bulk storage tanks and preventing rain ingress and 
wind entrapment [3, EPA, 1996]. Storing animal by-products over prolonged periods at 
ambient temperature in the open air increases the risk of direct pollution from odour and 
leachate. As degradation increases, so does the likelihood of the by-products needing to be 
disposed of as waste, as their usability significantly decreases.  
 
The environmental impacts of by-products storage, such as odour and the need to dispose 
them as waste, may be lessened by storage in chill units or freezers (this is not required at 
TNP due to the frequency of collections, even on very hot summer days) . This will, however, 
incur energy use and the risk of refrigerant leaks. The immediate transfer of byproducts to 
an on-site or off-site animal by-products installation for rapid processing could minimise 
their impact. 
 

• Odour Prevention – Updated October 2020 
In relation to the BREF section(s) above; at TNP, all transfer of ABP materials are undertaken 
over-ground (by pipework or dolav). The Cat 2 and 3 waste skips (stored separately) are 
stored externally and are removed daily; as at seasonal times the material would degrade 
quickly in the open air. The site is aware of the potential leachate risk of the materials 
stored, and all containers/skips supplied to site are sealed.  
 
Importantly, no cooking processes are undertaken at TNP. The only direct emission source 
from the process is steam from the scalding tank (primary). Consideration is given to the 
cleanliness of the birds arriving to site (the birds are grown by TNP also) which minimises 
faecal matter or contaminants. The birds are allowed free range to clean themselves, to 
‘dust-bath’ (an important RSPCA marker) and sheds are cleaned daily. This vastly reduces 
contaminants that potentially could be odorous throughout the processing of the bird (the 
scalding steam as previously highlighted).  
 
It is recognised that ABP is a potentially odorous source. The key elements for ABP odour 
to exist are time, exposure and temperature. Blood is not stored on site for prolonged 
periods. Traditionally, at poultry sites blood is amassed in large storage tanks, which can be 
an odour risk. There are no blood tanks on site at TNP. The blood collected from the 
bleeding process is discharged from the relevant processing section via pump to the 
externally stored Cat 3 skip. Blood quickly becomes viscous and jelly like upon contact with 
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oxygen, so the collection skip is covered and sealed. It is collected daily which negates the 
requirement for prolonged liquid storage (a spill risk as well as odour).   
 
Odour can be produced at slaughtering facilities through faecal contamination and handling 
of the live birds (lairage area), and once birds are processed. Delivery vehicles can also be 
a source of odour due to this contamination. TNP controls this risk by not feeding the birds 
prior to shipping to the facility. They can control this as they rear the birds. A period of 12 
hours between feeding is undertaken to give best results (poultry can store food in their 
throat which can burst during evisceration). 
 
Excellent housekeeping is observed at the site. The site has extremely stringent standards 
of hygiene which are externally inspected (please refer to the many Standards and 
Certifications the site complies with) which controls odour production.  
At the shop floor level, putrescible waste is stored in sealed containers, Eurobins. These are 
locked at source by nominated individuals.  
 
The site utilises screens and catch pots to prevent ABP from entering the drainage system.  
 

 The process effluent generated onsite is not considered to be a source of odour. The 
collection tanks are enclosed and removed several (up to three) times a day.  

 
There have been no odour complaints to the site since 2015.  
 
 

4.1.5. Compliance with Relevant BAT Requirements 
 
It is considered emissions to air (both source and fugitive) meet relevant BAT requirements 
laid out in the relevant guidance(s).  An Odour Management Plan has been created using 
the EA Horizontal Guidance H4 and is attached to this application.  

 

 
4.1 Emissions to Water 

 
 

4.1.1 Foreseeable Emissions to Water 
 

4.1.1.2 Incoming.  
 
Water is incoming to the site from the town mains, supplied by Anglian Water. Due to the 
organic certification of the site, this incoming water is subject to stringent testing and 
monitoring. Incoming water is tested monthly by ‘micosearch’ in a UKAS accredited 
laboratory. A breakdown of this testing is included in Appendix 8a. Some borehole water is 
abstracted on site. This is very limited and is only used at very peak periods. The borehole 
and towns mains are combined within the main water tank. The site is currently in 
communications with Anglian water to increase main supply. The current supply averages 
at 96m3 per day. The site records all incoming water as a KPI and is measured per bird for 
EMS review benchmarking (2020 target is 4.5 litres/bird).  
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4.1.1.3 Effluent – Updated October 2020 
 
Outgoing water: process effluent, is split into process effluent and foul. All current site 
drainage is detailed in Appendix 9a and 9b. Most of the site is serviced by a contained 
drainage system.  
 
Some surface water drainage is provided for clean, non-processing areas of the site. This is 
detailed in the drainage plan included in Appendix 9a. The clean roof-rainwater collected 
from the lairage building is included in this surface water collection. This is discharged 
underground, to a soakaway.  
 
Process effluent produced in internal processing areas, and rainwater and wash-down 
effluent in relevant external processing areas, are discharged to the ‘process effluent’ 
drainage system, which in turn is directed to four large containment tanks. These consist of 
three heavy duty plastic black 30m3 tanks, to serve as one ‘bank’ and one stainless steel 
50m3 tank located in a separate area.  The drainage plan included in Appendix 9b details 
these arrangements.  
 
Please refer to Appendix 5 for diagram of Emission Points and Relevant Storage Areas (Black 
tanks are annotated as S1 and silver tank S2). The black tanks are hydraulically linked and 
have a high level indicator. The area is monitored by CCTV and is in an area in constant use. 
Any overflow from these tanks would route back into the system (collection sumps). All 
tanks are emptied several times a day by a specialist waste management company. This 
collected effluent is spread to land, during permitted times (seasonal) allowable by the 
appropriate Regulator. It is stored in a lagoon during non-permitted times).  
 
This process effluent is monitored by the specialist management company; and details of 
the testing break down is included in Appendix 8b (a 5 litre sample is taken monthly from 
both silver and black bank of tanks). Also included is the acceptance criteria, stipulated by 
the waste management company. TNP recognises that daily removal of process effluent is 
business critical to on-going operations at the Installation. They are also aware of the strict 
seasonality of the spreading ‘window’ (dictated by the EA). Therefore, TNP has entered into 
a written contract with the waste management company to ‘book’ lagoon space for 2020, 
to ensure the current removal operations are guaranteed. The acceptance criteria set out 
by the receiving company is set out within Appendix 8c. TNP is in continual discussions with 
the waste company, and should anything change to current arrangements, it is anticipated 
that TNP would be provided with sufficient notice to make alternative legally compliant 
removal arrangements. The worst-case scenario for TNP (financially) would be that all 
process effluent is removed and sent to a receiving commercial ETP for processing.  
 
Foul effluent is collected via two cesspit tanks. In 2019 the amount of effluent collected 
from these tanks was 573m3. Appropriate documentation is retained for these removals. 
These tanks are annotated on the drawing in Appendix 5 as C1 and C2.  
 

4.1.1.4 Effluent Practices – Updated October 2020 
 
Process effluent storage is nearing capacity at the site. It is therefore vital that good effluent 
management practices are undertaken at the Installation. Any animal by-product waste is 
kept out of the waste water system as much as practicable, due to limited tank storage (any 
hard animal matter is screened and/or macerated prior to pumping to the effluent storage 
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tanks). It is important that dry cleaning is undertaken as much as possible, and floor waste 
and catch pot contents are removed to the appropriate ABP skip.  
 
The workforce is appropriately trained in this awareness; and QA presence throughout the 
day ensures these practices are adhered to.  
 

4.1.1.5 Emissions to Surface Water (Including Stormwater) – Updated October 2020 

There are no direct surface water discharge points within or near any processing areas of 
the site. Some surface water is collected from the newly installed road to the East of the 
lairage building. This run off is drained to the soakaway (detailed in the drainage plan in 
Appendix 9a). Rainwater is collected from the roof of the lairage building and discharge to 
this soakaway via an underground system.  
 
It is possible that some further non-process areas discharge rainwater run-off to 
surrounding unmade ground. All effluent generated in relevant building and processing 
areas are collected within the process effluent contained drainage system.  The risks 
associated with site activities are assessed in the Site Environmental Accident Management 
Plan – Appendix 2 and the EA suggested nomenclature for a full Environmental Risk 
Assessment – Appendix 7.  
 
There are no interceptors on site.  
 
Proposed Surface Water Arrangements – Updated October 2020 
 
As described, the site has been approved for planning for an extension to the site. This will 
involve some changes to the surface water collection arrangements. Currently it is 
recognised that some areas of rainwater collection are diverted to the process effluent 
tanks, as a precautionary measure. This does not represent BAT in the sense that it is 
preferred to keep process and surface water systems separately. However, this is not a 
current pollution risk to the site but is costly to the company.  
 
The extension works will incorporate further separation of effluent in these areas, to 
include soakaways and relevant protection measures. The surface water strategy was 
submitted to the Local Authority for planning, to address the increased M2 onsite and 
associated increase of surface water runoff. Planning has been approved.  
 
These areas are forthcoming and are included only for the Environment Agency for 
information at this time. Any formal proposal will be made through the Permit variation 
process, in writing, prior to construction; and the necessary environmental risk assessments 
shall be presented.  
 
The increase of hardstanding at the site in 2021 will create a small increase in current 
surface water runoff but will not add to the current contained process effluent drainage 
system if the appropriate separation techniques are supplied. The planning application 
document concluded the additional hardstanding would not increase the risk of on-site 
flooding (The EA data details the potential for very low risk of surface water flooding). The 
forthcoming proposals will relieve capacity on the current process effluent drainage 
system, as currently it is known that clean rainwater is captured and sent off-site for 
processing.  
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4.1.1.6 Emissions to Groundwater 

There will be no emissions to groundwater from the current site areas, or the new proposed 
area.  
 

4.1.2 Potential Fugitive Emissions to Surface Water 
 
All activities are undertaken internally, or in dedicated areas which are serviced by the 
process effluent drainage system.  
 
All process liquid materials transferred across the site (liquid effluent to and from storage 
tanks, liquid materials into the Cat 2 skip) are undertaken within above ground vessels and 
pipes. All tanks are described in Section 4.2.  
 

4.1.3 Potential Fugitive Emissions to Groundwater – Updated October 2020 
 
An environmental risk assessment is included in Appendix 7. This has highlighted a small 
risk of overfilling/spills from the in-situ Cat 3 skip (serving EV room and blood troughs). Any 
rainwater run-off from this receptacle could potentially reach unmade ground a few metres 
away. Please refer to this document for improvements identified. Please note – the risk of 
blood escaping is minimal. The blood becomes viscous and jelly like, upon contact with 
oxygen. Here, rainwater runoff during excessive periods of weather, is the risk.  
 

4.1.4 Compliance with Relevant BAT Requirements – Updated October 2020 
 
It is agreed that the above factors comply with the relevant BAT requirements laid out in 
the guidance notes/BREF documents named. Some improvements with regard to potential 
waste water separation are discussed further in BAT Assessment document 
TNP_ENVBAT/R001.  
 
 
 

4.2 Bulk Storage/Liquid Releases 
 
 
All tanks are marked on drawing “Emission Points and Relevant Storage Areas” in Appendix 
5. The corresponding number/letter for each tank is noted below. 
 
• Two red diesel tanks at the Installation (D1 - orange) 1100 litres, double skinned, filling 

point within the first skin. These tanks have recently been fitted with crash barriers for 
vehicle collision protection (on advice from the local Environment Agency). Situated 
on concrete with no access to drains.  

• Back up Diesel generator fuel tank (D2 - orange); 1000 litre fuel oil, in a bunded tank. 
Back up fuel for generator for fridge plant, gas stunner and EV line. This tank is filled 
infrequently from the site fuel supplier, via tanker.  

• Waste effluent storage (S1 - green) and (S2 - green). S1 are three black, heavy-grade 
single skinned plastic tanks, each of 30m3 capacity. S2 is a silver, single skinned tank of 
50m3 capacity.   
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• There are nitrogen and CO2 (for killing) stored at the Installation also (coloured pink 
on drawing).  

• There are two cesspits on site C1 and C2, both annotated in brown. C1 is located at the 
perimeter boundary, is underground and has a capacity of 4,000 litres. C2 is near the 
toilet facilities and has a capacity of 6,000 litres.  
 

All bulk storage accidental release is assessed; and the prevention and mitigation measures 
described, in the Accident Management Plan. Appendix 2.  
 
 

4.3 Emissions to Land 
 
 
There are no proposed direct emissions to land from the Installation.  
 
 

4.4 Noise and Vibration Emissions – Updated October 2020 
 
 
A Noise Impact Assessment in accordance with the requirements of BS4142:2014 has been 
undertaken by Resource and Environmental Consultants Ltd and is included with the 
updated application information (provided by email to the Environment Agency by 3rd 
November 2020). Furthermore, a Noise Management Plan (reference TNP_ENV/R004) has 
been created to reflect the management of the findings within the plan. This document is 
intended to be live and will be reviewed should any new process (change of working hours, 
move operations to different boundaries of the site) or relevant equipment (new fans, 
refrigeration etc) be added.  

 
4.4.1 Sources of Noise and Vibration 

 
All mechanical equipment is housed internally (moving conveyers for slaughter lines, 
packing lines etc). Vehicle movement at the site is currently restricted by planning and there 
has not been a noise complaint at the site for several years. It is recognised that noise is 
generated through loading and unloading of materials within the loading bays, and some 
noise from the associated refrigerated units (external). For information, the company owns 
the surrounding buildings to the site. This potentially changes the definition of ‘sensitive 
receptor’ when assessing the immediate residential buildings.  
 
The site is surrounded by an acoustic earth bund. There will not be any additional noise 
control measures proposed within this application. Please see below for justification.  
 

4.4.2 Findings of Noise Assessment/Compliance with Relevant BAT Requirements 
 
The Noise Assessment was submitted with the planning application to Breckland County 
Council, and accepted as satisfactory.  
 
Source measurements were taken at the existing site in order to quantify the potential 
impacts of the proposed extension on the nearby noise sensitive properties. The 
assessment was informed by a weekday and weekend background sound survey conducted 
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to determine the most sensitive time periods. The background survey was undertaken at a 
location considered representative to the nearest sensitive residual property due to the 
operations associated with the site.  
 
The noise assessment concluded the sound emitted from the operations of the site will not 
be intrusive on the residential properties. The assessment has been based on robust and 
worst-case assumptions. The assessment has shown that, in principal, the construction of 
the extension and its associated operations do not have a significant adverse impact on the 
nearest noise sensitive residential dwelling.  
 
Please note, these extension operations have not begun at the site at the time of Permit 
application.  
 
Please refer to the Noise Management Plan for further information.  
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5. OPERATING TECHNIQUES 
 
 

5.1. Operating Techniques/ Technical Standards 
 
 

Each of the following stages of the process have been assessed against the relevant 
guidance to establish BAT, where possible and relevant. 

 
Delivery and Inspection 
The Poultry Meat Hygiene Regulations require the poultry processor to provide separate 
facilities for cleaning and disinfecting the crates, modules (steel frame) and vehicles in 
which the birds are delivered (this happens, vehicles are washed in lairage).  These 
arrangements for TNP are laid out in the controlled QMS document – QM19P.  
In relation to odour and hygiene control, the level of faecal contamination produced during 
transportation, and hence the amount of effluent produced during cleaning, can be 
reduced by not feeding the birds before shipping. A period of 12 hours between feeding is 
undertaken to give best results (poultry can store food in their throat which can burst 
during evisceration).  
At TNP the whole module is placed in the gas chamber. (Stunning birds in their modules 
represents BAT according to BREF Poultry S5.2.2.) 
BAT is represented (in accordance with guidance) when crates are washed individually from 
modules. Water saving measures are in place, by associated set programmed water levels 
and associated sanitiser spray.  
 
Stunning  

The welfare of the bird is of utmost importance at TNP. The stunning process consist of two 
chambers, where modules loaded directly in, and C02 is administered. This leading 
innovative process was the first in the country to be introduced and the RSPCA are 
particularly supportive of the process.  

C02 is delivered in two stages; the first is to relax and stun the bird (induction) to 
unconsciousness and then the second stage is to kill.  Traditionally a water stun bath is used 
for this process, that is continually topped up. This method is water free (aside from daily 
cleaning at end of shift) and produces less waste as the birds are not as distressed as 
alternative measures.  

The BREF for Slaughterhouses and Animal By-Products Industries states that this form of 
stunning has environmental benefits – “The system is reported to have the following advantages. 
It does not impede blood loss, therefore, residual blood in the carcase meat is low. In comparison 
with electrical stunning, it reduces the number of birds with broken bones and the number of broken 
bones per bird; this is important as broken wish and collarbones frequently cause haemorrhaging in 
breast fillets and tender loins. It greatly reduces the incidence of haemorrhaging, not associated with 
broken bones, in the breast and leg muscles and this improves the yield and the value of products. 
Research during 2001 indicated that the adoption of a gas mixture consisting of 80 % by volume 
nitrogen and 20 % by volume argon, is considered to be better than the carbon dioxide-argon mixture 
from bird welfare and meat quality points of views”. 
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Bleeding – Updated October 2020 

The 2005 BREF for Slaughterhouses and Animal By-Products Industries notes the pollution 
potential for the accidental release of blood: “Blood has the highest COD strength of any liquid 
effluent arising from meat processing operations. Liquid blood has a COD of about 400 g/l and a BOD 
of about 200 g/l. The containment of blood is, therefore, one of the most important environmental 
controls at a slaughterhouse. The spillage of blood is potentially one of the most environmentally 
harmful accidents that can happen. Spillage from blood tanks has occurred when blood trough pumps 
have been left on overnight during floor cleaning, thereby causing the blood tank to overflow. The 
blood may escape to local water courses or cause problems in an on-site WWTP, due to shock loading. 
The risk of this can be reduced by installing a high level alarm on the blood tank, linked to an 
automatic cut-off device for the blood trough pumps”. 

At TNP blood spillage into the environment is minimised (see information regarding blood 
storage in sealed containers in Section 4.1.4). Bleeding is undertaken in the lairage area – a 
trough bleed for 2 minutes. The blood is collected via pipework through the roof void into 
the awaiting collection sealed skip.  This blood ceases to be liquid at this stage.  

There are no blood tanks to accidentally fracture/overflow.  

The main impacts at this stage is the physical removal of blood and the associated hygiene 
requirements for the process.  

Bleeding is undertaken constantly throughout processing hours and the blood collection 
troughs emptied. They are cleaned daily in accordance with the set FSA cleaning schedule 
for implementation of the Meat hygiene standards.  

 
Scalding 

As birds enter the scald tank there may be involuntary defecation leading to the 
accumulation of faecal materials in the tank. TNP reduces this risk by controlling feed of the 
bird before slaughter.  

Extraction on scald tanks straight is discharged outside. Odour control from this process is 
already described in Section 4.1.4.  

In EPR6.11 Guidance it states “poultry faeces dissociate in water to form ammonium nitrate 
and uric acid. These act as a chemical buffer and maintain the pH of the scald tank at about 
6, the point at which salmonellas are most heat resistant”  The technical team state this is 
not an issue at TNP, as the scald tank is continuously topped up with fresh water to allow 
for the water exiting the tank from bird feathers. Additionally the site has scheduling 
procedures in place concerning the processing of salmonella birds which prevents cross 
contamination to uninfected birds. There is no requirement for added chemicals. This is 
due to the humane stunning process, and strict feed withdrawal procedures resulting in 
less faecal matter surrounding the birds. This process has passed stringent technical 
controls to remain chemical free.  

Due to the controls, scald tanks are only required to be emptied daily (as salmonella 
contaminated birds are only ever processed last in the day). This represents water BAT at 
this stage.  

Scald tanks are heated by biomass. An efficient renewable energy source.  
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De-Feathering 

The main impacts associated with this stage are waste water, and hygiene waters produced. 
Additionally, this is a stage where solid wastes are produced. In accordance with the 
relevant waste legislation, anything contaminated with ABP such as feathers or tissue 
requires treating prior to disposal.  
TNP exceeds the requirement for waste disposal at this stage of the process as feathers are 
rendered and processed as fish food.   
 

Secondary Scalder 

This process is undertaken after feather removal.  

Two spray bars spray hot water, and immediately cold water, to treat campylobacter. This 
water is then recycled back into heating tank, filtered down to 5micron and sent back to 
unit. This water is only changed once a day. It is estimated that this bespoke recirculation 
facility represents BAT for water usage.  
 
Evisceration 

Evisceration is undertaken manually and mechanically at the site. Head are removed 
automatically, feet removed automatically (saw), automatic vent drill to open birds and 
automatic scoop to pull out innards. Innards are removed manually post FSA inspection 
point. 
Water spray is utilised at every stage to ensure faecal matter contamination control (small, 
directed precise jets) for maximum yield. Any faecal contaminated product is slashed, 
stained and removed as Cat 2 waste.   
EPR 6.11 warns of the odour potential at this stage. At TNP there is no air extraction, all 
parts of this process is undertaken in a closed room.    
 
Chilling 

Chilling of the processed product is undertaken for a minimum of 6 hours or until reaches 
4oC. This stage is rigorously checked and controlled by the technical/QA team.  
Air chillers: Generally used for carcasses for fresh sale. Chilling is either effected by batch in 
a chill room. Water chilling is commonly used in the industry (particularly for larger poultry 
such as the turkeys processed at the site). Tests undertaken at TNP for their product have 
shown that air chilling can reduce the contamination rate by up to three times more than 
immersion chilling. Therefore, this type of chilling is in place at the site and represents BAT 
for water usage at this process stage.  
Air chilling over water chilling also represents a saving in water consumption.  
 
Cutting 

EPR6.11 States that the main impacts associated with this stage of poultry slaughter are -  
wash water loading with solid waste and disposal of inedible offal. At TNP relevant waste 
(excluding anything that hits the floor) is sold to pet food. Cutting is undertaken manually, 
and this cutting provides the best yield, and therefore less waste.  
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Packing 

Some packaging waste is created through this process. To minimise waste production, 
product moved to stores/customer are placed on plastic returnable crates wherever 
practicable. These are rented and no washing is undertaken on site (this created a water 
saving when introduced).  
Customer supplier environmental requirements/targets also drive packaging reduction 
wherever possible without compromising product safety. The NPD team is involved in some 
innovative packaging solutions for customers such as sourcing 100% post-consumer 
recyclable materials such as the RPET primary packaging trays. Aluminium/foil product trays 
are only used for seasonal production of Christmas products which require oven cooking in 
the supplied packaging.  The customer is moving away from plastic coverings for the 
product; and new for 2019 Christmas season was a cardboard base and lid (supermarket 
presentation).  
 
The company is signed up to a Packaging Recovery Scheme (Producer Responsibility 
Obligations Regulations 2007) ComplianceLink. The company unique NPWD code is 
NPWD103959.  

 TNP has created ‘Plastic Reduction Teams’, focused on removing the final non-recyclable 
tray SKU. At the time of application, the target is to remove all non-recyclable packaging 
trays by June 2020.  The site is currently running down current stock, and no more will be 
ordered. The replacement scheme has a cost saving element to the company also.  

Cleaning 

To comply with the Meat Hygiene Regulations, all process floor areas, equipment, 
containers etc. must be washed down and sanitised at least once a day. The site is mindful 
of water efficiency due to the limited incoming supply from the town mains. Dry cleaning 
and removing solid wastes into the relevant ABP receptacle (eurobins) are utilised at every 
stage of the process. Water and chemicals are carefully dosed at set points across the site, 
and only trained hygiene operatives are permitted to use.  

 
Due to the organic certification of the facility, the cleaning chemicals are procured with 
consideration. A mix of alkaline and acid are utilised on alternate days.  
 

 
5.2. Process Control/Technology 

 
 
Chapter 4 of the BREF – Slaughterhouses and Animal By-Products Industries, states that 
certain techniques must be considered to determine BAT. This has been assessed against 
the processes at TNP. In addition to the stages of the processes described above – the 
following controls, noted within Chapter 4 of the BREF, are applied (please note, only areas 
that are not addressed appropriately in other sections, or are relevant, are included):  
 
• Dedicated water metering/monitoring - Incoming and outgoing. 
• Separation of process and non-process water - Foul separated from process. Further 

improvements will be made to site to separate clean surface/rainwater from process 
water.  
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• Control of running water hoses and water leaks – at TNP hose stations are set at 
controlled points across the site, operated by trained personnel (dose-a-trons). 

• Control of water through hose triggers – in place.  
• Fit and use floor drains with screens and/or traps to prevent solid material from 

entering the waste water – in place, only trained hygiene personnel can remove.  
• Dry cleaning of installations and dry transport of by-products – as described in Section 

5.1. Dry cleaning of areas is vital in maintaining water efficiency targets.  
• Overfilling protection on bulk storage tanks, e.g. containing blood or tallow – There are 

no blood storage tanks. Overfilling protection is provided to the effluent storage tanks, 
which would pose a pollution potential if they were released (high level monitoring, 
overflow by-pass back to collection sump network).  

• Double skin protection of bulk storage tanks, e.g. containing blood or tallow – Diesel 
tanks on site are double skinned. The effluent storage tanks are not. Secondary 
containment is currently provided by the effluent system (overfill/overflow would 
remain in the drainage system). It is recognised that appropriate bunding protection is 
required to comply with BAT.  

• Implement energy management systems – please see Section 9.1.1. 
• Implement Refrigeration Management Systems/Control refrigeration plant running 

times – Please see Section 5.3.   
• Replacement of fuel oil with natural gas – Unavailable supply to site.  
• Replacement of boiler fuel with tallow – Not viable. Biomass boiler in place.  

 

 
5.3. Refrigeration  

 
 
Typically, at slaughterhouses and processing plants refrigeration is the largest consumer of 
energy. TNP is mindful of this, and has implemented smaller, focused areas of chilling and 
freezing across the site to chill only the targeted required m2.  The smaller areas of 
refrigeration allow isolation of the power, when not in use (i.e. blast freezers turned off).  
 
It is recognised that refrigeration plant/units designed and operated to be efficient are 
inevitably more reliable; for instance, the compressor does not have to work so hard in an 
efficient plant, which makes it less prone to breakdown and therefore more reliable. A 
specialist refrigeration company is employed to undertaken refrigeration maintenance and 
monitoring. This company also maintains the F-Gas register on behalf of the company 
(please refer to Appendix 10). A full service is undertaken every 2 years, and the system is 
calibrated once a year.  
 
The site refrigeration system(s) utilise R404a and R452a. TNP are aware of the phase out 
requirements of these refrigerants.   
 
Currently there is no heat recovery from any of the chiller units. 
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6. RAW MATERIALS 
 
 
Although the site does not operate an official lean manufacturing policy, the processes 
onsite adopt many principles of cutting-edge operations surrounding slaughtering and 
processing. The site operates to strict organic certification standards. Many of these 
external verification processes at the site, dictate the type of chemicals and associated 
supplies procured for use on site.  
 
 

6.1. Raw Material Use 
 
 

6.1.1. Process  

Processes onsite adopt lean principles of monitoring raw material use and resource 
efficiency, thus reducing wastage, and demonstrating BAT.  Examples include the following:  

• Birds arrive on site and strictly assessed. The type and size of the bird is assessed prior 
to stunning process. Any rejections will not go through the process.  

• There are several bespoke processing solutions at the site (removal of blood and guts 
to a regularly removed receptacle, evisceration technology that minimises staining 
and maximises yield).  

• All process ABP is segregated and stored in separate receptacles, to maximise disposal 
under the waste hierarchy. i.e. feathers separated for reprocessing for animal food.   

 
6.1.2. Procurement 

All product packaging is supplied as food grade and conforms to food safety legislation and 
suitability. Set out in procedure QM34.  
 
Supply of livestock and organic compliant raw materials (list of food grade cleaning 
chemicals) are strictly controlled. Any new suppliers must meet stringent certification 
requirements as set out in QMS procedure QM18P. Environmental credentials must be 
demonstrated prior to approval onto supplier list.  
 

6.1.3. Packaging 

There is a raw material and Packaging Acceptance procedure in place at the site: QM19; 
that addresses relevant certifications of conformance and other company standards.  
 
There are several packaging reduction streams ongoing. These are jointly customer driven 
as the focus is on less packaging, and therefore less plastic waste creation, at the end user.  
The NPD team is involved in some innovative packaging solutions for customers such as 
using 100% post-consumer recyclable materials in the form of RPET trays and associated 
film. There is a significant reduction in aluminium trays utilised for product sale – to more 
easily, widely recyclable materials.   
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 The company is signed up to a Packaging Recovery Scheme (Producer Responsibility 
Obligations Regulations 2007) ComplianceLink. The company unique NPWD code is 
NPWD103959.  

 TNP has created ‘Plastic Reduction Teams’, focused on removing the final non-recyclable 
tray SKU. At the time of application, the target is to remove all non-recyclable packaging 
trays by June 2020.  The site is currently running down current stock, and no more will be 
ordered. The replacement scheme has a cost saving element to the company also.  
 

6.1.4. BRC Compliance 

The site operates to British Retail Consortium (BRC) Global Standards for food and have 
attained and held certification for many years. This means that the site has demonstrated 
that they have the management systems in place to produce safe, legal product with full 
traceability.  
 

6.1.5. Summary of Raw Materials 

A detailed summary of raw materials is shown in Table 6a and 6b. As required by Part 3 
Form Section 3c, the table(s) detail the following:  
 
• Description of the raw material.  

• Maximum amount of raw material stored on site at any time.   

• Annual throughput of the raw materials.  

• Description of how the raw material is used 

• Justification of raw material use.  

Raw materials utilised at the Installation are for the purposes of slaughtering (livestock) 
‘added-value’ preparation, fuelling support functions (refrigeration, energy sources) and 
cleaning (see Section 6.2). There are strict controls surrounding the procurement and use 
of materials.  
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Table 6a - Chemicals 

Chemical 
name Type/Use Annual usage (L) Site stock max Risk phrase Justification 

Chlorfoam 
Plus Detergent 5925 800 R31, R50 

Industry 
standard 

Active Wipes Surface sanitiser wipes 2350 250 R50 
Industry 
standard 

Maxifoam Caustic detergent 625 300 
H400, H411, 

H412 
Industry 
standard 

Maxifoam 
Acid Acidic deterent 775 250 H400 

Industry 
standard 

Maxifoam plus Caustic detergent 375 375 
H400, H411, 

H412 
Industry 
standard 

Nipac Detergent 50 50 none 
Industry 
standard 

Tribac Disinfectant 3000 375 
H400,H410, 
H411, H412 

Industry 
standard 

M8 Hand 
Mousse Hand soap 300 150 N/A 

Industry 
standard 

Optimum 
handsan Hand sanitiser 250 150 R50  

Industry 
standard 

Footbath Detergent, disinfectant 1050 800 
H400, H410, 

H412 
Industry 
standard 

Dosar protect Disinfectant 11250 38 H410 
Industry 
standard 
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Table 6b- Food Raw Materials 
 

Product/Ingredient Annual usage kg) Site stock max Environmental Consequence Justification 

Butter 450  300  

Non toxic, but can damage the 
aquatic environment in significant 

quantities 

Value added 
– temp 

ingredients 
peak month 

Bacon 5600  3000 

Non toxic, but can damage the 
aquatic environment in significant 

quantities.  

Degrades quickly. Source of odour 
if waste not stored correctly. 

Value added 
– temp 

ingredients 
peak month 

Stuffing 12,354 10,000 

Non toxic, but can damage the 
aquatic environment in significant 

quantities.  

Degrades quickly. Source of odour 
if waste not stored correctly. 

Value added 
– temp 

ingredients 
peak month 

 
Table 6c- Support Function materials 
 

Product/Ingredient 
Annual 

usage (L/kg) 
Site stock 
max kgs Environmental Consequence Justification 

Wood Pellets 
(biomass)  84,000 

Deliveries of 
7,000kg 
batches 

Depletion of a resource (although 
renewable)  

Source of emission to air.  
Renewable Fuel 

source 

Cardboard/ Paper 
(labels and sleeves) 7240 2000 Non-renewable resource.  

Increased volume 
over plastic 

packaging/ No better 
alternative for labels 

Plastic Packaging 107,953 50,000 

Non-renewable resource.  

100% recyclable material in RPET 
(from June) 

Client specifications 
(see improvements 

for 2020)  

Aluminium 5,514 4,000 

Foil trays – seasonal.  

100% recyclable for average 
home 

Client specification 
(ready to cook 

packaging).  

High Barrier Film 29,926 N/A Not 100% recyclable  Client specification 

Refrigerant R404* N/A 463 
High global warming potential. 

Phase out from 2020 
Existing equipment – 

due for upgrade 

Refrigerant R452* N/A 22 High global warming potential Equipment design 
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*- F-Gas register maintained by external specialists. Information taken from A&S Cooling 
Services. Some items with R404a likely to change within the forthcoming extension building 
works. The site is aware of the relevant phase-out requirements. Please refer to Appendix 
10 for register.  
 
 

6.2. Cleaning and Sanitation 
 
 
Cleaning and sanitation of the process is exceptionally important within an organic 
slaughtering facility. In addition to the strict hygiene requirements that must be adhered 
to, the site has an additional challenge of utilising water as efficiently as possible. This is 
due to the restrictions of town’s main supply. Due to the nature of the water utilised in 
cleaning the processes after a production run, it is not possible for it to be recirculated or 
recovered for another use.  

 
Removing animal material from the equipment and floors, and putting the waste in 
designated lockable bins, provides the optimum cleaning conditions. This frees the effluent 
drainage system of any debris that may block the system. The preparation of the individual 
areas, prior to the dedicated hygiene staff entering, is laid out (and trained) in procedure 
QM40. Only trained personnel are permitted to operate hose points. This protects against 
operator mis-use and ensures water is utilised as efficiently as possible.  

 
As stated, cleaning chemicals are dosed through 25kgs bespoke units, used at the point of 
use to minimise water and chemical usage. These units are called ‘Dose-a-trons’.  
 

6.2.1. Compliance with Relevant BAT Requirements 
 
It is considered that the use of raw materials and water (due to re-use restrictions) meets 
the relevant BAT requirements. Further justification is provided in the BAT Assessment 
document TNP_ENVBAT/R001.  
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7. Waste Management 
 
 

7.1. Avoidance, Recovery and Disposal  
 
 

7.1.1. Measures to Minimise the Use of Raw Materials  
 
Every stage of the process at TNP is monitored for waste minimisation/ efficiency. Material 
variance and product yield is assessed daily. As this is a relatively small facility, any increase 
in material variance can be addressed quickly. Every stage of the process is designed to 
ensure it is waste efficient as possible. Including -  

• Birds are strictly assessed on arrival. The type and size of the bird is assessed prior to 
stunning process, and potential rejection (this rejection assessment ensures birds do 
not go through the whole process, just to be rejected at the packing stage).  

• The production of waste generated on the shop floor is minimised through several 
bespoke processing solutions at the site. Blood and guts are placed into a regularly 
removed receptacle, and evisceration technology minimises staining and maximises 
yield.  

• All process ABP is segregated and stored in separate receptacles, to maximise disposal 
under the waste hierarchy. i.e. feathers separated for reprocessing for animal food.   

• Packaging solutions are consistently reviewed, to assess the most efficient use of raw 
materials, and to produce the least waste at the end user.  

 
7.1.2. Waste Minimisation Audits/Material Variance measures 

 
Waste/poor yield generated the previous day is discussed and route cause established at 
regular review meetings.   
 

7.1.3. Waste Management Arrangements 
 
Waste/poor yield generated the previous day is discussed and route cause established at 
regular review meetings.   
 
Due to the nature of waste materials produced at TNP; most waste streams are collected 
daily (the CAT2 and CAT3 waste) by licensed contractors. Waste skips/receptacles are 
covered and stored on appropriate surfacing. It has been identified through the Accident 
Management process, that the Cat 3 blood and offal skip in situ (as in, this is underneath 
the bespoke discharge chute directly from the kill room. It is removed from site from this 
location and replaced) is identified as a potential pollution risk when assessing for 
overfilling or the potential for the chute to fail etc. There are plans to resurface the area 
with hardstanding.  At the time of this application however; the risk is managed through 
physical controls (skip is double skinned/sealed), operational controls and strict removal of 
contents frequently throughout the day. Importantly, the blood is not liquid at this stage.  
 
Any wastes that are taken from the site are characterised by their correct EWC (European 
Waste Catalogue) code. All waste management companies used by the site are required to 
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supply correct licenses and details prior to any wastes being removed from site. All end 
disposal routes are in accordance with the requirements of ABP Regulations. Please refer 
to Appendix 5 for annotated waste skip storage area(s) on the site plan.  
 

 
Plan Ref: Waste Produced Stored – Environmental Protection 

Annual 
Tonnage 

Disposal 
Method 

Area W1 Cat 2 and 3 ABP 

 

 

 

Cat 3 – Blood/ Guts 

Cat 2 – Locked Euro bins - In Waste Storage area 
(external) – not on concreted ground, potential 

for leaks to underlying soil. Cat 3 Waste Skip. Not 
on concrete hardstanding.  

 

Cat 3 covered skip – on impermeable standing 4998 

Cat 2 
Incinerated 

Cat 3 AD.   

 

Area W2 Cardboard and 
Metal 

Collected in same skip.  
Stored in Waste Storage Area. No potential to 

leach as dry, covered waste 7420 Recycled 

 

 

Area W2 General Waste 

Dry waste, stored in covered skip in Waste 
Storage area (external) – not on concreted 

ground, low potential for leaching due to dry, 
covered content.  61,500 Waste to Energy 

 

Tanks S1 
and 

Tank S2 
Process Effluent 

Collected from storage tanks.  

Tanks have high-level indicator. 
By-pass facility in event of overfill (back to 

system) 
Daily collections.  24,100 

Land Spread 
(Lagoon storage 

through non-
permissible 

months) 

C1, C2 
Foul Effluent 

(Domestic waste) Collected from 2 tanks 573 

Licensed offsite 
waste water 

treatment plant 

 
 

7.1.4. Waste Management Procedure 
 
As part of the investigations to apply for an Environmental Permit; TNP recognised that the 
arrangements surrounding the Duty-of-Care removal arrangements must be formalised in 
a procedure, which is then trained to relevant personnel.  
Procedure ENVOP-003 states the following must be in place:  

• A waste management file, with corresponding waste contractors and their respective waste 
they remove – with all relevant licenses, to be present in hard copy (or electronic)  

• A waste management table – in place to provide ‘at a glance’ tracker of waste stream, who 
collects, where it goes and what is the end disposal route.  

• Obtain copies of duty of care documentation for all waste streams  
• Ensure waste is appropriately stored in line with the Waste Regulations  
• Obtain site-based waste monitoring data (tonnes) and report to relevant employees  
• Information for all site employees for compliance with waste hierarchy requirements (I.e. 

why the site has a zero-landfill policy, why ABP waste must undergo pre-treatment etc).  
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• Provide definition of different types of waste  
• Copies of Waste Transfer Notes (including the information that needs to be detailed on 

Waste Transfer Notes)  
• Consignment Notes (including the information needed to be detailed on Consignment 

Notes) where relevant (v small amounts of hazardous waste are produced at TNP)  
• Waste carrier licences / exemptions  
• Environmental Permits / exemptions  
• European Waste Codes (EWC)  

 
 
7.1.5. Compliance with Relevant BAT Requirements 

 
Indicative BAT is stated as:  
 
Demonstrate that the chosen routes for recovery or disposal represent the best 
environmental option considering, but not limited to, the following:  
•  All avenues for recycling back into the process or reworking for another process  
•  composting  
•  animal feed  
•  other commercial uses (not applicable to TNP aside from animal feed production 

from feather waste and landspreading for fertiliser)  
•  landspreading, but only where ABP restrictions allow – TNP dispose of effluent 

waste in this manner.  
 
It is considered waste minimisation and avoidance meet relevant BAT requirements laid out 
in EPR6.11 – section 1.4; and the BREF document. In October 2020 these waste 
arrangements were further assessed. The BAT requirements and compliance is listed in 
document TNP_ENVBAT/R001.  
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8. MONITORING ARRANGEMENTS 
 
 

8.1. Monitoring of Releases 
 
 
Incoming water (town mains) and outgoing effluent is currently monitored for compliance. 
There is no point source monitoring proposed.  

 

 
8.2. Environmental Monitoring 

 
 
Details of current site wide environmental monitoring (operational control audits as part of 
the site EMS, PPM, etc), have been referenced throughout this document.  

 
It is recognised that some process variables may affect the environment.  

To benchmark the existing practices at TNP, the Monitoring guidance in Section 3.4 of EPR 
6.11 – ‘Monitoring of Process Variables’. The site is assessed against the type/frequency.  
 

Process 
Variable 

Comment/Action Suggested 
monitoring 
frequency 

Actual 
monitoring 
frequency 

Refrigerant  Quantity of refrigerant and oil 
added or removed from system 

Each change or 
drain 

Annually, or when 
required 

Chemicals 
(cleaning) 

Monitor consumption to check 
correct dilutions and application 
procedures are being followed 

Weekly Weekly 

Wood Pellets Monitor quality and burn rate N/A Each time boiler 
is loaded. Visual 
inspection of 
pellets each 
delivery 

Bleeding Times Blood has high BOD. By 
monitoring bleeding times, you 
can check that the maximum 
quantity of blood has been 
collected and not overload 
system (not a risk at TNP as 
adequate storage is supplied)  

N/A Discussed daily in 
Ops meetings – if 
unusual 
times/amounts 
are presented.  

 
Water 

Fresh water use across activities 
and at individual points of use 
should be monitored as part of 
water efficiency plan.  

Continuous and 
recorded 

Incoming water is 
continuous and 
monitored.  
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Water targets to 
be set through 
EMS.  

Energy 
Consumption 

Energy consumption across the 
site and at individual points of 
use should be monitored as part 
of energy plan.  

Normally 
continuous and 
monitored. 

Energy is 
monitored – the 
site is not fully 
sub-metered.  

Effluent 
Collection Tanks 

Tanks should be fitted with high 
level alarms to prevent overfilling 

Continuous Monitoring, and 
overfilling by-pass 
arrangements are 
in place.  
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9. RESOURCE EFFICIENCY AND CLIMATE CHANGE 
 
 

9.1. Energy Efficiency 
 
 

9.1.1. Energy Management and Efficiency Measures 
 
The site records all energy sources. These are mains electricity, Calor gas and virgin-wood 
pellets. The site is not signed up to a Climate Change Agreement (note, upon discussion 
with the administrator of the scheme in the UK, it is not possible for TNP to join a UK 
agreement currently).  
 
Currently the site does not require specific bird/kWh KPIs, although energy use against 
production output is discussed at every management meeting.  
 
The various energy saving techniques utilised at the site have been outlined in previous 
sections of this supporting document (chillers turned off when emptied, renewable energy 
boiler fuel, water saving (and thus heat) initiatives etc).  
 
An energy management plan will be compiled in line with the requirements of this Permit 
application and the site EMS certification in 2021. The engineering manager will be 
responsible for compiling improvements. The site Director will be responsible for providing 
the appropriate monitoring of projects, and the resources.  
 

9.1.2. Energy Consumption and CO2 production 
 
The emissions of carbon dioxide from the site’s 2019 energy usage is summarised in the 
table below:  
 

Energy Source 
 

Energy 
Consumption 
(Primary)  

Emission Factors * 
(C02)  

Annual C02 
Production – 
(Tonnes) 

Grid electricity 1,622,000 (KWh) 0.412 668.3 

Calor Gas 43,728 (kgs) 2.965 129.7 

Wood Pellets 84,000 (kgs) 55.53 4664.5 

Total  5462.5 
* Source – Carbon Trust Emission Factors taken from DEFRA’s greenhouse gas conversion 
factors for company reporting, published in September 2016. 
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10. Environmental Risk Assessment (Please see Appendix 7 for full plan) 
 
 

10.1. Assessment Description 
 
 
The EA was consulted for a conservation screening assessment reference 
EPR/AP3402PK/A001. This was to screen for nature conservation sites within 10km of the 
TNP application site. A full copy of this screening report is included in Appendix 2 of the Site 
Condition Report (TNP_SCR/042020) – Nature and Heritage Conservation Assessment.   
 
Included are following sensitive receptors:  
Special Areas Conservation (SACs) – within 10km.  

• Breckland 
• Norfolk Valley Fens 

 
Special Protection Areas (SPA) – within 10km 

• Breckland SPA 
 

Sites of Special Scientific Interest (SSSI) – within 2km 
• Swangey Fen, Attleborough 

 
Local Wildlife Sites (LWS) – within 2km 

• East of Lower Stow Bedon Stafford's 
• Meadow 
• South of Shropham Hall 
• Lake in Shropham 
• Shropham Hall Grounds 
• Lower Stow Bedon 
• Thet Valley 
• Lakes & River in Shropham 
• Shropham Grove 
• South of Mount Pleasant 
• North of Red Bridge 
• Shropham Fen 
• Old Gravel Works 

 
Ancient Woodland 

• Unnamed woodland (within 2km)  
 
 

(Please also see the Site Condition Report for details of other potential sensitive receptors, i.e. nearby 
residential areas, nearest commercial property etc).   
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10.2. Environmental Accident Management Plan 
 
 
There is a site-specific Environmental Accident Management Plan (referred to as “AMP” 
from here on), that was compiled for the purposes of this application. During the process 
of assessing all potential scenarios and their associated controls, some improvements have 
been identified. A copy of this is included as Appendix 2 

When the EMS is externally certified later in 2020; this management plan will become an 
auditable document, as part of the system.  
 
The AMP assesses the risks from site wide issues, details the prevention and mitigation 
measures and provides specific control procedures where required. The areas assessed are:  
• Fire (and associated firewater containment);  
• Refrigerant release;  
• Flood;  
• Loss of mains electricity;  
• Storage of liquid materials;  
• Hazardous waste storage (N/A at TNP, but assessed in information collection)  
• Mass release of effluent collection tanks   
• Releases to air (planned and fugitive)  
• Accidental release to ground from contaminated surface water  
• Vandalism 
 
Supporting Information 
Please refer to the AMP (document reference ENVR-003) for details of relevant emergency 
procedures, details of how relevant complaints and communications are responded to, and 
details of preventative maintenance arrangements.  
 
Improvements identified (Section 3.5 of AMP) – Updated October 2020 
• Current waste storage arrangements – The site is currently developing the area (W1 

and W2) along with the extension works, to cover the area with appropriate 
impermeable covering. There will be no drain access in this area, and no potential to 
run-off to unmade ground.  

• Current effluent liquid storage tanks - W1 activity has been assessed as high risk as the 
current correct containment is reliant on daily removals by a third party. At the time 
of this report compilation (March 2020) the site is in discussions to increase 
containment capacity; to enable several days of effluent storage. Any new effluent 
storage facility would be provided with the appropriate secondary containment and 
alarms (possibly overflow/by-pass facility as is currently). Update October 2020 – Due 
to the strict restrictions imposed by the HSE surrounding movement to UK poultry sites 
during the COVID crisis, the site has not progressed the effluent containment capacity 
project at the time of this writing. All plans are still ongoing and necessary. As soon as 
contractors are permitted onsite the arrangements will continue.  
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11. CESSATION OF ACTIVITIES AT THE INSTALLATION 
 
 

11.1. Site Closure Report 
 
 
A Site Condition Report has been compiled as part of this Permit application (included as 
Appendix 4).  
 
This document describes the believed condition of the site at time of application. The 
relevant historical searches have been undertaken, and Landmark Envirocheck © has been 
utilised to assess any pollution history on the site and in the immediate vicinity. This 
information will be updated and reviewed if the site ceases operation and wishes to 
surrender their Permit.  

 

 
 
 



 

 

 
 
 
 
 
 
 
 
 
 
 
 

APPENDIX 1 

1a – Installation Boundary Plan



 

 

 



 

 

 
 
 
 
 
 
 
 
 
 
 
 

APPENDIX 2 

Accident Management Plan  
*attached separately via email 

  



 

 

 
 
 
 
 
 
 
 
 
 
 

APPENDIX 3 

Climate Change Risk Assessment  
*attached separately via email



 

 

 

 
 
 
 
 
 
 
 
 
 
 
 

APPENDIX 4 

Site Condition Report  
*attached separately via email 

  



 

 

 
 
 
 
 
 
 
 
 
 
 

APPENDIX 5 

Diagram of Emission Points  

Drawing Name: Emission Points and Relevant Storage Areas  
 

  



 

 

 



 

 

 
 
 
 
 
 
 
 
 
 
 
 

APPENDIX 6 

Biomass Fuel Information  
 

  



 

 

 
  



 

 

  



 

 

 
 
 
 
 
 
 
 
 
 
 

APPENDIX 7 

Environmental Risk Assessment  
*attached separately via email 

  



 

 

 
 
 
 
 
 
 
 
 
 
 

APPENDIX 8 

Water Quality Information 
8a) Incoming (Microsearch) 

8b) Outgoing (Whytes)  
8c) Waste Disposal Acceptance Criteria 

*attached separately via email 

  



 

 

 
 
 
 
 
 
 
 
 
 
 

APPENDIX 9 

Site Drainage 
9a) Drawing 26647/400 - Existing Drainage Plan (showing clean area  

surface water to soakaway) 
9b) Drawing 26647/401 - Existing building Drainage (showing all process areas) 
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APPENDIX 10 

F-Gas Register





APPENDIX 11 

Odour Management Plan 
(attached separately) 



APPENDIX 12 Process 

Flow Diagram 
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	A Permit application is being submitted to cover the activities undertaken at this poultry (chicken and turkey) slaughtering and processing site in Shropham, Norfolk.
	The company specialises in organic poultry; and this is reflected in the rearing of the livestock, and the raw materials utilised throughout all associated activities.
	For the calendar year 2019, the site processed 3,9415,520 chickens and 236,606 turkeys. During a thorough exercise with the assistance of the Environment Agency, the site calculated their daily slaughtering throughput to be in excess of 50 tonnes per ...
	The site at Shropham, operated by Traditional Norfolk Poultry Ltd, is RSPCA assured and Organic Farmers & Growers approved, and part of the Red Tractor Farm Assurance Poultry Scheme. It is one of the UKs most advanced specialist-poultry processing fac...
	At the time of this Permit application, the company has received planning permission to extend the buildings and ancillary facilities. Building works have not begun. It is estimated these additions will begin later in 2020; suitable permissions allowi...
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	The report concludes that the site does not require any specialist intrusive investigations and no known pollution event has occurred during the time Traditional Norfolk Poultry has occupied the site.
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	4.3 Emissions to Land
	4.4 Noise and Vibration Emissions – Updated October 2020
	A Noise Impact Assessment in accordance with the requirements of BS4142:2014 has been undertaken by Resource and Environmental Consultants Ltd and is included with the updated application information (provided by email to the Environment Agency by 3rd...
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	6.2. Cleaning and Sanitation
	Removing animal material from the equipment and floors, and putting the waste in designated lockable bins, provides the optimum cleaning conditions. This frees the effluent drainage system of any debris that may block the system. The preparation of th...
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	7. Waste Management
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	8.  MONITORING ARRANGEMENTS
	8.1. Monitoring of Releases
	Incoming water (town mains) and outgoing effluent is currently monitored for compliance. There is no point source monitoring proposed.
	8.2. Environmental Monitoring
	Details of current site wide environmental monitoring (operational control audits as part of the site EMS, PPM, etc), have been referenced throughout this document.
	9.  RESOURCE EFFICIENCY AND CLIMATE CHANGE
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	10.1. Assessment Description
	The EA was consulted for a conservation screening assessment reference EPR/AP3402PK/A001. This was to screen for nature conservation sites within 10km of the TNP application site. A full copy of this screening report is included in Appendix 2 of the S...
	Included are following sensitive receptors:
	10.2. Environmental Accident Management Plan
	When the EMS is externally certified later in 2020; this management plan will become an auditable document, as part of the system.
	The AMP assesses the risks from site wide issues, details the prevention and mitigation measures and provides specific control procedures where required. The areas assessed are:
	 Fire (and associated firewater containment);
	 Refrigerant release;
	 Flood;
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	A Site Condition Report has been compiled as part of this Permit application (included as Appendix 4).
	This document describes the believed condition of the site at time of application. The relevant historical searches have been undertaken, and Landmark Envirocheck © has been utilised to assess any pollution history on the site and in the immediate vic...
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