
Classification of Variation 

We strongly disagree with your conclusion that the application to vary the transfer station permit is 

deemed to be substantial. Almost all of the activities already take place and are regulated through 

the current permit.  

The only additions to the installation are the wire granulator and the bottle crusher. Neither of these 

operations are large or complex; both being small and low risk.  

The bottle crusher accounts for four additional listed activities, due to its ability to process both 

hazardous and non-hazardous wastes, with the outputs destined for either disposal or recovery. 

Whilst the application includes numerous EWC codes for these activities, perspective should be 

attained by understanding that almost all inputs are and will continue to be waste beverages.  

The wire granulator is again a very simple piece of equipment that granulates and separates the 

metal wire from the plastic coating. 

The perceived increase in activities has also come about by the splitting of existing ones, more 

clearly defining the management techniques for the output residues. Examples of this include the 

disposal by recovery of the non-hazardous residues from the shredder, which in theory creates two 

additional activities.  

The same has occurred for the non-hazardous residues from both the small and the large depacking 

machines, where another two activities are created.  

The above accounts for all nine additional activities, all being either minor or theoretical. 

DAA Activity A21 

There are numerous origins for the non-hazardous wastes in the transfer station, including waste 

being brought onto site, waste associated with the activities A11 to A20 i.e. non-hazardous outputs, 

as well as non-hazardous outputs from activities A1 to A10 e.g. materials that have been 

decontaminated, with the hazardous components removed. Examples of this include the dried metal 

bricks from the aerosol recycling plant and washed & shredded empty packaging from the shredding 

operation. 

These types of activities have been undertaken on site for over 20 years, initially being contained 

within the waste management licence OCC/133, issued by Oxfordshire County Council, subsequently 

WML86112. They were also contained within the PPC permit WP3231SX.  

Further Information for Additional Activities 

The additional activities / operations within the permit variation are as follows: 

 The operation of the Glass Crusher to treat both hazardous and non-hazardous wastes, with 

the outputs consigned for both recovery and disposal. 

 The operation of the wire granulator to treat non-hazardous waste, with the outputs 

consigned for recovery. 

 



Glass Crusher 

 

The glass crusher accepts a wide range of liquid products contained in glass bottles. The bottles are 

manually placed onto a rubber conveyor, prior to being elevated and transferred into the crusher 

hopper. The crusher breaks the bottles (predominantly drinks bottles), releasing the liquid and 

producing as large a cullet as possible.  

In theory the equipment can process up to five cubic metres of bottles per hour, however in 

practice, due to the loading technique and the wish to avoid the potential for bridging within the 

hopper, no more than four cubic metres per hour is processed. 

The liquid falls into a collection tank under the crusher, prior to being pumped into enclosed IBC 

containers. 

The cullet falls onto an inclined vibrating screen, ensuring the removal of all of the liquid products. A 

water wash can be introduced at this stage, enabling a clean glass cullet to be produced. All liquids 

fall into the same collection tank. 

Once fully characterised, the liquids are transferred to a suitable recovery or treatment facility. 

Once free of liquid product, the cullet is conveyed to a suitable skip, rollon off or other collection 

container, prior to being transferred for recovery. 

Where possible, the respective glass colours are processed separately, optimising the rate and value 

of the recovery process. 

The liquid waste from the process is generally contained within IBCs, prior to being consigned for 

recovery through a suitable treatment process e.g. anaerobic digestion, or blended to form a fuel. 

(i) Raw materials – Other than rinse water, the activity doesn’t use any raw materials. The 

rinse water can be supplied by either the use of mains water, or preferably from the 

underground rainwater harvesting tanks.  

 

No more than 1000 litres of rinse water is used per hour of operation. 

 

(ii) Noise / Vibration – An outline noise assessment was completed prior to the glass 

crusher’s final commissioning, with levels not exceeding 85dB(A) at 1 metre.  

 

The glass crusher is located in an area of the transfer station that borders the adjacent 

restored landfill, with the banking affording a high degree protection.  

 

The glass crusher cannot be heard at the location of the nearest sensitive receptor 

(located approximately 400m from the installation) and no noise complaints have been 

received. 

 

Noise and vibration do not present key issues for this equipment. 

 



This conclusion was drawn using Section 2.4 of the Horizontal Guidance for Noise H3 

(Part 2), Investigation and Assessment of Noise Impact. 

 

(iii) Odour – The glass crusher does not process wastes with the potential to emit odours 

that are likely to cause any issues at the nearest sensitive receptors. The vast majority of 

the wastes are bottled beverages i.e. odorous wastes aren’t handled by this plant.  

 

Using the assessment within Horizontal Guidance H4 Odour Management, the 

conclusion of “No Odour” can be determined. 

 

(iv) Emissions – The glass crusher will not give rise to fugitive emissions as it doesn’t process 

odorous, reactive or highly volatile materials; the vast majority of inputs being wastes 

beverages. 

 

Wire Granulator 

 

The wire granulator processes a wide range of electrical and data cables, enabling the recycling of 

the copper wire and the plastic coating.  

 

The cables are processed in isolation i.e. items such as plugs are removed before the lengths of cable 

are fed into the plant.  

 

The feeding of the plant is a manual process, placing the lengths of cable into a hopper / chute, 

leading to granulating blades. These break up the cables into a plastic crumb and copper granules, 

which are subsequently separated and channelled into collection receptacles. 

 

Both the plastic crumb and copper granules are consigned for recovery. 

 

(i) Raw materials – There are no raw materials used in the process.  

 

(ii) Noise / Vibration – A noise assessment was completed in October 2016. The results 

showed that at 1m the plant emitted 91.6dB(A).  

 

The wire granulator is however located next to Building 1, with the open yard area on 

the opposing side. Beyond this is the restored landfill, with elevated banks, affording a 

high degree of protection.  

 

The wire granulator cannot be heard at the location of the nearest sensitive receptor 

(located approximately 400m from the installation) and no noise complaints have been 

received. 

 

Noise and vibration do not present key issues for this equipment. 

 

This conclusion was drawn using Section 2.4 of the Horizontal Guidance for Noise H3 

(Part 2), Investigation and Assessment of Noise Impact. 



 

(iii) Odour – The wire granulator only processes non-odorous wastes.  

 

Using the assessment within Horizontal Guidance H4 Odour Management, the 

conclusion of “No Odour” can be determined. 

 

(iv) Emissions – There are no emissions from the wire granulator.  

 

 

Summary of Treatment Activities 

 

The treatment processes operated in the hazardous waste transfer station are predominantly 

comprised of physical treatment techniques, principally the compaction or shredding of wastes. 

Consideration has been given to Section 2.1.13 of SGN 5.06 with all these operations. 

 

HazPak6000 Waste Recovery Plant 

Although having a capability of handling a wide range of wastes, the HazPak6000 is almost solely 

used for the recovery of the material components from waste aerosols, LPG gas cylinders, paint tins 

and oil filters.  

Prior to quotation, as part of the pre-acceptance procedures, the composition of the wastes is 

assessed to ensure both chemical and process compatibilities are complied with. Written 

descriptions are obtained and where necessary restrictions placed on the types of wastes to be 

received. 

On receipt into the transfer station the waste acceptance procedures are followed, during which 

materials are inspected to ensure compliance with the consignment expected i.e. the composition of 

the waste is consistent with that on the documentation and package labelling, as well as with the 

details held within the Company operating system. 

After inspection, wastes contained in a wide variety of secondary containment systems are loaded 

onto the bin lift, prior to being discharged into the plant’s hopper. The hopper is purged with 

nitrogen prior to the loading process. This minimises the potential for fire and reduces the potential 

for fugitive emissions. 

The nitrogen is produced on site by a nitrogen generator. 

The unit closes and seals to form an air tight seal. A compressor draws off all the nitrogen inside the 

system, to create a vacuum. The waste is then compacted to release the products, including the 

aerosol propellants. During this process, waste solvents can be introduced to aid the flow of the 

more viscous products. 

When processing aerosols, both the products and the propellants are pumped to a separator tank, 

from where the gaseous butane and propane (LPG) are drawn off and transferred to a buffer tank. 

The liquid products are pumped from the separator tank to IBCs. 



When processing waste paints, the liquid products and any wash solvents are pumped directly to 

IBCs. 

When processing oil filters, the waste oils are pumped directly to IBCs. 

Once full, the IBCs are removed from the building and stored, prior to being consigned to the most 

appropriate recovery method. 

The LPG is transferred and compressed into large cylinders and is consigned for use as a support fuel 

in the Grundon clinical waste incinerator; being injected into the primary combustion chamber. 

After compaction, the compressed aerosol cans and paints tins are formed into large metal bricks, 

which after being washed in an enclosed brick receiver, are discharged into cages or other metal 

containers, prior to being transferred into a scrap metal skip. 

The HazPak6000 is equipped with an extensive air extraction and scrubbing system which minimises 

fugitive emissions. The whole system is ATEX certified. 

Air extraction points include: around the hopper, the filter baskets, the waste liquid IBCs, within the 

metal brick discharge enclosure and at various points within the building. 

All extracted air is scrubbed by a large activated carbon filter, followed by a regenerative thermal 

oxidiser, prior to discharge to atmosphere via a stack. 

The extraction and ventilation system is equipped with a large ID fan, enabling approximately 14,000 

cubic metres of air to be extracted and scrubbed, minimising the potential for fugitive emissions. 

In association with the HazPak6000, Grundon is installing a LPG gas engine that will utilise the 

recovered LPG from the above process, to produce electricity. During working hours the electricity 

will help to power the operations on site. The intent is to export any surplus electricity, which will be 

especially relevant at night. 

 

(i) Raw materials – There are no raw materials used in the process.  

 

(ii) Noise / Vibration – A noise assessment was completed in May 2015. The results showed 

that at 1m the plant emitted between 82 dB and 87 dB LAeq,T.  

 

The HazPak6000 is however located within Building 8, greatly reducing the noise emitted 

from the plant. The building is situated next to the restored landfill, with elevated banks, 

affording a high degree of protection.  

 

The HazPak6000 cannot be heard at the location of the nearest sensitive receptor 

(located approximately 400m from the installation) and no noise complaints have been 

received. 

 

Noise and vibration do not present key issues for this equipment. 

 



This conclusion was drawn using Section 2.4 of the Horizontal Guidance for Noise H3 

(Part 2), Investigation and Assessment of Noise Impact. 

 

(iii) Odour – The HazPak6000 processes solvent bearing materials with the potential for 

limited odours at close proximity. However, all the principal potential emissions points 

have been addressed by the extraction and ventilation system, negating the potential 

for fugitive emissions. 

 

Using the assessment within Horizontal Guidance H4 Odour Management, the 

conclusion of “No Odour” can be determined. 

 

(iv) Emissions – As above, the potential emissions are extracted and scrubbed by the 

extraction and ventilation system, connected to the on-site carbon bed and regenerative 

thermal oxidiser. Fugitive emissions are therefore negligible. 

 

Working after the large activated carbon bed, the regenerative thermal oxidiser will 

treat all the potentially contaminated air from the HazPak6000 process, with net 

emissions being <50mg of VOCs per cubic metre of air. 

 

Associated with the maximum capacity of the ID fan of 14,000 cubic metres per hour, 

this concentration and overall mass emission is significantly below the VOC emission 

benchmarks detailed within Section 3.11 of SGN 5.06. 

 

The HazPak6000 and associated Building 9 store represent BAT for “The storage and treatment of 

aerosol canisters and similar packaged wastes”; Grundon being one of the consultees with the 

content of this document. 

 

 

Small and Large Depacking Machines 

The installation is currently equipped with two Revolution machines, a 400 series and a 2000 series. 

The main difference between the machines is their scale; the 2000 series being much larger and able 

to accept a greater volume of waste each time it’s loaded. 

Following the waste pre-acceptance and acceptance procedures, along with any compatibility 
testing, the packaged wastes are loaded into the machines’ hopper. Once in the hopper, the waste 
falls onto a rotating screw mechanism, where the specially designed screw flights grab, break and 
force it towards a cutter plate. Waste can be loaded into the 400 series hopper by hand and into the 
2000 series hopper by bin lift. 

Passing through the cutter plate the waste is twisted and sheared and breaks down further. The 
waste then enters the unique compaction chamber where Revolution patented technology 
progressively reduces its volume. 

The solid compacted waste is conveyed forward; however the liquid flows back into the hopper 
where it is drained through adjustable filter plates. This then flows into IBCs, located underneath the 
machines.  



The compacted waste is finally extruded through a self-adjusting nozzle in the form of a dense plug 
that can be discharged into any type of container; tipper skips being used most commonly. 
Depending on the characterisation of the waste plugs, they are transferred directly for incineration, 
landfill, or washed and shredded prior to disposal or recovery.   

The liquid waste is transferred off site to the most appropriate form of treatment or recovery. 

Neither of the Revolution machines process wastes with high concentrations of VOCs, therefore 
there are negligible emissions from either unit. 

 

Drum Shredder 

The drum shredder processes both metal and plastic containers up to 1m³. Residually empty drums 

resulting from other on-site operations are washed down using a power wash on-site, prior to being 

shredded. The metal is recycled and placed into a 30m³ skip and the plastic is placed in another 30m³ 

skip, prior to being transferred for incineration or landfill. The main purpose of the shredder is to 

reduce the volume of the waste. The shredder also operates as a stand-alone unit for the security 

shredding of non hazardous confidential items, with the resultant waste being incinerated or 

landfilled.   

Due to the washing of drums prior to shredding, emissions from the shredder are negligible.  

The wire and cable shredder compliments the drum shredder by increasing the rate of recovery from 

a wide range of predominantly plastic coated wires and cables; producing granulated metals for 

direct recycling. 

Bottle Breaker 

The bottle breaker plant accepts a wide range of liquid products contained in glass bottles. The 

bottles are manually placed onto a rubber conveyor, prior to being elevated and transferred into the 

crusher hopper. The crusher breaks the bottles (predominantly drinks bottles), releasing the liquid 

and producing as large a cullet as possible.  

The liquid falls into a collection tank under the crusher, prior to being pumped into enclosed IBC 

containers. 

The cullet falls onto an inclined vibrating screen, ensuring the removal of all of the liquid products. A 

water wash can be introduced at this stage, enabling a clean glass cullet to be produced. All liquids 

fall into the same collection tank. 

Once fully characterised, the liquids are bulked and transferred to a suitable recovery or treatment 

facility. 

Once free of liquid product and rinse water, the cullet is conveyed to a suitable skip, rollon off or 

other collection container, prior to being transferred for recovery. 

Where possible, the respective glass colours are processed separately, optimising the rate and value 

of the recovery process. 



Oil / Water Separator Tank 

The installation receives both packaged and bulk loads of mineral oil and water mixtures, with 

varying proportions of each component. To realise best value and to increase the rate of recovery 

for the installation, these wastes are pumped into the 30,000 litre oil / water separator tank, located 

next to the aqueous waste tanks. 

The mineral oil undergoes natural gravity separation in the storage tank. The water fraction is 

removed by a vacuum tanker and is transferred off site for further treatment. The oil fraction is 

removed by a different tanker, usually from an oil recovery company, and is consigned off site for 

recovery / recycling.  

Other than gravity separation, there is no form of physiochemical treatment and negligible 

emissions. 

 


