
Response to EA request for further information October 2017 

Part C2 

Question 6 Environmental Risk Assessment 

A full H1 assessment currently cannot be provided for the proposed gas engine. The specification for the 

particular gas engine has yet to be determined, hence emissions data cannot be attained. 

Would it be possible to address this aspect by means of an Improvement Condition? The required data can 

then be provided prior to its operation. 

Please see attached H1 assessment for emissions to air prepared by Golders Associates. 

2.1.4 Treatment – General Principles 

Bottle Crusher 

The photograph below shows the bottle crushing plant at the Ewelme transfer station. 

 

 

 

 

 

 

 

  Glass Crushing Plant             Clean Glass Cullet from Glass Crushing Plant 

This is a very simplistic process by which glass bottles, predominantly containing liquid beverages, are 

manually placed onto the inclined feed conveyor, which leads to the shredder hopper (top green box). The 

bottles fall by gravity onto the shredder unit (silver box), which breaks the bottles releasing the contents. 

The shredder was specified to create a reasonably large cullet (20mm-30mm) optimising the recycling 

capability.  

The glass and liquids fall onto a vibrating screen, fitted with a water wash system to clean the glass. The 

clean glass then passes to another inclined conveyor leading to a skip or rolon-off container. 

The waste liquids are pumped into 1000ltr intermediate bulk containers (IBCs), fitted with level sensors to 

prevent overfilling. Once filled, these are transferred into one of the transfer station storage buildings. 

The segregation of hazardous and non-hazardous liquids is easily achieved. This starts at the point of waste 

reception, whereby the Reception Chemists inspect, verify and mark up the wastes for processing on site. 

Waste batches can therefore be produced, ensuring the plant will only process compatible hazardous, or 

non-hazardous wastes at any time. Analytical checks, such as flash point testing, are also undertaken prior 

to waste being transferred off-site. 



The bottle crusher is a component within a multi-discipline site and thus does not have dedicated pre-

acceptance and acceptance procedures. The facility procedures have already been provided, however if 

you require further clarification on any particular aspect, please contact us. 

The bottle crusher is not designed to process highly flammable liquids and thus no bottles containing highly 

volatile organic substances will be crushed / shredded. This ensures both the safety of the operation and 

also negates the potential for fugitive emissions of VOCs.  

We noted that the EWC codes 14 06 02* and 14 06 03* are currently included within the permit variation. 

These should not have been included and have now been removed. Please see attached the revised listed 

activities and associated EWC codes (Listed activities to operations C3Tab1aAct Rev 8). 

Prior to use, the operators undertake daily checks on the plant. These include e-stops, conveyors and 

guarding, liquid level sensors and scrapper position. A routine inspection and maintenance program is also 

in place for other components, such as for the shredder teeth. 

Wire Granulator 

The photograph below shows the wire granulator at the Ewelme transfer station. 

 

 

 

 

 

 

This is a small plant (length 3350mm x width 1750mm x height 3490mm), weighing 2400kg. 

The granulator is a Stokkermill SM-4000T. It consists of one body made of steel plate 5mm thick, complete 

with two slots where the forks of the forklift truck are inserted (for plant positioning) and is composed of: 

 A cable granulator with 3 rotating blades and 2 fixed blades, seated on the separator 

 A table of air separation inside the body 

 An air compressor 

 A refining system “Turbo” of the material exiting from the mill 

 A pneumatic transport system 

 A dust extraction system and vacuum closed circuit (negating any emissions to atmosphere) that 

consists of settling cyclone and rotary valve, complete with filter self-cleaning air-jet system 

(Rotowash), for the automatic extraction of the dust 

 

The maintenance regime for the plant consists of 

 A daily inspection of the controls, e-stops and general plant integrity, including draining the 

compressor air reservoir 

 Monthly inspection and maintenance of the cutting blades and filter bags 

 Annual inspection and maintenance of the air compressor 



The control systems ensure that operations are stopped if faults are detected with the air compressor, the 

air filtration system, blockages within the cutting unit and any damage to key components. 

The process is extremely simple, hence the process flow already supplied provides an adequate description. 

There are no fugitive emissions from the plant. 

HazPak 6000 

The HazPak 6000 processor is a larger, enhanced derivation of the facility’s previous aerosol processing 

unit, the EKO HazPak 1500. 

The descriptions already provided give a broad overview of the plant and the process, however the 

photographs below and more detailed description will hopefully aid this. 

 

 

 

 

 

 

      SCADA / HMI Plant Controls 

 

 

  Vapouriser & Buffer Tanks (brown) 

      LPG Transport Vessels (white) 

 

 

 

 

HazPak 6000 Processor 

 

 

 

            Regenerative Thermal Oxidiser 

Waste acceptance and sorting: Waste aerosols are initially inspected and received into the facility waste 

reception area, prior to being moved to the flammable waste store, equipped with caged storage bays and 

3m concrete fire walls. The packages are inspected to ensure they contain the correct wastes, as described 

on the consignment notes, and don’t contain any foreign objects or non-conforming wastes. Anomalies are 

reported using the non-conformance procedure. 

 



 

 

 

 

 

 

 

 

 

 

 

 

          Flammable Waste Storage Building Including Caged Bays for Waste Aerosols 

 

 

 

 

 

 

 

 

 

 

 

 

    Main Non-Flammable Waste Store 

Prior to processing, daily plant pre-checks are completed on the HazPak 6000. This is a combination of 

automated checks of items such as the pressure seals and sensors, as well as visual inspections of plant 

integrity.  

A series of gas monitors are located around the plant, constantly monitoring for the presence of a 

potentially explosive atmosphere. Trigger levels have been set to ensure that if elevated levels of 



flammable gases are detected, the plant automatically suspends processing and powers down. This 

removes potential sources of ignition.  

Once the checks are completed, the plant hopper is charged with nitrogen, generated by the plant’s own 

nitrogen generator. This creates a low oxygen atmosphere in which to discharge the waste aerosols. The 

aerosols are loaded using a vertical bin / drum hoist and feed chute that directs the aerosols into the 

hopper. 

To reduce the potential for fugitive emissions, the hopper lip is fitted with a high velocity air extraction 

system, capturing VOC emissions from either residual contamination or inadvertent discharge. 

Up to 1m³of waste aerosols in loaded each time. 

Once the hopper lid closes and seals, the compaction process can begin. The entire process is managed and 

controlled by a complex computer program.  

An oxygen sensor is located within the hopper, monitoring the atmosphere to ensure that if a potentially 

explosive atmosphere is created, the processing is suspended. The trigger level for this is 3% oxygen. 

 

 

 

 

 

 

 Feed Hopper Clamping Mechanism  Metal Brick Receiving Chamber 

The process starts with the vacuum pump creating a vacuum within the hopper. The ram fitted with a 

cutting tool compresses a portion of the aerosol charge onto the plug nose, discharging both the liquid 

product and propellant (LPG). This process continues until a high density metal brick has formed. 

The bricks are discharged into an integral brick receiving chamber, which once filled is emptied into 800ltr 

collection containers. This process is undertaken within a dedicated enclosure, equipped with air 

extraction, linked to the central air extraction and abatement system.  

The liquid products and propellants are filtered and then pumped into the 10,000ltr Vapouriser Tank, 

located at the rear of the plant (left hand large brown tank in the photograph above).  

The propellants evapourate from the mixed liquids, with the gaseous LPG being transferred to the 10,000ltr 

Buffer Tank (right hand large brown tank in the photograph above). The remaining liquid products in the 

Vapouriser Tank are then pumped into 1000ltr IBCs. 

As the quantity of LPG increases within the Buffer Tank, it’s drawn off and compressed into 1000ltr LPG 

transport vessels. Along with liquid level and pressures sensors, the Buffer Tank is equipped with an oxygen 

sensor, to ensure an explosive atmosphere is prevented from forming. The trigger level is set at 3% oxygen. 

 

 



In summary, the following outputs are produced by the process: 

 800ltr containers of compacted metal bricks 

 1000ltr IBCs of high calorific value liquid products 

 1000ltr LPG transport vessels of compressed propellants (predominantly butane and propane) 

In addition to the air extraction fitted to the top of the hopper and metal brick enclosure, there are 

extraction points located throughout the process e.g. over the liquid / propellant filters, over the liquid 

product IBCs and connected to pressure relief valves.  

Contaminated air scrubbing completed using both activated carbon and a dedicated regenerative thermal 

oxidiser (RTO). 

Extraction is also undertaken from the enclosure shown below, where any 800ltr containers of metal bricks 

that are contaminated with substances likely to give rise to fugitive emissions of VOCs, are stored and 

dried. This enclosure is heated using a proportion of the waste heat from the (RTO). 

 

 

 

 

 

 

         Metal Brick Drying Enclosure 

The RTO will treat between 11,000Nm³ - 12,000Nm³/hr of VOC contaminated air, with a maximum rating of 

14,500Nm³/hr. 

The technical specification, in the form of the proposal from the suppliers, is attached. 

The HazPak 6000 and associated RTO can be operated by just one person, however it’s more common for 

two operators to be present. One loading the plant and removing the outputs, whilst the other manages 

the process itself; checking the HMI / SCADA to ensure its smooth and compliant operation. 

Other additional activities 

Although further activities have been created during the process of varying the permit to comply with the 

Industrial Emissions Directive, there have been no changes to the operating techniques for any equipment 

other than the HazPak 6000 processor, the bottle crusher and the wire granulator.  

Other than these, the additional activities have only been caused by the change to the numbering systems 

between the two regulatory regimes. 

The transfer station separates the storage and processing of hazardous and non-hazardous wastes by 

streaming them at the point of reception.  

The transfer station is equipped with over 30 dedicated waste storage bays, each protected by either 2m or 

3m high concrete fire walls and having isolated drainage systems. In addition to this, the facility has a 



dedicated laboratory smalls storage and processing areas, with 4 containment bays, and a large open area 

for the temporary storage of imminent outbound loads. 

Wastes are inspected, verified and marked up by experienced, qualified chemists in the waste reception 

area, prior to being moved to an appropriate storage bay. 

There are a number of operations where there is potential to treat both hazardous and non-hazardous 

wastes at the same time e.g. using the depacking machines. This is avoided by: 

 Batch processing of waste streams, broken down not only by hazardous or non-hazardous 

classification, but also by the particular waste stream e.g. considering both chemical compatibility 

and the treatment method / acceptance criteria at the disposal location. 

 Clear labelling of the packaged wastes, identifying the contents 

 Clear marking of the packaged wastes at the reception area, detailing the method of processing 

 Good communication between the chemists and the plant operators 

 The training and experience of both the facility chemists and the plant operators 

Noise Assessment 

A noise assessment was carried out at potential receptors within a 1 km radius of the transfer station on 

27th October 2017. The weather conditions for the day were dry and clear, with an average wind speed of 

5-7 km/h, in a northerly direction. 

 

The equipment used was ISO-TECH SLM-1352A with a level range of 30-130dB. 

To form a baseline, initial monitoring was undertaken whilst all the waste processing machines were idle. 

Due to the machines being of a relatively small scale and being located within a sheltered area (the transfer 

station is situated within a hollow, with inclined slopes in all directions before exposure to the receptors), 

we had confidence that their impact would be negligible. For that reason, rather than attempting to 

operate them independently and undertake measurements for each one, the decision was taken to fully 

operate the facility, with all machines processing waste. This would represent a worst case situation. 

 

Location 3 

Location 2 

Location 1 



Two measurements were therefore taken at each of the three locations, with each monitoring period 

lasting 10 minutes. This ensured that sufficient time was given to accommodate both the loading and 

unloading of the machines, as well as their standard operation.  

Monitoring results achieved on 27th October 2017  

Location  Time Controlled/operational Overall LAeq(dB) 

Location 1 09:54am – 10:04am Controlled 43.0 

Location 1 10:10am – 10:20am Operational 42.3 

Location 2 10:44am - 10:54am Controlled 42.7 

Location 2 11:02am – 11:12am Operational 43.1 

Location 3 11:48am – 11:58am Controlled 38.9 

Location 3 12:05pm – 12:15pm Operational 38.9 

 

The measurements obtained indicated that there was a negligible impact from noise at the local receptors 

from the operation of the waste processing machines in the transfer station and that no annoyance, or 

nuisance would be caused. This was despite there being a northerly wind, which could have impacted on 

Location 1. 

To put the above data in to context, whilst taking the readings at Locations 1 and 2, which are situated by a 

nearby road, the noise of a standard car passing was around 79 dB(A).  The transfer station is also located 

only 1.6 km south east of RAF Benson, where helicopters, including Pumas and the much noisier Chinooks 

are based. 

The noise levels emitted from both the on-base helicopter operations and from their neighbourhood flying 

activities, dwarf the combined noises emitted from the transfer station operations. 

Our conclusion is that listed activities associated with the transfer station present a zero, or at worst 

negligible, noise impact on the environment and local receptors. 

Fire Prevention Plan 

The fire prevention plan for the facility is attached. 

 


