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1. INTRODUCTION 
1.1. Introduction 

1.1.1. This application is in response to the Environment Agency’s letter dated the 26th September 2019, which 
states that plastic containing wastes arising from the treatment of display equipment and small mixed 
WEEE are to be classified as hazardous wastes due to the presence of Persistent Organic Pollutants 
(POP’s) and other hazardous chemicals. The letter informs that the applicant must read the advice within 
the letter and review the activities in respect to the classification and description of the waste, hazardous 
waste control, management of waste containing POP’s and export of the waste. 

1.1.2. The Applicant currently processes over 10 tonnes per day of plastic derived from small WEEE and stores 
over 50 tonnes of plastic derived from small WEEE. These activities will now fall under the IED. 
Therefore, the Applicant is required to apply for an installation permit that includes the following 
Schedules to cover their current activities: 

• Section 5.3(a)(ii) Disposal or recovery of hazardous waste with a capacity exceeding 10 tonnes per 
day involving one or more of the following activities – physico-chemical treatment; and 

• Section 5.6(a) Temporary storage of hazardous waste with a total capacity exceeding 50 tonnes 
pending any activities listed in Section 5.3. 

1.1.3. This document considers the relevant section of the Guidance for the Recovery and Disposal of 
Hazardous and Non Hazardous Waste S5.06 and the BREF Waste Treatment document Best Available 
Technique (BAT) reference document for Waste Treatment.  Relevant sections within these documents 
include waste characterisation sampling and checking, selection of appropriate treatment techniques, 
waste hierarchy, accident risk, and accumulations of waste.  

1.1.4. Regulation (EU) 2019/2020 of the European Parliament and the Council on persistent organic pollutants 
requires that any POPs in waste plastic is destroyed or irreversibly transformed. 

1.1.5. The operations on site conform to the principles of the waste hierarchy, where plastics that do not contain 
POPs are separated from plastics that contain POPs. The plastic that do not contain POPs can then be 
recycled into new products. Plastic that contains POPs are removed from the system and are destroyed 
via incineration in compliance with the regulations. 

1.1.6. The site has an impermeable pavement with sealed drainage system. There is an established 
Environmental Management System, Accident Management Plan, Fire Prevention Plan, Waste 
Acceptance Procedures, Waste Tracking, and Testing Procedures in place to reduce the risks 
associated with the operations.  
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2. TECHNIQUES FOR POLLUTION CONTROL 

2.1. In-process controls 

2.1.1. Pre-acceptance procedures to assess waste 

2.1.1.1. In order to prevent the acceptance of unsuitable wastes which may lead to adverse reactions or 
uncontrolled emissions, systems and procedures as outlined below have been put into place. This 
ensures the waste suitability for the proposed treatment route. The second stage, acceptance procedures 
when the waste arrives at the site, should serve to confirm the characteristics of the waste, without the time 
pressure and potential hazard of checking waste at the gate (Section 2.1.2). 

2.1.1.2. At the current time, Enva Plastics Ltd process the following specific waste types on site: 

• Plastic based fraction from shredding small mixed WEEE must be coded 19 02 04* 
• Mixed loads of plastic casings from cathode ray tubes and flat panel display equipment must be 

co-coded 16 02 15* and 16 02 16 
• Non-hazardous plastics from the mechanical treatment of waste 19 12 04 

2.1.1.3. Enva Plastics Ltd only accepts wastes from pre-approved waste producers, contracts are put in place 
prior to the waste being accepted on site. As part of the process, the waste producer is required to send 
a sample to be tested to ensure that the material is as described by the waste producer, and to ensure 
that the waste is suitable for the treatment methods undertaken on site. Additional sampling throughout 
the contract is then carried out based on the original samples tested, to ensure that the material provided 
is consistent. The Operator obtains the following information: 

• The nature of the process producing the waste, including the variability of this process 
• The composition of the waste 
• A representative sample of the waste will be taken and analysed 

2.1.1.4. The information outlined below will be obtained and retained on site: 

• Composition of the waste 
• Handling requirements 
• Hazards 
• EWC code 

2.1.1.5. For the hazardous waste types 19 02 08* and 16 02 15*, the EWC codes and descriptions have been 
determined by the Environment Agency as detailed within their document the Environment Agency’s 
guidance document Storing and treating waste plastic produced from processing WEEE: RPS 228. 

2.1.1.6. Additionally, the Operator has contacted Alan Owers of the Environment Agency to obtain additional 
information on the likely hazards within plastic from WEEE, the Environment Agency advised that 
industry came to the Environment Agency with an ‘example’ consignment note for Small Mixed WEEE 
and shred material, and that proposed hazards (which were accepted by the Environment Agency) were 
HP5, HP6, HP7 and HP14. This demonstrates that the Operator is not solely relying on the waste 
producer to provide sufficient information.  

2.1.1.7. All incoming non-hazardous plastics should be subject to sampling and testing by the producer to ensure 
that it is classified as non-hazardous waste in accordance with the Environment Agency Guidance on 
the Classification and assessment of waste (1st edition 2015) Technical Guidance WM3. 
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2.1.1.8. As the plastic waste is derived from the shredding of WEEE at environmental permitted facilities, the 
treatment process is consistent. The Operator will carry out Duty of Care audits on the site if required to 
ensure that the waste inputs are as described. Additionally, the incoming plastic waste is checked on a 
regular basis, and visual and density tests on incoming waste will enable the Operator to assess if the 
producer is supplying plastic from WEEE sources.  

2.1.1.9. It must be noted, that due to the changes in classification of WEEE plastics, the treatment process has 
become more expensive. It is not in the waste producers’ interest to mix hazardous WEEE plastics with 
non-hazardous plastics, metals or general wastes, as these wastes can be taken to alternative facilities 
where the material can be recycled or incorporated within SRF or RDF, where the recycling / treatment 
costs are much lower. The producer of the waste has a financial incentive to ensure that only non-
contaminated hazardous WEEE plastic is sent to this facility.  

2.1.1.10. The disposal routes for hazardous WEEE plastics have been determined within the Environment 
Agency’s guidance document Storing and treating waste plastic produced from processing WEEE: RPS 
228. The industry is aware of the disposal and treatment options available as it has had a major impact 
on the industry. The Operator accepts waste plastics on site fully understanding the treatment methods 
and disposal routes with costings. To this end, as part of the waste acceptance criteria, the incoming 
plastics are sampled to ensure that the plastic contains enough ‘floaters’ to ensure  that the material can 
be recycled on site, if the plastic contains over 50% dense material (which is likely to contain POPs), the 
waste is out of specification and the load is discussed with the customer.  

2.1.1.11. This strict pre-acceptance, testing and rejection policy ensure that the Operator does not accept out of 
specification wastes at the facility that will, after treatment, be a waste output that will financially affect 
the business. If they did accept out of specification wastes, it could lead to the stockpiling of wastes on 
site while alternative disposal results are sourced. The Operator stores wastes on site for less than 3 
months, as detailed with the approved Fire Prevention Plan (FPP), all incoming wastes have designated 
treatment and disposal routes to ensure compliance with the FPP, which will reduce the risks associated 
with the storage and treatment of these combustible wastes.  

2.1.1.12. All information relating to pre-acceptance will be recorded and referenced to the waste stream so that it 
is available at all times. If any changes in the waste stream take place, this information will be reviewed 
and updated.  

2.1.1.13. All records relating to pre-acceptance will be maintained at the installation for cross-reference and 
verification at the waste acceptance stage. These records will be kept for a minimum of 3 years. 
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2.1.2. Acceptance procedures when waste arrives at the installation 

2.1.2.1. As detailed in Section 2.1.1, the pre-acceptance criteria has been established, which minimises the time 
the vehicle delivering the waste is kept waiting. A pre-booking system is in place to ensure that waste is 
not accepted beyond the capacity of the site. Ad hoc deliveries are not accepted on site.  

2.1.2.2. The Operator has the following written procedure on site (note not all procedures within BAT are relevant 
to this operation): 

• Vehicle waiting, load inspection, checking, sampling, offloading areas and traffic control 
• Procedures for checking paperwork arriving with the load 
• Procedures for unloading to allow inspection and sampling 
• Visual load inspection  
• Sampling procedures  
• Verification and compliance testing to confirm identity of the waste, description of the waste 
• Assess consistency with pre-acceptance information and proposed treatment method 
• Rejection criteria 
• Sample retention systems 
• Record keeping in relation to producer details, analysis results and treatment methods 
• Procedures for periodic review of pre-acceptance information 
• Identification of operator’s staff who have taken any decisions re acceptance or rejection of waste 

streams and decided upon treatment or disposal options chosen by suitable entry on written 
records 

2.1.2.3. Prior to acceptance of waste plastics, the operator will ensure that the waste delivered to the Site is 
accompanied by a consignment note with the description of the waste describing:  

• The physical and chemical composition of the waste 
• Hazard characteristics and handling precautions 
• Any compatibility issues 
• Information specifying the original waste producer and process 

2.1.2.4. It the waste is non-hazardous waste plastic; a waste transfer note will be inspected to ensure that all 
relevant information is included on the document. A season waste transfer note may also be used as 
outlined within Environment Agency guidance.   

2.1.2.5. Enva Plastics Ltd’s waste acceptance documents are detailed below: 

• SFQC001 Visual Inspection 
• SFQC002 Inbound material sink / float  

2.1.2.6. All relevant staff will be trained in Waste Acceptance and Storage Procedures as outlined within the 
document Waste Acceptance and Laboratory Training Manual. 

2.1.2.7. Upon arrival at the Site, the plastic will be weighed, and all documentation will be reviewed. On Site 
verification of the waste will take place and there will, where possible, be a visual inspection to check 
that it conforms to the documentation provided. These checks will be undertaken where possible prior 
to offloading, however, if this is not possible, they will be undertaken immediately after offloading. As the 
Site will accept waste from a few specific sources it is considered that a visual inspection is sufficient to 
confirm the following: 
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• The identity and description of the waste 
• Consistency with pre-acceptance information and proposed treatment method 
• Compliance with the Environmental Permit 

2.1.2.8. Following the completion of the waste acceptance procedures all waste will be offloaded in the dedicated 
offloading area within the waste storage area. Offloading of waste will only take place if there is sufficient 
storage space within the waste storage area. 

2.1.2.9. Any waste that does not conform to the pre-acceptance and acceptance testing will be rejected. If the 
waste has already been offloaded it will be moved to a quarantine area awaiting removal from the Site. 
A procedure will be in place for tracking and reporting such non-conformance which includes notifying 
the customer/waste producer and the Environment Agency. It is considered that the likelihood of waste 
being rejected is very low as the Site will only accept waste plastics and this will be primarily from a small 
number of sources. However, these arrangements are in place in the unlikely event of waste being 
rejected. 

2.1.2.10. Records will be maintained at the facility relating to the pre-acceptance, acceptance, storage, treatment 
and/or removal off-site of waste.  These records will be kept up to date on an on-going basis to reflect 
deliveries, on site treatment and despatches. The waste tracking system will include, as a minimum, the 
following: 

• Date of arrival on site 
• Producers details 
• Pre-acceptance and acceptance analysis results (if applicable) 
• Quantity of waste 
• Intended treatment / disposal route 
• The nature and quantity of wastes held on site, including all hazards and identification of primary 

hazards 
• Where the waste is physically located (shown on a site plan) 
• Where the waste is in the designated recycling / recovery / disposal route 
• Identification of any operators who have taken decisions relating to the acceptance or rejection 

of waste streams 

2.1.2.11. The recording system will be capable of reporting on all of the following: 

• The total quantity of waste present on site at any one time 
• The breakdown of waste quantities being stored pending on-site treatment 
• Breakdown of waste quantities by hazard classification 
• Indication of where the waste is located on site (shown on a site plan) 
• Analysis results 
• Comparison of the quantity on site against the total allowed by the environmental permit 
• Comparison of time the waste has been on site against any limit specified in the environmental 

permit. 

2.1.2.12. All information relating to acceptance, treatment, storage and off site transfers will be recorded and 
referenced to the waste stream so that it is available at all times. If any changes in the waste stream 
take place, this information will be reviewed and updated. All records relating to hazardous waste will be 
kept for at least 3 years.  
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2.1.3. Waste storage 

2.1.3.1. The key issues in relation to measures for waste storage at the installation will include; location of storage 
areas, storage area infrastructure, stock control, segregated storage, site security and fire risk. The site 
operates under an approved Fire Prevention Plan and an established written Environmental 
Management System that includes daily checks to ensure that all key issues are addressed 
(EMS02_Daily Site Diary).  

2.1.3.2. On arrival, lorries are booked in at the weighbridge and are then directed to a clearly identifiable storage 
bay. The incoming loads are visually inspected and sampled as required. This is to ensure waste 
compatibility prior to treatment of the plastic waste types on site.  

2.1.3.3. All outputs and residues are kept separated prior to treatment, during treatment and during storage prior 
to removal from site. The waste is physically separated by use of concrete bays or by distance. This is 
to ensure that the recovered products and outputs are not cross contaminated, and to ensure compliance 
with the Fire Prevention Plan and Environmental Management System.  

2.1.3.4. The Operator ensures that the waste is moved by conveyor where possible, and double handling is kept 
to a minimum to ensure that the activities are as energy efficient as possible. 

2.1.3.5. The site was designed to ensure that vehicles movements are reduced and the site follows a one way 
system, which ensures that reversing is reduced to a minimum which reduces the risk of an accident on 
site.  

2.1.3.6. The storage of combustible plastics is a fire risk. The most effective way to reduce the impact from fire 
on site is to prevent them from occurring in the first place. Managing storage times, pile volumes and 
height, and the temperature of the wastes can prevent the self-combustion of wastes. The size, volume 
and location of the stockpiles are presented within Plan (1) of the Environment Agency approved Fire 
Prevention Plan. 

2.1.3.7. Waste will not be stored on site for longer than 3 months: 

• Skips containing recyclates  Maximum storage time 1 month 
• Plastic stored within storage bays  Maximum storage time 3 months 

2.1.3.8. The waste is removed from storage on a first in - first out basis, the designated storage locations will be 
clearly numbered 1 to 24 to aid identification. The Site Manager will maintain a log of daily inputs and 
outputs.  

2.1.3.9. The stock is removed from site on a regular basis. Procedures will be put in place to ensure that each 
bay is cleared of all stock on a monthly basis and the bay will be swept clean. These actions will be 
recorded on the document FPP05 Monthly Stockpile Check Sheet. There is very little seasonal variation 
associated with the waste types. 

2.1.3.10. Heat may be generated through the shredding process; heat is allowed to dissipate to ensure that the 
waste is cool before it is placed within the storage stockpiles.  

2.1.3.11. Staff are trained on how to use the Thermal Imaging Camera (TIC), and how to detect and deal with hot 
spots. Portable fire extinguishers and a fire hose are readily available, and staff will be trained in their 
use. 

2.1.3.12. The Operator will monitor the surface temperature and will also perform additional tests; the Operator 
will dig a hole into the stockpile with an appropriate item of plant and will then measure the temperature 
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of the plastic under the surface with the TIC. The plastic will be stored within the bay for less than a 
month, which will reduce the risk associated with self-heating. 

2.1.3.13. The stockpiles will be monitored daily (See EMS02 Site Diary Sheet), the initial check will be between 
11am and 1pm and a further check at the end of the working day.  

2.1.3.14. During hot weather, or if the stockpiles show elevated temperatures, the checks will be increased in 
frequency. Temperatures of 500C and above will be deemed an emergency event and actions outlined 
within Section 8.2 of the FPP will be implemented. The incident will be investigated, the Authorised 
Person will record the details of the incident including remediation actions taken and learning points. 

2.1.3.15. A quarantine area is designated within the Fire Prevention Plan, to deal with hot loads or non-conforming 
loads.  

2.1.3.16. All activities which create a clear fire risk are assessed, for example hot works are carried out at least 
6m from combustible wastes and only after a Permit to Work has been issued. 

2.1.3.17. All wastes are stored and treated on an engineered impermeable surface with a sealed drainage system.  

2.1.3.18. The Applicant has installed above ground tanks that collect the surface water. The water is utilised on 
site within the dust suppression system and within the sink float tank. Excess water is removed from 
site.  

2.1.3.19. The Operator is currently in the process of testing the surface water for POPs to establish if the water is 
contaminated, as this may result in the water being sent for destruction rather than being sent to sewer.  

2.1.3.20. Security: The site is located on the South Fen Road – the site is a remote site. The site is surrounded 
by 4m high security fence and secure gates that are locked shut at the end of the working day. The site 
is covered by CCTV. The site is covered by a security guard out of working hours who patrols the site 
on an hourly basis for intruders and checks for any sign of a fire. All buildings are fitted with fire alarm 
call points and there is a 24-hour fire watch operated by staff and night-time security staff. There are two 
residential properties adjacent to the site entrance. These are occupied by persons connected with the 
business and may be involved with subsequent fire management. There is an isolated residential 
property to the west, at a distance of about 850m. The wind is from the east/east-southeast less than 
10% of the year, thus the risk of fire nuisance is very low. 

 

 

 

 

 

 

 

 

  



 

EP10 BAT and Resource Efficiency  10 
 

2.1.4. Treatment 

2.1.4.1. The flow diagram EP05c Flow Diagram of the Site outlines the procedures undertaken on site, this 
document is provided as a standalone document as part of the variation application and is also shown 
below.  

 

 

 

 

 

 

 

 

 

 

 

 

2.1.4.2. The key issues in relation to measure for the treatment of waste on the installation will include the 
following: 

• ensuring that the waste is suitable for the activity (pre-acceptance) 
• adequately characterising the waste (acceptance procedures) 
• appropriate and safe storage of wastes  
• provision and maintenance of suitable infrastructure 
• operational control of the treatment process 
• separation of plastic for recycling 
• disposal of residues 

These measures are discussed throughout this document.  

2.1.4.3. Sorting of the waste prevents unwanted material from entering the treatment process and includes 
manual separation by means of visual inspections during the waste acceptance procedures, and via 
picking stations during the process. This removes non-conforming materials which may include batteries, 
asbestos, general waste, etc.  

2.1.4.4. Throughout the process, the following tests will be carried out on the materials: 

• SFQC003 and SFQC005 Sink/Float tank density separation  
• SFQC008 and SFQC009 Density separation of incoming regrinds 
• SFQC007 Ohaus moisture 
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2.1.4.5. Ferrous and non-ferrous metals are removed from the system via overband and eddy current magnets.  

2.1.4.6. Density separation of plastics and residues is carried out using a sink float tank.  

2.1.4.7. Trommel screens and various treatment methods separate the plastics and residues. 

2.1.4.8. Plastics, non-ferrous metals, ferrous metals and contaminants are removed from site to an authorised 
facility for recovery, recycling or disposal as required in line with the Principles of the Waste Hierarchy: 

• The recovered plastics is stored within 2m3 storage stacks and is removed from site to Enva Plastics 
Ltd’s site at Tunnel Bank Road for further processing prior to reuse within the manufacturing 
industry; 

• Recovered plastic that cannot be recycled within the manufacturing industry, is removed from site 
and is taken to an environmental permitted facility where the material is incorporated within SRF. 
The SRF is used as fuel at an incinerator with recovery; 

• Ferrous, non-ferrous metals and cables are removed from site for further processing at a metal 
recycling facility; 

• General waste and separated wood are removed from site for further processing at a waste 
management facility, the material is recycled / recovered; 

• Excess water is removed from site for further treatment at a water treatment facility; and  
• Residual material that cannot be recycled is removed from site for disposal at landfill.  
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2.2. Emissions Control 

2.2.1. Point source emissions to air 

2.2.1.1. There are three diesel generators that are currently being used on site and will be classified as Directly 
Associated Activities. Additional modelling is currently being undertaken by a specialist consultancy. 
Information on the generators will be sent to the Environment Agency under separate cover as part of the 
application process.  

2.2.2. Point source emissions to surface water and sewer 

2.2.2.1. The site has an impermeable surface with a sealed drainage system. There are no point source 
emissions to surface water or direct to sewer. All excess water is tankered off site and is taken to an 
authorised facility.  

2.2.2.2. The facility has a drainage strategy where roof water will primarily be fed to rainwater harvesting tanks, 
but in very wet weather there may be a contribution to the general site drainage. This water is used 
within the dust suppression system and may also be used to fill the fire water tank. 

2.2.2.3. Surface water run-off from the facility will be collected in underground tanks and may be used on site for 
dust suppression, as appropriate. There is a potential for the surface water to contain POPs from the 
storage of plastic on site, this risk is reduced as the plastic is not stored on site beyond 3 months, as 
outlined within The Fire Prevention Plan. Excess water is currently removed from site to a water 
treatment works, the surface water is currently in the process for being tested for POPs to establish if 
the water needs to be sent for destruction and not to sewer.  

2.2.2.4. Section 1.3.6 of the Bref document states: When available, incineration is the most widely used 
technology for PCB destruction. Other treatments of waste containing POPs (including PCB’s) are 
applied, such as decontamination of equipment containing POPs, or destruction and irreversible 
transformation of the POP content in waste by, for example, dichlorination with metallic alkali or with 
KPEG (Potassium and polyethylene glycol). The Operator has not been able to establish as the current 
time if these alternate methods of destruction are applicable to surface water treatment.  

2.2.2.5. The water within the sink float tank will be recirculated within the system, if the water needs to be 
replaced, the water within the tank will be tested and then tankered to an authorised facility for 
destruction or to sewer, depending upon the analytical results. 

2.2.2.6. As part of the approved Fire Prevention Plan, during a fire event, fire water will be retained on site and 
will be tested prior to disposal or treatment at an authorised facility.  

2.2.2.7. There will be no direct emissions to groundwater from the Site. 

2.2.3. Point source emissions to groundwater 

2.2.3.1. The site has an impermeable surface with a sealed drainage system. There are no point source 
emissions to groundwater.  

2.2.4. Fugitive emissions to air 

2.2.4.1. There is the potential for the storage and treatment of the plastics to generate fugitive emissions to air 
and surface water. The Environmental Risk Assessment, Environmental Management System and 
Accident Management Plan details the measures that will be taken to control these fugitive emissions.  
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2.2.4.2. Techniques are employed to reduce dust emissions: 

• Stockpiled wastes are stored within concrete bays or containers 
• Good housekeeping measures are employed on site 
• The site roads are swept on a regular basis 
• Stockpiles and site roads will be bowsed with water when required 
• A cyclone system is used within the site building, the dust is captured within hanging filter bags and 

is not exhausted to atmosphere  

2.2.5. Fugitive emissions to surface water, sewer and groundwater 

2.2.5.1. The underground tanks store surface water, these tanks are visually inspected on a daily basis and after 
rain. Additional checks include visual checks when the tanks are emptied.   

2.2.5.2. The surfacing of the site in inspected on a daily basis. A maintenance program in place for the 
impermeable surfaces and containment facilities. This includes inspection and maintenance of the 
concrete surfaces, spill containment kerbs, sealed joints and the connection to the sealed drainage 
system.  

2.2.5.3. As detailed within the approved Fire Prevention Plan and the Environmental Management System: 

• All vehicles, plant and equipment are maintained in accordance with the manufacturer’s 
specification. Any damage to cables will be repaired immediately. 

• Plant or equipment can fail for a number of reasons, including failure to operate them in accordance 
with the manufacturer’s specification, corrosion, impact, temperature, damaged electrical cables, 
human error or defective equipment. All plant and machinery on site will be subject to a daily visual 
inspection and will be operated in accordance with the manufacturer’s specification. 

• Any drums or mobile containers which contain potentially polluting liquids will be loaded and 
unloaded in accordance with health and safety handling procedures. The containers will be clearly 
labelled, inspected and maintained according to manufacturer’s advice and the Environmental 
Permit by the Authorised Person or the Approved Deputy. 

• The site has been engineered to ensure that the site infrastructure negates any adverse 
environmental impact. All activities are undertaken on an impermeable pavement with a sealed 
drainage system. Spill kits are widely available on site.  

2.2.5.4. The system will be inspected daily and after rain; any necessary actions will be recorded within the Daily 
Site Diary and acted upon as outlined by written company procedures 

2.2.5.5. Staff are trained in how to prevent, detect and mitigate spills: 

• New staff are trained in how to prevent, detect and mitigate spills as part of the induction process 
• Spillage training drills will be carried out every 6 months in line with company procedures 
• All spillages over 200 litres will be reported to the Environment Agency 
• Toolbox talks on spill training are carried out on site on a regular basis 

2.2.5.6. Staff are trained in the Fire Prevention Plan:  

• New staff are inducted on the Fire Prevention Plan as part of the induction process and will receive 
detailed training on the sections that are directly relevant to their role 

• Fire drills will be carried out every 6 months in line with company procedures 
• Toolbox talks on the Fire Prevention Plan are carried out on site on a regular basis 
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2.2.6. Odour 

2.2.6.1. An Odour Management Plan is not considered likely to be required as the nature of the material handled 
on site is not malodourous. If any (non-plastic) malodorous material is discovered upon delivery, the 
material will be isolated and rejected as per the non-conformance and rejection procedure.  

2.3. Management 

2.3.1.1. Effective operational and maintenance systems will be employed which will include: 

• Documented procedures to control operations that may have an adverse impact on the 
environment;  

• A defined procedure for identifying, reviewing and prioritising items of plant for which a preventative 
maintenance regime is appropriate;  

• Documented procedures for monitoring emissions or impacts;  
• A preventative maintenance programme covering all plant whose failure could lead to an impact on 

the environment; and 
• Audits of the system. 

2.3.1.2. The Environmental Management System is a formal system which can be used to demonstrate 
compliance with environmental objectives. The EMS incorporates the concept of continuous 
improvement based on plan – do – check – act cycle.  

2.3.1.3. A training system will be in place which will ensure that all staff are provided with relevant training and 
have awareness of the regulatory implications of the environmental permit for their work activities, an 
awareness of potential environmental effects from operation under normal and abnormal circumstances, 
and an awareness of the need to report deviation from the environmental permit and to also prevent 
accidental emissions and to take action when accidental emissions occur.  

2.3.1.4. The Training Matrix will record all Health & Safety requirements, including qualification to operate plant 
and equipment. The training matrix will be used to track and understand the current skills, experience 
and competency levels within the team and identify the gaps. It will be invaluable in finding high risk 
areas where there is a reliance upon single persons to complete time sensitive critical tasks. 

2.3.1.5. All staff operating plant and equipment will be suitably qualified and experienced and will need to produce 
evidence of this prior to being set to work. Staff will need to read and acknowledge by signature, relevant 
Risk Assessments and Safe Systems of Work for all plant and equipment they will operate. 

2.3.1.6. The facility will be operated by technically competent personnel who will hold the requisite certificate for 
the management of waste under the WAMITAB scheme. 

2.3.1.7. Procedures will be in place to detail how to handle, investigate, communicate and report actual or 
potential non-compliance with operating procedures or emission limits. Procedures are in place to detail 
how to handle, investigate, communicate and report environmental complaints and implementation of 
appropriate actions.   

2.3.1.8. All management procedures will be periodically reviewed and updated if necessary, to ensure that they 
are up to date, in line with current Environment Agency guidance, and working effectively.  
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2.4. Raw Materials 

2.4.1. Raw Material Selection 

2.4.1.1. As the process is a materials sorting process, limited raw materials are required. However, a list of all 
raw materials used at the facility will be maintained and usage will be recorded. This will primarily include: 

• Diesel to power mobile plant 
• Diesel to power on site generators 
• Maintenance fluids for mobile and static plant 
• Mains water used within the sink float separation tank 
• Grey water to be used within the dust suppression system (and mains water when required) 
• Potassium carbonate used within the sink float tank 
• Magnetite used within the wash drum  

2.4.1.2. The raw materials used at the facility will be periodically reviewed in order to identify potential reduction 
measures and, if possible, any new raw materials which have an improved environmental profile will be 
used if economically feasible.  

2.4.1.3. Raw material use has been a key consideration in the selection of equipment used at the facility and will 
continue to be so as the facility develops. 

2.4.2. Waste minimisation 

2.4.2.1. Section 2.4.2 of S5.06 requires consideration of waste minimisation in the context of the minimisation of 
the use of raw materials. 

2.4.2.2. All efforts will be made to actively reduce the quantity of waste generate on site. This will be achieved 
through the on-going identification and implementation of waste prevention opportunities, the monitoring 
of materials usage, and by the active participation and commitment of staff at all levels.  

2.4.2.3. Raw material use has been a key consideration in the selection of equipment used at the facility and will 
continue to be so as the facility develops. 

2.4.3. Water use 

2.4.3.1. Mains water will be used to fill the sink float tank. 

2.4.3.2. Mains water will also be used for sanitary and housekeeping purposes, but quantities are expected to 
be minimal for this. 

2.4.3.3. Rainwater harvesting and water storage tanks collect rainwater from the site buildings; this water will be 
reused on site within the dust suppression system as required. 

2.4.3.4. The water on site is recorded and regular reviews will be undertaken in accordance with the 
environmental permit conditions.  Where this identifies viable opportunities for the reduction in mains 
water use, changes will be implemented. 
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2.5. Waste Handling 

2.5.1. The methodology for handling the waste received by the Site is detailed in Section 2. 

2.6. Waste Recovery or Disposal 

2.6.1. The waste hierarchy places the recycling and recovery of waste above disposal (which includes 
landfilling and incineration without recovery). Due to the presence of POPs within WEEE plastics, it is 
imperative that the non-POPs plastic is separated from the POPs plastic, as the non-POPs plastic can 
then be recycled into new products. The Operator has invested in plant and equipment to separate 
recyclable plastics from mixed WEEE plastics and non-WEEE plastics to adhere to the principles of the 
waste hierarchy.  

2.6.2. All other outputs and residues are recycled, recovered where practicable as outlined within Section 
2.1.4.7.  

2.7. Energy 

2.7.1. Energy use will be monitored, and energy consumption data will be provided to the Environment Agency 
on an annual basis, or as required by the environmental permit.  

2.7.2. All equipment will be regularly maintained to ensure that it is working effectively, and operating efficiently, 
thus minimising energy use. All equipment used at the site will be periodically reviewed and if possible, 
more energy efficient equipment will be installed if it is economically feasible.   

2.7.3. As an example, in 2019/20 the WEEE plastic line was upgraded. The new system moved the dust 
separation and bagging plant inside the building, allowing all the dust to be effectively captured within 
hanging filter bags. The upgraded cyclone and bagging plant runs at a higher throughput with individual 
plant items being right-sized in terms of their power rating. This has resulted in the same amount of 
material being produced using approximately 25% less electricity. 

2.7.4. Enva instructed EcoAct to conduct an ESOS compliant energy audit of the facility in 2019. The report 
details findings from their analysis of historical energy consumption, observations from the site survey 
and associated recommendations. The site is powered by electricity that is purchased from the grid and 
is supplemented by the output from three generators on site. The report’s recommendations include 
upgrading lighting to LED and the purchase of LPG generators in place of diesel generators. The audit’s 
findings are being reviewed by the Operator at the current time. A Resource Efficiency review is also 
provided with this EP application.  

2.8. Accidents 

2.8.1. An Accident Management Plan has been developed for the site which will identify hazards to the 
environment posed by the site, assess the risks and then identifies measures to reduce the risks. It 
identifies the likelihood and consequence of accidents occurring on the site and present actions to 
prevent accidents and mitigate any consequences. 

2.8.2. Procedures will be in place for investigating incidents, (and near misses) including identifying suitable 
corrective action. The Accident Management Plan is a working document and will be regularly reviewed 
during the operation of the facility and following any incident or accident on site, and updated as required. 

2.8.3. All relevant staff are trained in accident and incident procedures, as detailed within this document.  
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2.9. Noise 

2.9.1. The levels of noise on site are monitored as part of the daily site inspections, if noise levels are at a level 
likely to cause pollution outside the site, the source of noise investigated, and actions taken. Any 
complaints will be recorded within the Site diary and an investigation will be undertaken and finding acted 
upon.  

2.9.2. The most recent environmental noise impact assessment was carried out on the 7th August 2020 (P1853-
REP03-BDH). The purpose of this assessment is to determine the noise impact as currently generated 
from the site at the key residential receptors in order to assess compliance with the requirements of Pre-
Commencement Condition 4 of the S19/1792 Planning Permission, dated 12 March 2020 which enables 
the site to operate from 07:00 to 23:00 hours Mondays to Sundays. This environmental noise survey 
comprised of the measurement of both Ambient Sound Level and Residual Sound Level. Based on the 
findings of the environmental noise survey, this acoustic assessment has identified that the measured 
and assessed noise Rating Level arising from the Facility (when operating in full accordance with the 
agreed NMP) complies with the requirements of Pre-Commencement Condition 4. 

2.10. Monitoring 

2.10.1. Fugitive emissions will be controlled and monitored as required by the environmental permit. Daily 
inspections will include assessing the operations within and beyond the site boundary. The Operator will 
monitor energy use, the quantity of raw material used and waste emissions. The monitoring results will 
be reported to the Environment Agency if required at the frequency required by the environmental permit. 

2.10.2. The surface water will be monitored for POPs in line with WM3, to ensure compliance with the relevant 
legislation.    

2.11. Closure 

2.11.1. In order to provide a baseline against which the applicant can assess the site at the time of surrender of 
the environmental permit in the future, a site condition report has been produced in accordance with the 
Environment Agency guidance note H5 Site Condition Report.   

2.11.2. The applicant will implement the control measures that have been identified through risk assessment, 
throughout the duration of its operation under an environmental permit in order to ensure that the site is 
returned to a ‘satisfactory state’ at closure. Where instances arise that have, or could have, impacted on 
the state of the site, these will be recorded, detailed, and remediation undertaken where required and 
appropriate.  This will ensure that a record is kept of the state of the site throughout the environmental 
permit period. 

2.11.3. A site Closure Plan will be developed for the site which will demonstrate that, in its current state, the 
installation can be decommissioned to avoid any pollution risk and return the site to a satisfactory state. 
The plan will be maintained and updated as required, to ensure that it reflects best practice and takes 
into account any changes to the activities undertaken at the site.  

 


