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1 Introduction 

1.1 Background 
Ricardo Energy & Environment (Ricardo) has been retained by Princes Ltd (Princes) to prepare an application 
to vary their existing Environmental Permit (EP) reference EPR/RP3534FP which authorises the operation of 
a Part A Installation (falling within the scope of the Industrial Emissions Directive (“IED”)) under the 
Environmental Permitting (England and Wales) Regulations 2016, at the Bridge Road Food Factory, Long 
Sutton, Lincolnshire PE12 9EQ. This document has been prepared in conjunction with Princes. 

The existing permit (V003 issued 02/12/2013) currently authorises the following Schedule 1 listed activities: 

 Section 6.8 A(1)(d)(ii) - treating and processing materials intended for the production of food products 
from vegetable raw materials at a plant with a finished product production capacity of more than 300 
tonnes/day (average value on a quarterly basis); and  

 Section 5.4 A(1)(a)(i) - disposal of non-hazardous waste in a facility with a capacity exceeding 50 
tonnes per day biological treatment. 

In addition to the following directly associated activities (DAA): 

 Treating and processing materials intended for the production of food products from animal raw 
materials; and 

 The operation of site systems for the supply of utilities and services.  

Environment Agency (EA) guidance ‘Control and Monitor Emissions for your Environmental Permit1’ requires 
that odour must be prevented, or, where that is not possible, minimised, at installations, via the use of 
‘appropriate measures’.  According to this online guidance,  installations carrying out anaerobic digestion 
and/or food production involving any form of cooking or heating and brewing, must also have a written odour 
management plan in place that explains how odour will be prevented or, where that is not possible, minimised. 
This guidance also refers to the EA’s H4 Odour Guidance2 to guide with the format and content of an OMP. 

Condition of 3.3 of the existing permit requires that: 

'Emissions from the activities shall be free from odour at levels likely to cause pollution outside the site, as 
perceived by an authorised officer of the Environment Agency, unless the operator has used appropriate 
measures, including, but not limited to, those specified in any approved odour management plan, to prevent 
or where that is not practicable to minimise the odour. 

The operator shall: 

(a) if notified by the Environment Agency that the activities are giving rise to pollution outside the site due 
to odour, submit to the Environment Agency for approval within the period specified, an odour management 
plan which identifies and minimises the risks of pollution from odour; 

(b) implement the approved odour management plan, from the date of approval, unless otherwise agreed 
in writing by the Environment Agency’ 

The existing permit also includes a number of improvement conditions, including IC1, which requires that ‘The 
Operator shall develop a written odour management plan with regard to the requirements set out in Section 
2.2.6 of the Agency Guidance Note IPPC S6.10.  August 2003. Upon completion of the plan, a summary of 
the document shall be submitted to the Agency in writing.’  

Pollution is considered to be an emission which may be harmful to human health or the quality of the 
environment, cause offence to a human sense or impair or interfere with amenities or other legitimate uses of 
the environment 

Table S1.3 of the existing permit notes that the requirements of IC1 were accepted as completed 30/09/2006, 
however the Odour Management Plan (OMP) is a living document which is reviewed regularly and updated as 
appropriate to ensure that relevance is maintained. A draft updated OMP was submitted to the EA in 

 
1 https://www.gov.uk/guidance/control-and-monitor-emissions-for-your-environmental-permit 
2 https://www.gov.uk/government/publications/environmental-permitting-h4-odour-management 
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September 2018. Comments on this September 2018 draft OMP were provided by the EA  in  EPR Compliance 
Assessment Report (CAR) form, reference EPR/RP3534FP/0331576, dated 13 September 2019. 

Enhanced pre-application advice provided in relation the proposed permit variation RP3534FP/V004 by the 
EA National Permitting Service (NPS) in their letter dated 24 October 2019, advised that an updated OMP 
should be submitted with the variation application to reflect the changes proposed. and that this should also 
address the comments provided in the EPR Compliance Assessment Report (CAR) form, reference 
EPR/RP3534FP/0331576, dated 13 September 2019. 

1.2 Purpose and scope 
This updated OMP is submitted in support of an application to vary environmental permit reference RP3534FP 
and should be read in conjunction with the accompanying Environmental Risk Assessment dated March 2020. 
The aim of this document is to identify the activities within the installation which may cause odour pollution and 
to set out the appropriate measures that will be used to control and minimise odour pollution associated with 
these sources. It considers sources, releases and impacts, and uses these to identify cost effective 
opportunities for odour management. This includes an assessment of the odour risk associated with the 
changes to operations proposed as part of the permit variation and the identification of any additional measures 
that may be required as a result of these changes. This document also aims to provide staff with clear roles 
and responsibilities with regards to odour management. 

The OMP will be reviewed annually, and in response to any significant odour events and updated accordingly 
as required. 

This OMP addresses the Environment Agency’s general requirements for OMPs as part of the permitting 
process and has been drafted in accordance with EA H4 guidance3 

The H4 guidance recommends that the OMP structure provides a simple to use document addressing the 
following: 

Environment Agency H4 guidance on the essential elements of an OMP 

 A process description, particularly describing odorous, or potentially odorous, activities or materials used; 

 identification of all the release points for each of the activities; 

 identification of possible failures or abnormal situations – for the main process or for odour abatement 
equipment; 

 a listing of the consequences for odours of the failures or abnormal situations; 

 a description of the measures put in place to deal with these risks; and 

 a list of the actions in detail and who is responsible for carrying them out. 

To meet these requirements, this OMP is structured as follows 

 Section 2 – Risk Profile - a description of the site and process, including an inventory of all potentially 

odorous materials and activities, potential pathways/release points and receptors (receptor type, 

distance, direction and potential impact; 

 Section 3 – Primary odour control measures (measures that are used to control odour during normal 

operations); 

 Section 4 – Routine maintenance and inspection; 

 Section 5 – routine monitoring, recording and reporting; 

 
3 Environment Agency Horizontal Guidance: H4 Odour Management – How to comply with your environmental permit, April 2011. 
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 Section 6 – Accidents and Emergencies - measures that will be used to control odour during 

maintenance and any failures or abnormal events; and 

 Section 7 – management measures taken to control odours 

Further details which may be relevant to understanding the design and operation of the plant, equipment and 
design/control philosophy and requires can be found in the following: 

 Design and operation manuals for manufacturing plant and effluent plant4  

 Best Available Techniques (BAT) Reference Document for the Food, Drink and Milk Industries BREF 
(December 2019)5 

 Best available techniques (BAT) conclusions for the food, drink and milk industries, December 2019. 

 Environment Agency How to comply with your environmental permit. Additional guidance for: The Food 
and Drink Sector (EPR 6.10) (March 2009) 

 Permit application documents setting Best Available Techniques for pollution control at Long Sutton4. 

Where an odour nuisance at sensitive receptors is expected and/or has been substantiated, BAT Conclusion 
15 requires that ‘In order to prevent or, where that is not practicable, to reduce odour emissions, BAT is to set 
up, implement and regularly review an odour management plan, as part of the environmental management 
system (see BAT 1), that includes all of the following elements:  

— A protocol containing actions and timelines.  

— A protocol for conducting odour monitoring. It may be complemented by measurement/estimation of odour 
exposure or estimation of odour impact.  

— A protocol for response to identified odour incidents, e.g. complaints.  

— An odour prevention and reduction programme designed to identify the source(s); to measure/estimate 
odour exposure; to characterise the contributions of the sources; and to implement prevention and/or reduction 
measures.’ 

1.3 Permit variation 
The scope of the proposed variation to Environmental Permit (EP) reference EPR/RP3534FP/V004 includes 
a number of changes, both to infrastructure and operations, some of which may have an impact on odour from 
the installation. 

Full details of the proposed changes to permitted activities are set out in the Non-Technical Summary dated 
March 2020, however the variation can be summarised as follows: 

1.3.1 New Raw Materials Storage Area  

The development of a proposed new raw materials storage and handling warehouse (RMW) directly to the 
east of the existing installation, resulting in an extension being required to the permit boundary in the north 
eastern corner of the site, as shown on Installation Boundary Plan, reference PLS1-00-01, dated January 2020 
(see section 6 of this permit variation application).  

The new RMW will accommodate incoming raw ingredients in both chilled/cold and ambient storage in a 
consolidated area of the site, to replace the existing raw materials storage areas which are currently dispersed 
across the existing site. The new permit extension area will also include a loading bay with canopy and service 
yard.    

 
4 Manuals and documents located in the Engineering Department 
5 https://www.eea.europa.eu/themes/air/links/guidance-and-tools/eu-best-available-technology-reference 
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1.3.2 Changes to Food Processing  

New Ingredients Processing Facility (IPF) 

The permit extension area will also accommodate a new kitchen facility for the storage and preparation of 
spices and the processing of other raw ingredients such as pulse mixing, frozen mixing, tomato paste 
decanting, de-boxing. All such ingredients processing currently takes place elsewhere within the existing 
installation. Sauce make up will take place within the new IPF, using combined mixing and cooking vessels, 
which will consist of jacketed pans with a slowly rotating paddle for mixing. 

New Canned Ready Meal (CRM) Line 

It is proposed that the existing pea processing plant (enclosed within a new building) will be relocated within 
the current installation boundary and the existing root crop equipment decommissioned and replaced with a 
new Canned Ready Meals (CRM) Line. The CRM Line will be a purpose-built production line fed by solid and 
liquid ingredients systems that adds vegetables, meat, spices, tomato paste, cream, milk, oil, water, bulk 
powders and other minor ingredients from the ingredients processing facility into a hydrostatic steriliser 
(commercial scale cooker) as required by each recipe. Products vary from canned meat in sauces and chicken 
pie fillings to vegetarian dishes such as Bombay Potatoes, using pre-prepared vegetables. This new flexible 
filling line that has the capability to can the various products at a rate of up to 600 cans per minute. It will also 
include a new Cleaning in Place (CiP) system, consisting of a three-tank recovery type CIP system including 
pre-rinse, detergent and final rinse tank.  

A new hydrostatic steriliser (commercial scale cooker), including additional adiabatic cooling technology to 
reduce the risk of legionella, is proposed as part of the new CRM line and this new asset will completely replace 
the existing Mather and Platt (M&P) hydrostat. The new hydrostat includes improvements in control & 
programming technology, as well as being enclosed within a new structure. The new equipment will have 
improved environmental performance, providing a high level of water re-cycling and heat capture and 
regeneration. The new hydrostat will be located adjacent to the existing M&P hydrostat within the existing 
permit boundary.  

Due to the expiry of the pressure system safety regulation certificate, the existing M&P Hydrostat has been 
isolated and removed from service 06 February 2020. The M&P hydrostat will be fully decommissioned to 
ensure that all sources of pollution risk are removed, prior to being dismantled and removed following the 
completion of the Canning Excellence Programme.   

1.3.3 Increased Production Capacity 

The replacement of the existing root crop equipment with the new CRM line will result in an increase in the 
overall production capacity at the installation, in particular for finished products containing animal raw materials 
(in combined products). The installation does not, and will not, produce any animal raw material only products.  

The CRM line will allow the production of a large number of different recipes, for combined and vegetable only 
canned food products on a flexible basis, according to seasonality and commercial needs. Outputs of finished 
product will vary according to commercial requirements at the time. Products vary from vegetable only 
products, to Chunky Steak, for which the finished product weight is approximately 75% animal raw materials. 

Following the proposed changes, the maximum daily production capacity of the installation for products 
containing both animal and vegetable raw materials (combined products) will be 372 tonnes/day. The maximum 
daily production capacity for products containing only vegetable raw materials will be 538.94 tonnes/day.  

The above tonnage figures reflect the maximum daily production capacity of the installation line based on 100% 
efficiency 24 hours a day. More typical daily production tonnages are reflected in the annual production 
tonnages of 76,947.15 tonnes/year for vegetable only products and 9,343.61 tonnes/year for combined 
products. The manufacturing process typically operates continuously from Monday to Friday. 
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The treatment and processing of animal and vegetable raw materials in combined and separate products will 
therefore exceed both the Schedule 1 thresholds of 75 and 300 tonnes/day under Section 6.8 A(1)(d)(iii). As 
such, the current directly associated activity for treating and processing materials intended for the production 
of food products from animal raw materials in combined products will need to become a listed activity in its own 
right, replacing the existing listed activity which is limited to the processing vegetable raw materials only, to 
allow the production of a range of vegetable only and combined products at the installation above the Schedule 
1 thresholds under 6.8 (A(1)(d)(iii).  

The proportion of animal raw material in percent of weight of finished product production in tonnes per day will 
vary for reasons of commercial flexibility, however the overall capacity for proportion of animal raw material will 
be greater than 10% the percent of weight of the finished product production capacity once all the changes 
have been introduced.  

The process is illustrated in the Process Flow Diagram included in Section 6 of this permit variation application. 
Drawing 800005553, also included in Section 6, shows a detailed illustration of the CRM plant layout. 

1.3.4 Replacement of Anaerobic Digestion (AD) plant and safety flare 

It is proposed that the existing Upflow Anaerobic Sludge Blanket (UASB) digestion plant, which forms part of 
the currently permitted effluent Treatment Plant (ETP) will be replaced with a new generation anaerobic 
digester, including a new auxiliary biogas safety flare, which will be used during plant maintenance or to 
safeguard the plant. The new Veolia technology (3rd Generation UASB) 280819 VWT plant has been selected 
based on a BAT assessment and will operate alongside the new asset during commissioning until the old asset 
is decommissioned once no longer required.  

The new AD plant will be located within the existing permit boundary, adjacent to the existing effluent treatment 
plant on the southern installation boundary, as shown on Site Layout and Emission Points Plan, reference 
PLS1-00-01, dated 15 January 2020 (see section 6 of this permit variation application). 

The new advanced UASB reactor has a design capacity of 4000m3/day, in line with current permitted discharge 
limits, which will not change. The impact of the proposed changes to food processing activities has been 
considered and assessed against the currently consented discharge of treated process effluent and has been 
found to be within all existing limits (see section 2.2.3).  Effluent will be pre-treated (course screened) buffered 
and pre-conditioned in the existing system. A new buffer tank will be installed to transfer flow into the new 
conditioning tank. 

1.3.5 Removal of redundant emission points and boiler equipment  

A number of the emission point references currently listed in Table S3.1 of the existing permit and shown on 
Schedule 7 Site Plan are no longer used or have been relocated within the site, as shown on updated Emission 
Points Plan reference PLS1-00-01 15 December 2020 (see section 6 of this variation application) as follows: 

 Replacement and eventual decommissioning of the existing ETP biogas flare (emission point 
reference A7) with the new flare mentioned in 1.3.4 above (new emission point A15); and  

 Removal of the decommissioned boiler 7 and removal of the associated emission point reference 
A12 from Table S3.1 of the permit.  

Boiler 7 has been dismantled and removed from site, following decommissioning to ensure that all sources of 
pollution risk had been removed. 
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2  Risk Profile 

2.1 Site Overview – Description of the site and process 
2.1.1 Site details 

The installation is located approximately 1.5 km east south east of Long Sutton town centre on Bridge Road 
(Grid Reference 544858 322252). The Long Sutton installation is the Princes’ largest food production site in 
the UK.   The site is bounded by roads to the north and west, a fence line with agricultural land beyond to the 
east and a further fence line by a dismantled railway track to the south. In general, the site is surrounded by 
open agricultural (arable) land.  The installation comprises a factory for the receipt and preparation of foods 
canned for human consumption 
 
The site address is:   Princes Ltd  

Bridge Road,  
Long Sutton,  
Spalding  
PE12 9EQ 

. 

2.1.2 Overview of process 

According to EA Sector Guidance for Food and Drink (EPR 6.10) (March 2009) many food and drink processes 
emit odour, for example, from cooking and drying. Washing, soaking, peeling and blanching of feedstock can 
also give rise to significant volumes of waste and wastewater, which may involve associated odour control 
issues. Odour can be problematic because emissions tend to be fugitive.  

Indicative Best Available Technique (BAT) for the food and drink sector is therefore focussed on the effective 
design and operation of effluent treatment plant and the use of extraction and abatement systems designed to 
cope with maximum loadings and volumes.  

Following the proposed changes, the maximum daily production capacity of the installation for products 
containing both animal and vegetable raw materials (combined products) will be 372 tonnes/day. The 
maximum daily production capacity for products containing only vegetable raw materials will be 538.94 
tonnes/day.  

The above tonnage figures reflect the maximum daily production capacity of the installation line based on 
100% efficiency 24 hours a day. More typical daily production tonnages are reflected in the annual production 
tonnages of 76,947.15 tonnes/year for vegetable only products and 9,343.61 tonnes/year for combined 
products. The manufacturing process typically operates continuously from Monday to Friday. 

The product range at the Bridge Road Food Factory comprises mainly cans of beans in tomato sauce, pulses 
and peas, fruit, pasta products, vegetables, ready meal products, sauces, rice pudding and canned meat 
products. Some processing operations (for example peas) are seasonal to reflect availability of feedstock. The 
introduction of the new CRM line as part of the permit V004 variation includes canned meat in sauces and 
chicken pie fillings to vegetarian dishes such as Bombay Potatoes.  

The prescribed process can be broken down into the following activities: 

 Materials delivery, handling, unpacking and storage (including refrigeration); 

 Raw material preparation (including cleaning/fruit and vegetable washing and de-stoning, soaking, 
rehydration, sorting, screening, grading, peeling, blanching and steam sterilisation); 

 Size reduction (mincing and dicing); 

 Canning; 

 Cooking/sterilisation using either continuous rotary sterilisers or hydrostat towers, depending on the 
product; 

 Cleaning and sanitation;  
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 Packaging; 

 Management of waste; 

 Treatment and discharge of process effluent; and 

 Burning of the resulting biogas from the effluent treatment plant in an onsite boiler, or flare.  

Materials Delivery, Handling and Storage 

All materials are delivered to the site by road and are controlled by specific delivery procedures to ensure their 
correct and safe delivery. Bulk storage containers are bunded by either integral or secondary containment . 
Raw materials may be unloaded directly into the process or may be placed in storage for processing later  

The development of a proposed new raw materials storage and handling warehouse (RMW) and kitchen 
facility, directly to the east of the existing installation, resulting in an extension being required to the permit 
boundary in the north eastern corner of the site, as shown on Installation Boundary Plan, reference PLS1-00-
01, dated January 2020 (see section 6 of this permit variation application).   

The new RMW will accommodate incoming raw ingredients in both chilled/cold and ambient storage in a 
consolidated area of the site, rather than dispersed across the site as currently the case.  

The permit extension area will also accommodate a new kitchen area for the storage of spices and the 
processing of other raw ingredients such as pulse mixing, frozen mixing, tomato paste decanting, de-boxing. 
All of which currently take place elsewhere within the existing installation. The new area will also include, a 
loading bay with canopy, and service yard area.   

All materials are delivered to the site by road and are controlled by specific delivery procedures to ensure their 
correct and safe delivery. Bulk storage containers used for liquids are contained with the area draining to the 
effluent treatment plant. All powders arrive on-site in sealed 25kg bags.  

Raw materials may be unloaded directly into the process or may be placed in storage for processing later. 
Storage may be ambient, chilled or chilled.  

The new Raw Material Storage Area will consist of the following designated areas: 

• Ambient storage area (racked out area); 

• Bean mixing room (Industrial mixer for mixed bean product line). 

• Spice storage area (mezzanine above processing area. Racking sealed bags on pallets); 

• Chilled storage (+4 degrees); 

• Cold storage (-19 degrees) and  

• Spice decanting area (LEV bays where spices are weighed out and bagged up in batches). 

Meat raw materials are delivered to the site chilled or frozen. Chicken is usually defrosted offsite and is 
delivered just in time for production/processing. Beef may be delivered frozen for storage in the cold store. 

Raw Materials Preparation 

All raw material preparation will take place within the existing permitted area, using existing plant. No raw 
material preparation will take place within the extension area. The initial steps of the operation involve the 
preparation of raw materials using various methods including feedstock cleaning and de-stoning, soaking, 
sorting, screening and grading. Water is reused/recycled for as long as practicable and air emissions/odour 
are minimised by passing the exhaust mixture through an expansion/cooling vessel prior to release to the 
environment. Any reject waste material is collected in the designated waste management area before being 
taken for recycling off site. 

Raw Materials Processing Kitchen 

The permit extension area will accommodate a new kitchen facility for the storage and preparation of spices 
and the processing of other raw ingredients such as pulse mixing, frozen mixing, tomato paste decanting, and 
de-boxing. All such ingredients processing currently takes place elsewhere within the existing installation. 
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Sauce make up for the new CRM line will also take place within the new kitchen facility using combined mixing 
and cooking vessels consisting of jacketed pans with a slowly rotating paddle for mixing.  

The new Raw Materials Processing Kitchen will consist of the following: 

• sauce cooking vessels x4 (jacketed pans with a slowly rotating paddle for mixing) 

• Slurry mixing vessels x2;  

• Fat melter;  

• Bin lifts; 

• Eurobins;  

• Tomato paste decanter; and 

• spice entrainment system (air purge system where bags of spice are tipped into a dish/feed pot and 
pulled through using air. system is sealed and airtight). 

Select ingredients (whole milk, cream and yogurt) are delivered to site within IBCs. Four stations hold the IBCs 
while in use, these have been segregated into two lines. A flexible hose is used to connect the IBC to the 
supply line. Each line has a dedicated pump to supply ingredients to either of the slurry tanks. 

An existing tank will be used to store rapeseed oil, this will have its own dedicated line and pump which can 
be connected to either slurry tanks or cooking vessels. 

Both slurry tanks have a working volume of 1500L, in order to cater for a range of slurry sizes and to 
accommodate the largest slurry requirement. The slurries are created via an external emulsifier. 

Powders are added to the slurry tanks via an entrainment system. A series of three hopper are used to mix 
the powder into liquid before entry into the slurry tank. The first hopper is for liquid with the subsequent two 
hoppers containing the powder, the entrained powder is circulated into the slurry tank. Spices and other solid 
ingredients are dosed from bulk containers. 

IBC ingredients and rapeseed oil are supplied to the slurry vessels via a distribution manifold. Other ingredients 
are added to the slurry tank via a dedicated bin hoist with a 300L bin capacity. The bins will be pre-filled with 
a known mass of ingredients before the process starts then loaded into the hoist. The bin is lifted to a set 
height then tipped to the slurry tank via a chute. After the ingredients have being discharged a known volume 
of water is spayed via a spray ball to ensure the bin is empty. The mass of ingredient addition will be measured 
by the slurry tank load cells and checked against the expected ingredient mass. There will be an independent 
fat melt system to provide fat directly to the cookers. 

The slurry is discharged from the slurry tanks into the cooking vessel via a dedicated slurry transfer pump and 
emulsifier (with a bypass) This is inline on a recirculation line back into the slurry tank for multiple passes if 
required. This can be operated in parallel with other slurry tank operations. 

The IBC dosing lines have been hygienically designed with the capability for water flush/purge by removal of 
the IBC flex hose and reconnection to a CIP supply. Additionally, a full CIP line clean is conducted through the 
flex hose and IBC line. 

The slurry vessels, surrounding equipment and associated pipework have been hygienically designed with the 
capability for water flush/purge and full CIP line clean. Spray heads are used to clean the slurry tanks. 

Size Reduction and Mixing 

The only size reduction that will take place within the permit extension area is chicken dicing. All other size 
reduction takes place within the existing permitted area, using existing plant. Industry standard mincers and 
dicers are operated on the site for size reduction of ingredients, (e.g. fruit, vegetables and meat). Mixing is 
undertaken at ambient temperatures with no releases to the environment. Mixing vessels are covered with 
lids, which are closed during blending processing using a slow rotational paddle. 

 

Blanching and Sterilising  



Odour Management Plan   |  9
 

  
Ref: Ricardo/ED11556101/Issue 1

Blanching and sterilising steps involve the use of heat provided by steam from gas-fired boilers. Blanching 
involves the direct injection of steam into the raw material/product mix. Blanching water is reused for as long 
as practicable prior to being collected for treatment in the effluent treatment plant.  

Canning 

The new CRM line will be connected to a new flexible filling line that has the capability to can the various 
products at a rate of up to 600 cans per minute.  

Cooking 

Sterilisation is undertaken using either continuous rotary sterilisers or hydrostat towers depending on the 
product. The new hydrostatic steriliser proposed as part of the new CRM line will eventually replace the existing 
M&P hydrostat and will include improvements in control & programming technology, as well as being insulated 
with blankets and corrugated panels and will be enclosed within a new structure. The new equipment will have 
improved environmental performance, providing a high level of water re-cycling and heat capture and 
regeneration. The maximum sterilisation temperature will be 128oc and will have a sterilisation time will be 
between 20-10 minutes. The product is ‘cooked in the can', and so there will be no point source emissions and 
minimum expected odour. 

The start-up sequence is fully automated by the selection of a recipe. The machine will automatically be filed 
to the required levels. Steam is injected through control valves for precise control of the set point temperatures 
and pressure in every section of the machine. The shut-down process is also completely automated. If an error 
occurs, the location of the alarm will be marked on the HMI to allow a quick fix.  

Cleaning and Sanitation 

It is proposed that a new Clean in Place (CiP) system is introduced as part of the new CRM line and This has 
been designed and used with due consideration to waste water minimisation. The new system will consist of 
a three-tank recovery type CIP system including pre-rinse, detergent and final rinse tank. All 3 tanks will be 
heated. 

The main CIP set has three independent CIP supply and return circuits designated, A, B & C. These have 
variable speed supply pumps to provide the required pressure/flow. The system is designed so that circuit A, 
B & C can be used simultaneously. 

Each clean shall have its individual procedure but below details a typical cleaning regime individual procedure 
but below details a typical cleaning regime. A pre-rinse tank is used for washing down vessels and flushing 
mains with recovered rinse water prior to chemical cleaning. Returned rinse water is diverted to the effluent 
system. 

The tank will be maintained at 65°C max. A hot detergent tank is used for cleaning the vessels and mains with 
dilute detergent solution maintained at 85°C max. Returned detergent solution is recovered back to the hot 
detergent tank for re-use through a dedicated return strainer. 

A final rinse tank is used for washing down vessels and flushing mains with recovered rinse water following 
chemical cleaning, the tank will be maintained at 65°C max. Returned final rinse water is collected back to the 
pre rinse tank for re-use on the next clean. 

Effluent collection and treatment 

Process effluent from cleaning, washing, blanching etc is recirculated as far as possible before being collected 
and treated at the on-site effluent treatment plant (ETP) which operates continuously.   

As part of site wide improvements, the effluent collection and drainage system will have a greater diameter to 
cope with the current discharge flows and future flows from the new Hydrostat cooker etc. The new effluent 
drainage will be installed in 316 stainless steel as per the prince’s specification under buildings and appropriate 
chemical resistant pipes such as Thermachem or Pipex in areas outside the building footprint. The aim is to 
reduce the number of pumping chambers on site. To achieve the reduction in pumping chambers the inverts 
and gradients will also be changed to meet current building regulations and to allow the discharged water flow 
via gravity towards the proposed balance tanks.  

The system will have chemical and heat resistant seals to prevent the seals failing. New inspection chambers 
will be positioned outside of the building to allow inspection and maintenance to take place without the need 
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to enter the factory with CCTV equipment. The waste will then be pumped from the balance tanks above 
ground to the current screen building. 

The ETP consists of a collection pit, screen, balancing tank, primary clarifiers, conditioning tank UASB digester 
(Upflow Anaerobic Sludge Blanket) with flare stack, aeration tanks, secondary clarifiers and odour filters.   
Treated water is discharged to the River Nene in accordance with the permit at a maximum permitted rate of 
4000m3/24hours.  As part of planned improvements to the installation, the Anaerobic Digestion (AD) plant 
(UASB digester) will be replaced with a newer model. Veolia technology (3rd Generation UASB reactor) 
280819 VWT, to be located within the existing permit boundary adjacent to the existing AD plant, which will 
subsequently be decommissioned. The advanced UASB reactor has a design capacity of 4000m3/day, in line 
with permitted discharge limits.  Average flow is expected to be 1,500m3/day. New AD technology selected 
operates as a sealed, slightly pressurised unit.  

The design of the new Biothane Advanced UASB reactor is based on the long-term operation of the existing 
UASB, waste water from the food processing facility will be buffered and equalised to a variation of less than 
20% on a daily basis for both flow and composition, before it is fed to the anaerobic process. Effluent will be 
pre-treated (course screening) buffered and conditioned in the existing system. A new buffer tank will be 
installed to transfer flow into the new conditioning tank.  
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2.2 Sensitive Receptors and Neighbouring Communities 
Some receptors are more sensitive than others.  Domestic residences, or a pub with a beer garden are more 
likely to be sensitive than an industrial complex or passers by.    

Princes Ltd has identified the following sensitive receptors through the ongoing odour improvement and 
communication works undertaken at the Site: 

 Residential properties located opposite and east of the factory on Bridge Road (post code PE12 9EG); 

 Residential properties located on Hospital Drove (post code PE12 9EL); 

 Residential properties located northwest of the factory on Bridge Road (post code PE12 9EF); 

 Members of the public who are walking along the roads and footpaths adjacent to the Site; and 

 Members of the public driving on the A17.   

The location of the identified sensitive receptors is shown on Figure 1, and an assessment of their relative 
sensitivity given in Table 1.   

Figure 1: Site location and identified sensitive receptors within 1km of the revised permit boundary 
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Table 1: Summary of Sensitive Receptors within 1km of the site 

Receptor 
Minimum 

distance to 
site boundary 

Direction Receptor Type 

Properties on Bridge Road 
PE12 9EG 

30 m 
Northeast and 

East 
Residential Property 

Properties on Hospital Drove 
PE12 9EG 

200 m Northeast Residential Property 

Properties on Bridge Road 
PE12 9EF 

250 m West Residential Property 

Pedestrians walking along roads and 
paths adjacent to Site 

>10 m 
Surrounding 

Site 
Transient Pedestrians 

Members of the public driving on the 
A17 

450 m South Transient Motorists 

Properties on Wisbech Road 
PE12 9AG 

750 m Southwest Residential Property 

Properties on Woad Lane     PE12 
9EW 

900 m North Residential Property 

 

2.3 Other potential Odour Sources 

There is little nearby industry, however the site is surrounded by open agricultural (arable) land. 

 

2.4 Odour Source Inventory - manufacturing 
The installation accepts and cans a range of vegetables and ready meals, including those containing meat and 
other animal products. Full details of the permitted process are provided in Section 2.1 above. 

 

Table 2 summarises the odour sources connected with the operation of the permitted installation. 
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Table 2: Production Areas Odour Source Inventory 

Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of 
control 

Description Characteristics 

Vegetable & 
ingredients 
delivery & 
reception 

Site access 
road and 
external 
storage internal 
storage in RMW 

Incoming loads of 
fruits, vegetables 
and liquid 
ingredients 

Fugitive 
Low intensity 
vegetable 
odour 

Good Food 
Hygiene & 
Management 
Practise (GMP) 
internal storage 
(prunes), 
Secondary 
containment 

Escape from 
storage and 
management of 
raw materials in 
boxes, and 
tanks 

Ground level 
emission 
depending on 
material 

Spice storage 
Spice storage 
building 

Receipt, storage, 
weighing and 
dispensing of 
spices to 
manufacturing 

Fugitive  

Low intensity 
spice odour– 
see odour 
assessment 
report for 
emission 
quantification6 

GMP , odour 
and dust 
mitigation air 
handling, 
supplier 
packaging 
controls, 
personnel 
training.  

Escape from 
open doors, air 
escape from 
extraction system 
(mitigated with 
activated carbon 
TBC) 

Ground level 
fugitive 
emission via 
doors spice 
storage is now 
on the 
mezzanine 
where the 
dispensing and 
weighing will be 
carried out. 

Meat delivery and 
storage 

Loading dock, 
storage in the 
frozen and 
chilled storage 
areas 

Receipt, storage, 
and dispensing of 
meat to 
manufacturing 

Fugitive 
Low intensity 
odour 

GMP, sealed 
containment, 
Personnel 
training, 
Material life 
controls 

Escape from 
open doors 

Ground level 
fugitive 
emission 

Process plant and 
equipment 
including: 

Vegetable 
Cleaning 
equipment 

Manufacturing 
process areas 

 

Cleaning, cutting, 
rehydrating, 
cooking, canning, 
spills? 

Mainly fugitive 
into work place, 
some process 
(,rehydrators) 
are extracted 

Low intensity 
odour – see 
odour 
assessment 
report for 

Mainly GMP, 
some 
containment 
and discharge 
to atmosphere 

Discharge via 
general roof 
vents or via 
plant specific 
vents 

Released via 
vents generally 
located on roof 
ridge line 
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Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of 
control 

Description Characteristics 

Material decanting 
and dispensing 

Soak tanks 

Meat and 
vegetable 
preparation 

Blanchers/cookers 
dealing with dried 
pulses, fruit and 
vegetables, and 
meat 

Canning stations 

and emitted to 
atmosphere 

Specific 
ventilation for 
decanting and 
dispensing 
emitted to 
atmosphere 

emission 
quantification4 

Emission to air 
see previous 
column 

kitchen areas  
Manufacturing 
process areas 

Handling dried 
spices, liquids, 
vegetables, 
meats, preparing 
Juices, sauces, 
syrups, brines 
and slurries 

Mainly fugitive 
but handling 
facilities 
extracted to a 
extract system 

Low intensity 
spice odour– 
see odour 
assessment 
report for 
emission 
quantification6 

Mainly GMP, 
personnel 
training, CIP 
system and 
some 
containment 
and discharge 
to atmosphere 

Discharge via 
general roof 
vents or via 
extract system 
outlet 

Released via 
vents generally 
located on roof 
ridge line 

 Emission to air 
see previous 
column 

Cleaning activities 

Dolav, tray, 
euro bin, plastic 
pallet and 
utensil cleaning 
facility 

Automatic 
washing facility 

Fugitive 

Low intensity 
vegetable, meat 
and sauce 
odour 

GMP, 
personnel 
training, 
discharge to 
atmosphere 

Escape from 
cleaning plant, 
emission to 
atmosphere via 
extract system 

Ground level 
fugitive 
emission 
Emission to air 
see previous 
column 

Waste activities 

Waste food 
storage in trailer or 
container 

Waste 
management 
area located on 
southern 

Receipt, 
segregation,  
storage, 
dewatering and 

Fugitive 

Low intensity 
spice odour– 
see odour 
assessment 
report for 

Mainly GMP 
through good 
housekeeping 
and removed 
from site in a 

Escape from 
trailers and 
containers 

Low level 
release 
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Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of 
control 

Description Characteristics 

boundary of the 
site 

dispatch of waste 
food 

emission 
quantification6 

timely manner. 
Personnel 
training. 
practices 

New product 
development area 

 

Facility located 
on northern 
side of 
manufacturing 
building 

Small scale 
preparation of 
new/experimental 
products 

Point source 
extraction to the 
outside, also 
fugitive into 
main building 

Low intensity 
spices/ 
vegetable/ meat 
odour 

GMP 
Discharge via 
general vents 

Low level 
release 
Intermittent only 
when 
developing new 
products 
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2.5 Odour Source Inventory – effluent treatment  
The ETP treats wastewater derived from the various food processing units at the site so that the treated effluent 
may be discharged to a surface water course (river Nene) under discharge consent from the Environment 
Agency. The ETP has been appropriately sized and maintained. It consists of several processing units and 
storage tanks operating in series (see Figure 1 for a simple schematic of the ETP flow scheme): 

 Floc pit – where the various effluents from the food processing areas are collected and combined. 
Alternatively named as the “Reception Pit”. 

 Rotatory screens – which remove some of the larger solid (mainly food waste suspended solids) 
particles from the waste water. 

 Balance (Buffer) tanks – for intermediate buffer storage of the waste water and equalisation of waste 
water flow to the downstream units. These tanks are mixed using a recirculating air flow. This air flow 
may help maintain aerobic conditions and stimulate some waste water treatment. 

 Lamellas – which removes additional suspended solid particles from the waste water. 

 UASB digester – which anaerobically treats the waste water under methanogenic conditions which by 
this point should be relatively free of suspended solids. This treats mainly soluble organic matter in 
the waste water. Biogas produced is combusted in a flare. 

 Activated sludge plant (ASP) – which aerobically treats the wastewater coming out of the anaerobic 
digester. The ASP treats mainly remaining soluble organic matter in the waste water and the 
conversion of ammonia to nitrate (nitrification). The ASP include clarifiers which remove suspended 
solids from the ASP effluent prior to discharge to the river. 

 

Air is extracted from several of the ETP operating units or buildings they reside in, in particular those at the 
front end of the ETP (Rotatory screens, Buffer tanks, and Lamellas). The collected air is passed to the Odour 
Control System (OCS) which comprises a Bioscrubber, a biological air treatment unit, followed by a polishing 
carbon filter, which aims to remove odours from the extracted air prior to its discharge to atmosphere from a 
series of vents. 

Table 3 summarises the odour sources connected with the ETP. 

Figure 2: Simplified schematic of ETP process flow 

 

 

Floc pit Rotary 
screens

Balance
tanks Lamellas

UASB
digester ASP

Suspended 
Solids removed

Suspended 
Solids removed

Suspended 
Solids removed 

in clarifiers
Soluble organic 
matter removed

Some organic 
matter removed Soluble organic 

matter removed 
and nitrification of 

ammonia

Bio
scrubber

Treated air discharge

Air extraction 

Treated
effluent

discharge

Effluents 
from 
food

processing
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Table 3: ETP Odour Source Inventory 
 

Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of control Description Characteristics 

Effluent drainage 
system 
 
Raw effluent 
process 

 

Influent Screen 
Enclosure 

New/old balance 
tanks 

Lamellar 
clarifiers 

ETP area 

Effluent 
conditioning to 
remove solids 
and to mix waste 
streams to give 
a consistent 
feed to the 
Anaerobic 
Digester (AD)  
plant 

Contained 
emission 

Vegetable/rotten 
vegetable/ 
sewage odour– 
see odour 
assessment 
report for 
emission 
quantification6 

As part of site 
wide 
improvements, 
the new effluent 
collection and 
drainage system 
will have a 
greater diameter 
to cope with the 
current 
discharge flows 
and future flows 
from the new 
Hydrostat 
cooker etc. The 
new effluent 
drainage will be 
installed in 316 
stainless steel 
as per the 
prince’s 
specification 
under buildings 
and appropriate 
chemical 
resistant pipes 
such as 
Thermachem or 

Treated extracts 
discharged from 
ETP – the 
performance of 
the OCS has 
been routinely 
tested4,Error! 

Bookmark not defined. 

Low level 
discharge vent 

 
6 Various emission monitoring studies have been carried out to characterise emission from the effluent plant – these reports are available from the Engineering 
department 
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Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of control Description Characteristics 

Pipex in areas 
outside the 
building 
footprint. New 
inspection 
chambers will be 
positioned 
outside of the 
building to allow 
inspection and 
maintenance to 
take place 
without the need 
to enter the 
factory with 
CCTV 
equipment. 

 

Air extracted to 
odour control 
system (OCS) 

Anaerobic 
digester 

anaerobically 
treatment of 
effluent under 
methanogenic 
conditions 

Contained 
emission 

Rotten 
egg/sulphurous - 
see odour 
assessment 
report for 
emission 
quantification4 

Biogas extract to 
flare or boiler 
house for 
combustion. 

New AD 
technology 
selected 
operates as a 
sealed, slightly 
pressurised unit. 

Pressure 
release system 

Treated by 
combustion  

High level 
discharge 
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Source 
(Description) 

Location 
Activity and 
materials 
involved 

Type of 
emissions 

Likely odour 
compounds 

Means of control Description Characteristics 

is upstream of 
the gas cleaning 
equipment 
(hydrogen 
sulphide 
removal) 

Peripheral 
treatment to AD 

Conditioning 
tank 

Selector tank 

Flash aerators 
tank 

Pre- & post- 
treatment of 
effluent 
connected to the 
AD stage  

Contained 
emission 

Rotten 
egg/sulphurous - 
see odour 
assessment 
report for 
emission 
quantification4 

Air extracted to 
OCS 

Treated extracts 
discharged from 
ETP – the 
performance of 
the OCS has 
been routinely 
tested4,Error! 

Bookmark not defined. 

Low level 
discharge vent 

Effluent 
treatment 

Aeration tanks 

Final settlement 

Effluent from AD 
is treated under 
aerobic 
conditions to 
polish the waste  

Carried out in 
open tanks 

Fugitive 
emissions 

Generally wet 
earthy/compost 
odour– the 
residual odour 
has been 
routinely 
testedError! 

Bookmark not defined. 

Maintaining 
aerobic 
conditions 

Escape from 
surface of tanks 

Low level 
discharge from 
tanks surface 

Waste treatment 

Centrifuge of 
lamellar waste 

Dolav storage 
for sludges 

 

Removal and 
storage of solids 

 

Centrifuge 
contained 

Centrate 
storage partially 
contained 

Fugitive 
emissions from 
Dolavs 

Farm 
yard/sewage 
odour 

Compost/wet 
earth 

Centrifuge Air 
extracted to 
OCS 

Centrate 
storage 
extracted to 
standalone OCS 

Mainly treated 
by OCS 

Low level 
discharge vent 
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3 Process  Controls during Normal Operations 
 

 

 

 

A great deal can be done to minimise the quantities of odorous chemicals formed on site or to minimise 
their release by good working practices and process control.  Therefore, the installation works in 
accordance with the accepted hierarchy of preferred controls, that is:  

prevent formation/release of odour in the first place;  

where this is not practicable, minimise the release of odour;  

abate excessive emissions; then  

dilute any residual odour by effective dispersion in the atmosphere.  

 

3.1 Good Working Practices to Prevent and Minimise Odour 
Releases 

Management of odour is an integrated process. Steps taken in the production area influence the control 
and management and ultimately the management of odour around the effluent treatment plant.  

Receipt and management of odorous materials 

Management in the production area necessitates adoption of:  

 Good raw materials management to minimise wastage and unnecessary water use or 
generation; 

 Good manufacturing practice throughout the production areas to ensure: 

o Use of odorous materials are typically contained and processed within controlled areas.            
limited 

o Water use is minimised 

o Product wastage is minimised and controlled via lean manufacturing processes, control 
of material usage and the use of an electronic manufacturing execution system  
minimised 

o Unnecessary emissions are avoided through good manufacturing practice and good 
housekeeping. This includes but is not limited to clean as you go policies, containment, 
training and area audits. 

o Unnecessary emissions are avoided keeping lids on vessels closed etc. 

 Liaison between production management and effluent plant management to ensure that 
abnormal events which may interfere with the normal operation of the effluent plant are notified 
as soon as an incident occurs. This allows effluents to be temporarily quarantined and treated 
in an appropriate manner. 

Which types of raw materials will the installation will receive, and which they will reject? 

How long raw materials be stored prior to use? 

Appropriate storage and treatment conditions for different feedstock? 

transport conditions (refrigeration, for example);  

stock control/rotation; 

This section of the OMP describes the means by which Princes will control odour impacts 
from normal operations.  A full description of the odour controls has been given for each 
stage of the process. 



Odour Management Plan   |  21
 

  
Ref: Ricardo/ED11556101/Issue 1

consider your housekeeping regime and select building materials which can be easily cleaned. 

Use of odorous chemicals 

The impact of many odorous chemicals can be reduced (at least partly) by reducing their rate of 
evaporation. The following chemical and physical methods are used at the installation for this purpose. 

- Lower the temperature by avoiding direct sunlight or otherwise reducing the water evaporation 
rate and the release of dissolved odorous chemicals;  

- Increased humidity in the immediate environment to reduce evaporation, as above;  

- Reduced airflow over the surface of odour-releasing materials to reduce the rate of evaporation; 

- Control the acidity/alkalinity of a material to make specific odorous chemicals more soluble in 
water and less likely to evaporate, for example, acidic conditions (low pH) can suppress the 
evaporation of alkaline chemicals such as ammonia.  Conversely, alkaline conditions (high pH) 
can suppress odorous acidic chemicals such as propionic acid or acetic acid;   

- Introduce temporary surface treatments to lower the surface temperature or create a chemical 
barrier.   

- Use of plain water where appropriate;  

- Use of pH buffers as above or other chemicals to make odorous chemicals more soluble;  

- Provide containment for areas used for processing of any potentially odours raw materials, such 
as?  

 

The relevant site operating procedures which are relevant to minimising odour release are: 

- Spill procedure (Spill One Point Lesson)-  

- GMP (GMP Audits) 

- Clean As You Go Policy 

- Cleaning Procedures 

- Line Hygiene Audits (prior and post production) 

- SOPs 

All of the above available on the Sharepoint 

 

3.2 Effluent treatment plant - general 
Minimising odour generation is key to management of the effluent plant. Odour generation can be 
minimised by: 

 Avoiding the build-up of sludges in tanks which allow anaerobic conditions to prevail, 

 Returning activated sludges and liquid centrates to appropriate points in the ETP process which 
avoid unnecessary loss of aerobic control; 

 Ensuring that activate sludge processes are maintained with excess dissolved oxygen to 
ensure aerobic conditions are maintained; 

 Ensuring plant and equipment is maintained, thereby minimising leakage both to atmosphere 
and to other parts of the plant. 

 Controlling plant operation/throughput as a function of COD loading so that biological process 
stages are not overloaded. 

 Ensuring that the screen trailer is emptied regularly to prevent degradation of recovered waste 
giving rise to odour.;   

 Employing good general housekeeping. 
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3.3 Effluent treatment plant - OCS 
Evaporative losses from the ETP are minimised through the use of closed vessels throughout the 
treatment process.  Once screened, effluent enters a closed pipe work and vessel system until the 
aeration tanks, with only tank vents open to the atmosphere through which evaporation could occur.  
Under normal operating conditions, emissions from the flash aerator and selector tank vents are 
directed through closed pipe work to the OCS as shown in Figure 3. The design extraction flow rate is 
approximately 5500m3/hr. 

 

Figure 3: Schematic of air stream collection and treatment system 

 

 

Emissions to atmosphere from tank vents would only occur during abnormal operations (e.g. 
maladjustment of air extraction system or OCS failure). 
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4 Routine Maintenance and Inspection 
 

This section of the OMP describes how Princes addresses the following issues to help maintain the 
effectiveness of odour controls: 

 plant performance checks; 

 reagents and consumables ; and 

 planned inspection and maintenance 

 

4.1 General 
Planned maintenance and inspection is crucial to maintaining the effectiveness of odour management 
and odour control measures.  An effective, planned maintenance regime is in place on all plant and 
equipment likely to influence odour emissions from site. Princes have a maintenance regime in line with 
the good manufacturing practices and manufacturer’s recommendation of the critical plant/systems to 
prevent odour release. 

Of relevant to this are site operating procedures cover the following general topics: 

 Condition based monitoring of key ETP equipment. 

 Weekly monitoring of odour control system. 

 General planned maintenance procedures. 

 

Critical odour control plant/systems are considered to be the following: 

 Application of good manufacturing practice throughout the plant 

 Aerators used to oxygenate the aeration tanks. Here aerators are serviced biannually. 

 Balance tank retention time (longer retention leads to greater potential for reduced sulphur to 
be generated). 

 Air extraction system serving the ETP 

 The Performance of the OCS serving the ETP. 

 Having adequate absorption capacity of the activated carbon  

 Ensuring adequate biological active material is present in the bioscrubber.  

 Containment around the AD plant preventing fugitive odour emission 

 Ensuring correct pH in the AD plant is maintained as lower pH tends to cause more odour to 
be released. 

 The combustion processes which oxidise the biogas. Here combustion plant is serviced 
biannually. 

 Servicing of the flare (biannually). 

4.2 Production area 
In order to minimise fugitive emission from the production area it is important that the integrity of the 
production area building fabric is maintained continuously, other than during periods of essential 
maintenance. The effective operation of opening/closing of doors will be checked on a daily/weekly and 
monthly basis. All personnel doors should remain closed when not in use.  

The vehicle access doors are maintained by the site maintenance department which can provide 24 
hour emergency response for breakdowns and repairs.  
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The production process is undertaken within a building and the doors are kept closed.  The 
manufacturing process is a batch process and therefore the odour is for short duration and thorough 
cleaning takes place after each batch.  Regular cleaning and GMP takes place and inspections are 
undertaken at each shift change.  The odour is always vegetable in nature and therefore not significantly 
offensive. 

 

4.3 ETP area 
To ensure the effective performance of the ETP the following steps are carried out:  

 Routine monitoring of the effluent is carried out in accordance with [ETP operation and 
procedure manual (OPM) RC 70-80]. 

 Operation of influent screens and solids trailers are inspected regularly [RC 2-4].  

 Cleanliness within the screen building is maintained by applying site housekeeping procedures.  

 Bioscrubber operational procedures and daily visual and quantitative monitoring checks In line 
with Operations and procedures manual and [RC44,80] are carried out. Parameters logged and 
adjustments recorded on daily operations record [RC 79].  

 Air diffusers in operation in the tanks, with associated maintenance programme.  Daily 
monitoring of dissolved oxygen levels is carried out in accordance with [RC 21-21].  

 Dolavs used to move sludges/scums arising from cleaning and general maintenance of tanks 
throughout ETP are checked regularly and waste transferred to cake trailer and tankers for 
disposal off site as necessary [RC26].   

 Containment within the envelope of the ETP is checked daily  

 Odorous emissions from the flare stack by checking that the flare is in service 

 Odorous emissions from lamella’s [RC11] 

In addition, the following monitoring is carried out to show the ongoing performance of the ETP to 
remove odour: 

 Gastec tube testing [RC80] 

 Continuous monitoring of H2S in line with IPPC permit at Emission point A14. 

Consumable required to maintain the effective operation are check daily. Stocks of consumables are 
held on site. 
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5 Odour Control during Maintenance and 
Abnormal Events 

This section of the OMP deals with the management and control of odours during maintenance and 
emergency periods and is crucial to the OMP. This section describes how Princes will operate an 
action plan for abnormal event scenarios (including emergencies, maintenance, breakdowns, 
weather anomalies, etc).  This is a summary of the foreseeable situations that may compromise the 
operator’s ability to prevent and/or minimise odorous releases from the process or ETP and the 
actions to be taken to minimise the impact. The action plan is intended to be used by operational 
staff on a day-to-day basis. 

In the following pages, a tabular risk assessment has been compiled for a range of situations. These: 

 identify the conditions under which abnormal operational conditions or reaching the operational 
limits of the site might arise; 

 describe what these are;  

 summarise the potential impacts from the identified abnormal/failure situations and assesses 
the degree of those impacts; and 

 describe how these conditions could be prevented and/or mitigated and controlled.  

Solutions to mechanical problems will necessitate the replacement or repair of the broken down 
plant/equipment.  With regards to essential items of equipment a list of spares required and the 
procedure for re-ordering is part of the installation’s Management System and will be based on the 
manufacturers` recommendations of spares required together with standby equipment for some critical 
items.  Breakdowns should be minimal with the OMP and other site management system being 
implemented, as maintenance of odour critical plant/systems will minimise these occurrences.     

Where routine, planned and emergency maintenance of plant/equipment items has to be carried out 
and there is a likelihood of odour being released to atmosphere in quantities sufficient to result in 
detection off-site, a detailed risk assessment of the activity is conducted, as part of which issues of 
odour generation, release and control are considered.   

The site operates a permit to work system which include a detailed risk assessment methodology and 
accompanying procedures for carrying out unplanned works. This is in a separate documented SOP 
under Princes’s Management System. 

Where the risk of an off-site odour event occurring likely to lead to complaints from members of the 
public the Environment Agency will be notified immediately, and the Site reception will be briefed to 
advise of a potential problem leading to possible customer complaints. 

The frequency of odour checks as per Appendix ‘Daily Odour Check’ will be increased during any period 
of abnormal operation that may give rise to odorous emissions off site. 

Any incident likely to increase the risk of odorous emissions off site will be escalated to the competent 
person responsible for that part of the installation. That person will take appropriate action and also 
notify Senior Management so that mitigation actions can be put in place as soon as possible.  The 
incident will be also recorded on the recording system for the installation (odour complaint form).  Where 
necessary the Environment Agency will be informed by telephone/email without delay, in accordance 
with the installation permit. 

Mitigating actions will depend on the specific situation or incident that has caused or will cause the site 
to run in abnormal operation or close to its operational limits. These include but are not limited to: 

• calling out engineer support, 

• installing replacement of equipment using critical spares,  

• temporary moderating of effluent inputs  
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Table 4, 5, 6 and 7 below details possible abnormal or failure situations and the corrective action to be 
taken by the site. 
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Table 4: Abnormal Odour source emissions inventory -ETP and action plan 

Identify the 
release 
point(s) and 
areas 

Identify possible 
abnormal operation 
or failure that would 
lead to an odour 
event  

What are the 
consequences of 
such an abnormal 
situation or failure 

What measures will be in 
place to prevent or 
reduce the abnormal 
situation or failure 

What actions will be taken  

Influent 
screening 
process 

odour source is 
stemming from 
screening building 

Elevated fugitive release 
of odours from screening 
building 

Routine inspection of 
screening operation carried 
out every shift. 

Cleaning procedures carried 
out per shift  

• Ensure that all doors on the screen enclosure are closed; 

• Slow production operations such that the influent screens can be temporarily shut 
down and cleaned. Duty standby method is adopted whilst cleaning takes place; 

• Thoroughly clean the screens and the operational area within the enclosure to 
remove the odour source(s); 

• Check that the ambient air extraction to bioscrubber is operational; 

• Restart the influent screening process; 

• Increase production operations back to normal levels; and 

• Monitor the ETP to make sure the odour incident does not recur on start up. 

General 
emissions 
from the  ETP  

odour source is 
stemming from 
maintenance works 
being undertaken within 
the ETP 

Elevated fugitive release 
of offensive ETP odours 

Risk assessment carried 
out via permit to work 
system 

• Check that the wind direction is blowing odours away from local residents.  If not, 
and if possible, reschedule or safely curtail the maintenance operations until the 
wind is blowing away from local residents; 

• During maintenance works, where possible use the mobile extraction unit to direct 
localised odour emissions to the ETP abatement plant in order to minimise any 
odorous emissions generated during the works; and 

• Ensure that ductwork and tanks are sealed appropriately at the completion of 
works 

• If reduction of fugitive odour emissions is not possible, inform local residents. 

damage to a 
tank or duct 

Odour release due to 
infrastructure failure 

Elevated fugitive release 
of offensive ETP odours 

Daily inspection  

Routine preventative 
maintenance program in place 

• Inspect the storage and treatment tanks and ductwork within the ETP to determine 
where the release is occurring; 

• If possible, shut off valves to stem the release to atmosphere, or, as applicable, fit 
local abatement plant (e.g. mobile local extraction with carbon filter) to the release 
until such time as repairs can be undertaken; and 

• Repair the infrastructure. 

 

centrifuge 
and/or 
trailer 

Odour release due to 
equipment failure 

Elevated fugitive release 
of offensive ETP odours 

Daily inspection  

Routine preventative 
maintenance program in place 
[REF] 

• Cease operation of the centrifuge system and store activated sludge in the 
lamella; use tankers if necessary to remove sludge from site. 

• Clean down the centrifuge and the area around the trailer; 

• Check that there are no leaks in the flexible hose from the RAS tank to the 
centrifuge; 
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Identify the 
release 
point(s) and 
areas 

Identify possible 
abnormal operation 
or failure that would 
lead to an odour 
event  

What are the 
consequences of 
such an abnormal 
situation or failure 

What measures will be in 
place to prevent or 
reduce the abnormal 
situation or failure 

What actions will be taken  

• Check that air is being drawn from the sludge thickening tank and the trailer into 
abatement plant system as normal, and if not take appropriate remedial actions; 
and 

• Restart the centrifuge and monitor to make sure the odour incident does not recur 
on start up. 

general 
housekeeping 
of the ETP 

Odour release due waste 
accumulation, spillage, 
leaks  etc 

Elevated fugitive release 
of ETP odours 

Daily inspection 

Apply site housekeeping 
procedures [REF] 

• Remove all dolavs and containers of waste sludges and scums from the ETP and 
dispose of off-site; 

• Sweep up/rinse away any build up of sludge or other odorous materials from 
around the ETP; and 

• Conduct an olfactory audit (sniff test) of the ETP to ensure that all significant odour 
sources have been removed. 

bio-gas 
flare 
process 

Odour release due to 
equipment failure 

Elevated fugitive release 
of offensive ETP odours 

Daily inspection 

Routine monitoring 

Routine preventative 
maintenance program in place 
[REF] 

• Check that all seals and valves are closed on the ductwork and booster fan within 
the biogas system; 

• Check that the flare stack is ignited.  If not, conduct tests of biogas being 
generated; 

• If biogas composition is not suitable for combustion, contact the Site Services 
Manager and investigate the cause of the fluctuation in biogas quality further;  

• If biogas composition is suitable and yet the flare is not firing (i.e. if auto ignition 
has failed) then manually re-light the flare and investigate the cause of the auto-
ignite failure; and 

• Monitor the biogas system to ensure that the flare remains lit following start up. 

aeration tanks 

Odour release due to 
failure of aeration 
equipment 

Due to microbial 
population being 
adversely affected 

Elevated release of 
partially treated odour 

Daily inspection/monitoring 
[REF]  

Routine preventative 
maintenance program in place 
[REF] 

• Check the dissolved oxygen levels in the aeration tanks; 

• If oxygen levels are found to be low in either/both aeration tanks, investigate the 
cause of the low levels and adjust operational parameters to rectify.  

• Work with the ETP operators and technical consultants to determine the cause of 
the drop in dissolved oxygen levels (e.g. plant overload etc) and rectify the root 
cause as soon as practicable; 

• Once the cause has been identified and appropriate actions taken, monitor 
dissolved oxygen concentrations and other operational parameters e.g. F/M ratio 
before returning to normal operations. 

• Inform line management of the operational changes made and establish any 
further action required. 
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Identify the 
release 
point(s) and 
areas 

Identify possible 
abnormal operation 
or failure that would 
lead to an odour 
event  

What are the 
consequences of 
such an abnormal 
situation or failure 

What measures will be in 
place to prevent or 
reduce the abnormal 
situation or failure 

What actions will be taken  

OCS 

Odour release due to 
excessive odour 
production 

Odour release due to 
failure of microbes 

Odour release due to 
failure of carbon filter  

Elevated release of 
partially treated odour 
– likely to be offensive 

Daily inspection/monitoring 
[REF]  

 

• Check PH, air flow, temperature through the OCS 

• Check sulphide levels into and out of OCS 

• Work with the manufacturer to determine the cause of the poor 
performance (e.g. air flow,  carbon filter spent etc) and rectify the root 
cause as soon as practicable; 

• Inform line management of the operational changes made and establish 
any further action required. 

ETP system 
is 
overloaded 

Odour release from 
OCS and/or aeration 
tansk 

Elevated fugitive 
release of offensive 
ETP odours 

Daily inspection 

Routine monitoring 

Routine preventative 
maintenance program in 
place [REF] 

• Reduce flow through the ETP system to an appropriate level, storing 
excess water in the balance tanks as required to regulate flow through 
the system; 

• If the balance tanks become full and the odour source has not yet been 
rectified/system is not ready to go back to full load, then throttle back 
production such that flow through the ETP is reduced; 

• Continue at low production levels until the situation in the ETP has been 
rectified and then slowly increase flow through the system back to normal 
levels; and 

• Conduct an olfactory audit of the ETP once operating at full flow to 
ensure that the odour incident does not recur. 
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Table 5: Abnormal operation and emergency conditions and corrective action plan 

Identify the 
release point(s) 
and areas 

Identify possible 
abnormal operation or 
failure that would lead 
to an odour event  

Wat are the 
consequences of such 
an abnormal situation or 
failure 

What measures should be in 
place to prevent or reduce the 
abnormal situation or failure 

What actions should be taken and who will be responsible 

plant item is 
compromised 

e.g. lamella 
clarifier blockage 

Elevated fugitive release 
of offensive ETP odours 

Poor management of 
ETP process 

Daily inspection 

Routine monitoring 

Routine preventative 
maintenance program in place 

[REF] 

• Reduce flow through the ETP system to an appropriate level, storing excess water 
in the balance tanks as required to regulate flow through the system; 

• If the balance tanks become full and the odour source has not yet been 
rectified/system is not ready to go back to full load, then reduce production such 
that flow through the ETP is reduced; 

• Where possible, install a temporary bypass around the failing plant item and 
undertake repairs once the plant item is safely off line; 

• If bypass is not an option, cease operation of the ETP (and production, if balance 
tanks are full) until off line repairs have been carried out; 

• Slowly increase flow through the system back to normal levels; and 

• Conduct an olfactory audit of the ETP once operating at full flow to ensure that the 
odour incident does not recur. 

ETP as a 
whole 

ambient 
temperature is 

significantly 
elevated for a 

prolonged period 

Elevated fugitive release 
of offensive ETP odours 

Poor management of 
ETP process 

Daily inspection 

Routine monitoring 

 

• Maintain a consistent temperature of feed water to the UASB AD plant by 
regulating (i.e. reducing) the amount of steam injection prior to entering the plant; 

• Maintain an appropriate temperature of feed water to the bioscrubber by regulating 
the amount of feed water coming from the Ultra filtration (UF) plant feed (warm) 
and the mains water feed (cool); and 

• Undertake additional cleaning and general housekeeping to ensure that no sludge 
waste is left externally within the ETP. 
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ETP as a whole 

ambient temperature 
is significantly low 

(extreme cold 
weather) for a 

prolonged period 

Elevated fugitive release 
of offensive ETP odours 

Poor management of 
ETP process 

Daily inspection 

Routine monitoring 

 

• Maintain a consistent temperature of feed water to the UASB AD plant by 
regulating (i.e. increasing) the amount of steam injection prior to entering the plant; 

• Maintain an appropriate temperature of feed water to the bioscrubber by regulating 
the amount of feed water coming from the UF plant (warm) and the mains water 
feed (cool) and operating the heating jackets on the feed water system;  

• Check lagging is in place on all required ductwork and tanks to reduce the risk of 
freezing within the system; and 

• Undertake additional housekeeping and infrastructure checks to make sure that 
ducts/valves have not frozen and/or started to leak as a result of freezing. 

Major spill 

ETP operative 
accidentally detaching 
a flexible hose leading 

to a spillage of 
activated sludge 

across the floor of the 
ETP 

Elevated fugitive release 
of offensive ETP odours 

 

 • Stop flow and immediately clean up spill to minimise the release to atmosphere 

ETP 
Loss of ETP Process 

Control/Overload 

Elevated fugitive release 
of offensive ETP odours 

 

Daily inspection 

Routine monitoring 

 

• Cease production, or limit to an appropriate level in order to minimise flow 
through ETP; 

• Shut down all non-critical processes and investigate reason for loss of process 
control; 

• Regain full process control prior to commencing ETP operations again 

ETP 

 

Fire 

the production of 
biogas within the 
ETP process is a 

potential 
explosion risk 
during a fire 

situation.  As such 
the whole site 

should therefore 
be evacuated 

 

Implement SOP  

Emergency Procedures are 
available at security or from 

the H&S department  

• Cease production (if safe to do so) and shut down all non-critical processes within 
the ETP; 

• Evacuate all buildings and ETP area 

• Follow emergency procedure manual 

ETP 

Flooding 

The Site 
maintains a flood 

incident plan 
which would be 
actioned in the 

event of flooding 

 

Implement SOP  

Emergency Procedures are 
available at security or from 

the H&S department 

• Follow emergency procedure manual. 

• If flood waters enter (or are likely to enter) Site, sound fire alarm and evacuate all 
personnel; 

• Alert emergency services; 

• If safe to do so, begin controlled shutdown of plant, equipment and utilities; 

• If safe to do so (and only once roll call complete) allow staff to leave site in own 
vehicles; and 

• Follow instructions from emergency services. 
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Table 6: Abnormal Odour source emissions inventory -production and action plan 

Identify the 
release 
point(s) and 
areas 

Identify 
possible 
abnormal 
operation or 
failure that 
would lead to 
an odour event  

What are the 
consequences of 
such an abnormal 
situation or failure 

What measures are in 
place to prevent or 
reduce the abnormal 
situation or failure 

What actions will be taken  

production 
process 

Spillage, 
cleaning 
chemical 
release, rotten 
raw material 

Elevated fugitive 
emission from 
production areas 

Site inspection 

GMP 

Good housekeeping 

 Remove the odour source from the manufacturing building; 

 If the source is from the point sources which have abatement, check that abatement is 
working and replace carbon filters if necessary; 

 Complete monitoring (sniff test) to confirm that odour is not being generated from the 
production process; and 

 If odour is no longer detected continue with the manufacturing process as normal 

external 
waste storage 
areas, 

 

Spillage, 
storage of 
waste during 
hot weather 

Elevated fugitive 
emission from 
waste storage 
area 

Site inspection 

Good housekeeping 

 Identify the waste which is causing the odour; 

 Contact the Logistics Department to arrange removal via the Waste Management 
Company 

 Thoroughly clean the waste storage area; and 

 Clean or obtain new clean waste storage bins 

external raw 
material storage 
areas 

Presence of rotten 
material 

Elevated fugitive 
emission from 
storage area 

Site inspection 

Good housekeeping 

 Identify the raw materials which are causing an odour release; 

 Arrange for the removal off-Site of the odorous raw material; and 

 Thoroughly clean the raw material storage area. 

manufacturing 
building as a 
fugitive 
source for 
example soak 
tanks, filler 
unit, blancher, 
spice room 

Spillage, 
excessive 
steam loss 

Elevated fugitive 
emission from 
main buildings 

Site inspection 

Good housekeeping 

 Identify the source of the fugitive emission;  

 Remove the odour source from the manufacturing process and 
manufacturing building; 

 Thoroughly clean the area where the fugitive source was identified; 

 Complete monitoring (sniff test) to confirm that odour is not being generated from the 
production process; and 

 If odour is no longer detected continue with the manufacturing process as normal.   
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Identify the 
release 
point(s) and 
areas 

Identify 
possible 
abnormal 
operation or 
failure that 
would lead to 
an odour event  

What are the 
consequences of 
such an abnormal 
situation or failure 

What measures are in 
place to prevent or 
reduce the abnormal 
situation or failure 

What actions will be taken  

fresh pea 
plant 

Spillage, rotten 
material 

Elevated fugitive 
emission from 
process 

Site inspection 

GMP 

Good housekeeping 

 Identify if there is a specific area where the odour occurring (for example spoilt peas 
trapped within equipment or on the floor); 

 Remove any peas which are causing the odour; 

 Thoroughly clean the pea plant floor; 

 Thoroughly clean the pea processing equipment; and 

 Complete monitoring (sniff test) to confirm that odour is not being generated from the 
production process. 
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Table 7: Abnormal operation and emergency conditions and corrective action plan 

Identify the 
release point(s) 
and areas 

Identify possible 
abnormal operation or 
failure that would lead 
to an odour event  

What are the 
consequences of such 
an abnormal situation or 
failure 

What measures should be in 
place to prevent or reduce the 
abnormal situation or failure 

What actions should be taken and who will be responsible 

Waste 
storage area 

Storage of waste 
for longer duration 

leading to an 
odour release 

Elevated odour 
emission 

GMP 
Contractor employed to manage waste and waste removed on a 
regular basis. 

Vegetable 
storage area 

Storage of root 
vegetables 

outside for long 
duration such that 
they spoil leading 

to an odour 
release 

Elevated odour 
emission 

GMP Stock management undertaken and daily checks in storage areas 

Production 
process 

operating 
abnormally 
leading to 

excessive odour 

Elevated odour 
emission 

Inspection  

GMP 

Manufacturing process regularly maintained and operated within set 
procedures and operational limits 

Production 
process 

, Major spill, raw 
material release (e.g. 

spices), loss of 
process control 

Elevated odour emission GMP 

 Spill would be immediately cleaned up to prevent the odour becoming a 
significant release. 

 Clean the spice powder and dispose either down the drainage system to the ETP 
or into sealed containers for storage in the waste collection area prior to disposal 
off Site. 

 Cease production, clean down and investigate reason for loss of process control.  
Regain full process control prior to commencing operations again 

Error in 
production 

for example over 
spicing the recipe, 
leading to a strong 

odour being released 
ether as a fugitive 
source within the 
building or via the 

Elevated odour emission GMP 
Recipes strictly followed and manufacturing processes operated via set procedures to 
prevent errors.  If it occurs, the odorous material will be removed off Site as soon as 
practically possible 
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Identify the 
release point(s) 
and areas 

Identify possible 
abnormal operation or 
failure that would lead 
to an odour event  

What are the 
consequences of such 
an abnormal situation or 
failure 

What measures should be in 
place to prevent or reduce the 
abnormal situation or failure 

What actions should be taken and who will be responsible 

point source 
emissions 

Production area 
Start up and shut 

down before and after 
prolonged outages 

Elevated odour emission GMP 

During an outage any vegetables or meat that is part processed will be removed from 
the production areas.  Production areas will be thoroughly cleaned.  Depending on the 
duration of the outage any vegetables or meat that were allocated to that particular 
production batch will either be returned to cold storage or disposed of off-Site.   

Extreme 
weather 

intense heat, long 
periods of hot weather 
or significant periods 

of cold weather 

Elevated odour emission GMP 

During periods of very hot weather extra inspections will be undertaken of the storage 
areas to check that the raw materials are not spoiling and resulting in an odour release.  
If material is spoilt due to the intense heat (such as root vegetables in the external 
storage area) and are causing an odour release they will be removed off Site for 
disposal; and 

During periods of very cold weather extra inspections will be undertaken of the storage 
areas to check that the raw materials are not spoiling due to freeze/thaw action.  
Drainage pathways, both internal and external will also be inspected to check for 
blockages to reduce risk of flooding.   Spoilt materials will be removed off-Site for 
disposal 
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6 Containment and Abatement 
Effective airflow is maintained by pressure control within the process plant and process buildings.  ‘Air-
lock’ entry and exit doors enable the integrity to be maintained.   

 windows and doors on buildings used for containment shut are kept shut; 

 Pedestrian doors are self-closing; and  

 Pipes, valves and tanks are  checked regularly for leaks and damage.  

Venting via a relief valves on pressure vessels in the anaerobic digestion plant would only take place 
in an emergency and would be investigated and managed to prevent recurrence.  

7 Transport and Dispersion 
Use of high stacks to allow odorous emissions to disperse before they reach the ground. Similarly, 
where it is possible to increase the physical distance to receptors, this can also reduce exposure. 

8 Routine Monitoring, Recording and 
Reporting 

Monitoring has an important role to play in assessing the effectiveness of operational practices to 
prevent and contain odours; and in assessing the nature and extent of an odour problem should it 
arise.   

This section of the OMP describes how the effectiveness of operational practices and controls will 
be checked by: 

 monitoring of changes on site; and  

 monitoring of effects off site (at the site boundary and beyond). 

 

8.1 Daily olfactory monitoring  
Daily olfactory monitoring records will be kept in hard copy form in a dedicated folder within the technical 
office.  An additional electronic copy will be held on the Site ‘I drive’, under the control of the Environment 
Manager.  This file also includes statistical analysis of the odour monitoring data.  The management of 
the daily olfactory monitoring and associated paperwork is undertaken by the Site security team, under 
the supervision of the Environment Manager.   

Records will be sent to the EA as and when requested.   

The employed olfactory assessments as detailed below will be reviewed in response to any complaints 
received.  The assessment results shall be recorded in terms of odour intensity and extent in 
accordance with H4 guidance and recorded on the Daily Odour Monitoring Record Forms (see appendix 
A): 

A figure showing the locations of the monitoring points around the Site has been included as Figure 4.    

Figure 4: Daily olfactory monitoring locations 
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In the event that an odour complaint is received, additional odour monitoring and assessment shall be 
undertaken by the designated staff member (or nominated deputy). 

8.2 Operational parameters monitoring 
ETP operational parameters monitoring records are maintained on the operational database in the ETP 
Engineers Office.  Where automated monitoring is undertaken (e.g. flow and temperature records), 
information is held electronically either in the SCADA  or dedicated monitoring operations database. 

Production area monitoring and auditing logs are maintained in the Site Quality Management system 
electronically. 

 

8.3 Other monitoring  
Protocols used include: 

 Daily colorimetric tube testing 
 Weekly velocity measurement within  ETP extraction ductwork. 
 A daily log will be maintained by ETP operatives to ensure that the following parameters are 

maintained within the original design ranges (see Operations database). 

o Check ultra-filtered water feed is operating; 

o Check flow rate and pressure of bio-scrubber feed water system; 

o Check timing of the bio-scrubber water sprays; 

o Check pH of lower and upper chambers; 

o Final content flow monitoring; 

o Temperature readings; 

o Imhoff settlement testing; 

o Activated sludge testing; and 

o pH of influent and effluent. 

 All testing is conducted in accordance with the site testing procedures which are set out in the 
Effluent Treatment Plant Operators Procedure Manual.  

 Complaints monitoring? 
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9 Management issues 

9.1 Roles and Responsibilities 

9.1.1 General 

Princes is committed to managing effectively the impacts of odour from the Long Sutton Site.  This 
commitment extends from policies produced at director level, to the resources available to the 
competent personnel, to the abilities of the personnel managing odour-critical work tasks. This section 
describes the responsibility for the management and operation of the Loing Sutton Site 

 The Factory Manager has overall responsibility for the site. 

 The Site Environment Manager/Chief Engineer are responsible for: 

o maintaining compliance with legal and regulatory requirements, including liaison with 
the Agency; 

o liaising with the local residents; 

o preparing and implementing the OMP; 

o developing and providing odour awareness training to the senior management on site, 
and developing training documents to support the Site Services Manager and the Area 
Manufacturing Managers in their respective roles; and 

o developing and implementing an appropriate odour monitoring regime for the Site.   

 The Site Services Manager is responsible for day to day management and operation of the 
ETP, including provision of operating procedures and training for ETP operatives, development 
and implementation of checking and maintenance procedures and reporting of critical 
operational control levels as required by the OMP and other management systems on Site; 

 The Manufacturing Managers are responsible for day to day management and operation of the 
Production Areas on Site, including provision of operating procedures and training for 
Production operatives, development and implementation of checking and maintenance 
procedures and reporting of critical operational control levels as required by the OMP and other 
management systems on Site; 

 The Chief Engineer is specifically responsible for the final product packing areas on Site 

 The Logistics Manager is specifically responsible for the raw materials storage and preparation 
areas, outside yard work areas and waste management contractor work areas on Site. 

 

The Environment Agency will be notified within 7 days of any changes in technically competent 
management and the name of the incoming person together with evidence that that person has the 
required technical competence. 

This section of the OMP provides information on: 

 staffing responsibilities; 

 staff training;   

 complaint management, investigation and resolution procedures,  

 communications with external stakeholders; and 

 OMP review period. 
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9.1.2 Managing incidents 

There will be a clear structure of responsibility which allows operational staff to call in specialist 
contractors to deal with emergencies and unplanned events which may lead to an odour impact, such 
as leaks and spillages. 

Such events, and appropriate remedial measures would normally be the responsibility of the site 
manager, but lines of responsibility and delegation will be clarified in case the manager is off site when 
an unplanned event occurs. A list of approved contractors is provided in the OMP – ‘Escalation order 
and List of Contractors’. 

9.1.3 Sub-Contractors 

Any sub-contractors working at the site will be subject to the requirements of the OMP. Failure to comply 
with odour control measures will result in a formal warning to the operative and his or her employer. 
Failure to comply with the warning will result in the operative being banned from the site. 

9.1.4 Regulatory Authorities 

The site is regulated by Environment Agency with the responsibility for the enforcement of the 
operational permit. Should any complaints be received from local residents then it will again be the 
Environment Agency who is responsible for investigating these. It is therefore intended that this OMP 
be shared with the Environment Agency officers and copies be made available on request. 

9.2 Training and competence 
9.2.1 General Procedures for Training and Competency of Staff 

Training and competency of staff is controlled by the Princes Management System and includes 
induction training for new employees, awareness training for all and specific training as required. 
Contractors and all persons performing tasks on behalf of the Company will be made aware of the 
policies and relevant Management System requirements and will be competent in the roles undertaken. 

9.2.2 Training and Competency of Operational Staff at the installation 

All staff at the Long Sutton installation are made fully aware of the need to be constantly vigilant with 
regard to site odour control and management procedures. 

Staff responsible for the operation, maintenance or repair of odour-critical plant will be trained and 
competent.  Records will be maintained (documented training records) demonstrating compliance with 
this.  In order to minimise risk of emissions, particular emphasis will be given during training to: 

 awareness of their responsibilities for avoiding odour nuisance;  

 minimising emissions on start-up and shut-down; 

 actions to minimise emissions during abnormal conditions  

Management will maintain a statement of training requirements for each operational post and keep a 
record of the training received by each person whose actions may have an impact on the environment.   

9.3 Complaints Handling and Communications 
Princes has in place a comprehensive system of monitoring and inspection to check odour control 
measures are functioning effectively at the Long Sutton Installation.  However, in the event that an 
odour complaint is received, it is important that complaints are properly and systematically dealt with, 
and acted upon.  

The management of complaints is controlled by the Princes Management System, which states that the 
Company will maintain a register of all complaints and in all cases managers shall ensure that all 
complaints have been adequately handled and that any measures necessary to prevent a recurrence 
have been put in place.  

This section of the OMP describes: 
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 How Princes will respond to any odour complaint; 

 How Princes will investigate any odour complaints, take the appropriate steps and actions, 

and keep stakeholders informed; and 

 How Princes will communicate to appropriate bodies routinely and in response to any 
incidents or planned maintenance. 

9.3.1 Complaints Management and Registration 

If odour complaints are received from members of the public either directly to Site or via the Environment 
Agency these will be investigated immediately during normal operating hours (08:00 – 17:00) or 
immediately the first thing on the next working day if received out of hours.  Upon receiving a complaint, 
the ‘Odour Complaint Report Form’ (based on that given in Appendix 1 of the H4 guidance) presented 
in Appendix A will be completed by the security staff and escalated to the appropriate person for action 
and recording on the Princes electronic complaints log system.  This will usually be the Site Environment 
Manager.  Out of hours, or when the Site Environment Manager is not available, the security staff will 
follow the escalation pathway within the Princes complaints handling procedure included in Appendix 
A in order to identify the correct person to undertake corrective actions. 

Upon receiving a complaint the Site Environment Manager (or competent deputy) will inform the Agency 
via email.  In assessing the complaint, Princes will consider the following questions:  

 Is the process under control ? 

 Have odour containment abatement measures failed ? and 

 Have dispersion methods failed?  (Such as: have stable atmospheric emissions failed to 
disperse an odorous plume?)   

Results from the investigation of complaints will be reviewed and actions taken as necessary.  The 
odour controls instigated and the OMP will be reviewed and amended if necessary following the 
outcome of the complaints investigation.  Measures taken to look into the complaint, identify the source 
and rectify the situation will be communicated to the complainant in line with the Princes complaints 
handling procedure.  

9.4 Community Engagement 
Princes will continue to proactively engage with the local community through regular liaison meetings 
with local residents.  It is considered prudent to maintain the good relationship with local residents such 
that they will continue to work with the factory and provide constructive feedback on where and when 
odours occur. 

In addition to the liaison meetings, The Site Environment Manager (or a designated representative) will 
inform the local residents of any major maintenance or other works considered to be a high odour risk 
to be undertaken on site.  As agreed with local residents during the liaison meetings, notification will 
initially be undertaken via email and/or letter to the core residents group, with the option for a further 
call if required.  The representative will then pass on the details to the other local residents as applicable. 

Notification will be made at least 24 hours prior to the commencement of the scheduled works and will 
include the following information: 

 A description of what works are entailed, e.g. shut down of plant items/removal of tank lid etc; 

 The anticipated duration of the works; 

 The mitigation measures to be employed, e.g. ensure works only progress during appropriate 
wind conditions, utilise local ventilation with carbon filter abatement etc.  ; 

 Contact details of both Princes and the Environment Agency in the event of odour problems 
being experienced; and 

 Confirmation of odour monitoring during the operations. 
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Following completion of the works, where possible, a message will be sent confirming that the risk of 
odour release has returned to normal.   

9.5 OMP review  
This OMP will be reviewed at least annually unless it becomes apparent that the activities are giving 
rise to pollution outside the site due to odour, in which case it will be revised within 7 days and a copy 
forwarded to the Environment Agency for approval before implementation. 
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Appendix A - Long Sutton Daily Odour Monitoring Record Form 

Date:  Weather conditions: Wind strength: Wind direction; N / S / E / W 

Location Time Odour intensity: Description of odour Comments: source (if known), 
actions taken 

1     

2     

3     

4     

5     

6     

7     

8     

9     

10     

Long Sutton Daily Odour Monitoring Record Form – Key 

Note 1: Weather Condition 
Precipitation – dry, rained recently, 
drizzle, 
raining, foggy 
Temperature – cold, cool, warm, 
hot 

 Note 2: Wind Strength 
0 - Calm (Smoke rises vertically) 
1 - Light air (Direction of wind shown by smoke drift, but not wind vanes) 
2 - Light Breeze (Wind felt on face; leaves rustle, ordinary vane moved by wind) 
3 - Gentle Breeze (Leaves and small twigs in constant motion) 
4 - Moderate Breeze (Raises dust and loose paper, small branches are moved) 
5 - Fresh Breeze (Small trees in leaf begin to sway) 
6 - Strong Breeze (Large branches in motion; umbrellas used with difficulty against 
wind) 
7- Near Gale (Whole trees in motion; inconvenience felt when walking against wind) 
8 - Gale (Twigs break off trees; progress generally impeded) 
9 - Strong Gale (Slight structural damage occurs, chimney pots and slats removed) 

Note 3: Odour Intensity 
0 - No odour 
1 - Very faint odour 
2 - Faint odour 
3 - Distinct odour 
4 - Strong odour 
5 - Very strong odour 
6 - Extremely strong odour 
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External Complaint Investigation / Summary Sheet 
Date of Complaint:  Time of Complaint:  

Complainant details: Name: 
 
 
Address: 
 
 
Contract Details:. 

Complaint received via: Face to Face Conversation / Telephone / SMS / Email / Letter (delete as appropriate) 

 

 

Complainant location:  

 

 

Details of complaint: Type: Odour / Noise / Other (delete as appropriate) 
 

 

 

Description: 

Complaint acknowledged 
by: 

Name: 
 
 
 
Date & time of acknowledgement: 
 
 
Method of acknowledgement: Face to Face Conversation / Telephone / SMS / Email / 
Letter (delete as appropriate) 
 
 

Princes investigation  required: Yes / No 
Summary of Princes investigation: 

 

 

 

Conclusions / Corrective 
Actions: 

 

Weather conditions at the 
time of complaint 

 

Feedback to complainant given by: Name: 
 
Date & time of feedback: 
 
 
Method of feedback: Face to Face Conversation / Telephone / 
SMS / Email / Letter (delete as appropriate) 

 

 



 

 

 

The Gemini Building  
Fermi Avenue 
Harwell 
Didcot 
Oxfordshire 
OX11 0QR 
United Kingdom 

t: +44 (0)1235 753000 
e: enquiry@ricardo.com 
 

ee.ricardo.com 


