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Doc 16 - Directly Associated Activities 
 
1.0 Introduction 
The purpose of the treatment of IBA is to improve the quality of the material in order to generate a 
material that has the potential to be recovered; the mechanical separation and collection of ferrous 
and non-ferrous metals for further recycling; and the use of the IBA Aggregate as a secondary 
aggregate material in suitable construction projects.  
 
IBA material will be processed on Site using the following methodology:  

• Unprocessed IBA will be imported to the Site and stored outside before undergoing a cooling 
and ‘ageing’ process; and  

• The IBA will then go through vibrating screens and magnetic metal separation removing 
ferrous and non-ferrous metals and producing different sized fractions of Incinerator Bottom 
Ash Aggregate (IBAA).  
 

• Construction and demolition and other waste materials will be crushed and screened 

dependent on the customer’s requirements. 
 

All finished IBAA will be used as aggregate; ferrous and non-ferrous metals will be sent for recycling 
at an appropriate facility. Any additional material unsuitable for recovery will be sent to an 
appropriately authorised facility. 

 
 

The application seeks to obtain permission to operate both listed activities (as set out in 

Schedule 1 of the EP Regulations and detailed in the application) and a number of directly 

associated activities (DAAs). 

 

The proposed DAAs are as follows; 

 

• The storage of IBA prior to processing, raw materials and IBAA. 
 

• The transportation of the IBA through the process via a network of conveyor belts 
 

• The storage of fuel for the operation of on-site equipment and vehicles. 
 

• The crushing and screening of material 
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2.0 The storage of IBA prior to processing, raw materials and IBAA. 

 

2.1 General process 

The incoming IBA will be stored within the designated IBA reception and waste acceptance 

areas. The area is covered in an impermeable surface which incorporates a sealed drainage 

system. The storage capacity up to 100,000 tonnes. This amount of storage would only be 

required in exceptional circumstances or when an incinerator was performing its initial 24 

sample “start-up” process. 

 

2.2 Associated fugitive emission 

 

2.2.1 Dust 

The IBA arrives on site in a slightly moist condition (approx. 10 – 20% moisture content) 

which forms a crust over its surface once stockpiled. The potential for dust to be generated 

from the storage of IBA is therefore minimal. There is however the potential for dust 

generation when the material is disturbed during movement and loading. It is recognised 

that these operations are both necessary and potential dust releasing therefore water 

suppression will be operated as required. This may be in the form of a mister or a simple 

water hose. 

 

2.2.2 Noise 

The handling of the IBA and IBAA in order to move the material in and out of the requisite 

storage area will produce a level of noise due to the operation of a loading shovel vehicle. 

The noise emissions are expected to be intermittent. 

 

A full noise assessment will be completed and contained as part of the planning application. 

Any findings will be acted upon in an appropriate manner. 

 

Further details regarding noise mitigation and control are provided in the Noise 

Management Plan and Environmental Risk Assessment.  

 

2.2.3 Odour  

AS a result of operating its existing IBA facilities the organisation recognises that the IBA 

does have a distinct earthy odour and therefore may have the potential to be detectable at 

the site boundary. When stockpiled odour generation is unlikely due to the crust that forms 

over the pile. Odour may be released once the stockpile is disturbed during the operations 

of transfer and loading. 

 

Once on Site, the movement and agitation of the material will be kept to a minimum to 

reduce the likelihood of generation of odorous emissions that may occur when the material 

is disturbed. 

Once transferred to the process building for treatment, the building itself serves to provide 

mitigation of odour emissions. 
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If malodorous material (i.e. non-conforming material) is delivered to Site, the material will 

be rejected as per the organisations Waste non-conformance and rejection procedure that 

has already been successfully implemented at the sister sites. If malodorous content is 

discovered after material has been delivered the material in question will be isolated, 

quarantined and disposed of to an appropriate facility. Removal of the offending material 

will be undertaken as soon as is reasonably practicable (24 hrs). The organisation has a 

network of outlets it could use if such a situation arose. Incidents relating to the receipt, 

rejection, deposit and removal of non-compliant odorous material will recorded in the site 

log. In such cases a Corrective Action Report would be raised against the supplier of the 

waste and appropriate actions or sanctions taken. Rejection of material will also be 

discussed at the annual Management Review meeting with senior management  

 

Further details regarding odour mitigation and control are provided in the Odour 

Management Plan and Environmental Risk Assessment.  

 

2.2.4 Emissions to land/water 

The storage of IBA and IBAA will take place on areas that are covered with an impermeable 

hardstanding. The area will drain into a closed drainage system ensuring that all surface run-

off is contained and directed into the on-site wedge pit lagoons. The water collected in this 

lagoon is used instead of mains water for the dust suppression. 

There is no trade effluent discharged from the site 

 

3.0 Transfer of IBA via conveyor belt 

3.1 General 

A series of conveyor belts will be used to transfer the IBA and IBAA around the site and 

through the various elements of the process plant. The majority of the conveyor belt system 

will be contained within the process building. The small portion of the conveyor system that 

is external will be covered.  

 

The conveyor system will be subjected to regular inspection and maintenance to ensure not 

only process continuity but also that its integrity is not compromised. Records of inspection 

will be retained and remediation work undertaken as soon as is practicable to do so. 

 

3.2 Fugitive emissions 

3.2.1 Dust 

The majority of the conveyor belt is within the process building. The building will be fitted 

with an appropriate suppression system as required. 

The building will help contain dust through design and good processing practises. 

In order to minimise the generation of dust, conveyor belt and hopper drop heights will be 

minimised to control impact dust creation. Wind boards and/or covers are to be employed 

as necessary.  

External processing will employ equipment with suppression or use the tractor and bowser 

to dampen down materials prior to them being processed. 
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3.2.2 Noise & Vibration  

The operation of the conveyor system will generate a level of noise but this in general will 

only be experienced with in or at close proximity to the processing building. 

External processing will employ modern equipment along with best practise technics, 

positioning to eliminate transmission and shielding from local receptors.  

Further details regarding noise mitigation and control are provided in Noise Management 

Plan and Environmental Risk Assessment.  

 

3.2.3 Odour 

Odour is not anticipated to be of concern and is considered low risk, even for those 

materials being stored and handled outside of the process building. The conveyor system 

will be covered and therefore any odour present will be contained. As the majority of the 

conveyor system is inside the processing building any odours released will also be 

contained. 

 

3.2.4 Emissions to land/water 

The transfer of IBA via the conveyor system will take place within the process building which 

will have an impermeable concrete floor. The area will drain into a closed drainage system 

ensuring that all surface run-off is contained and directed into the on-site wedge pit 

lagoons. The water collected in this lagoon is used instead of mains water for the dust 

suppression. 

There is no trade effluent discharged from the site 

 

4.0 Storage of fuel 

4.1 General 

Diesel will be stored in a dedicated purpose-built container with an anticipated capacity of 

approx. 5,000 – 30,000 litres. The fuel will be used by on-site vehicles and heavy plant. 

The bund capacity will be 110% of total capacity. 

The current tank set up is a Harlequin 5000fs (5000 litres) fuel storage tank including 

integrated bund (110%) Level sensors, and automatic shut off. 

At the sister site a Merridale 30,000 litres tank, with satellite data capture, monitoring, level 

alarms and automatic shut off. The bund is supplied to capture 110% of the total capacity of 

the storage tank. The storage may be updated.  

 

4.2 Fugitive emissions 

4.2.1 Dust 

The storage of oil and fuels will not result in any dust emissions 

 

4.2.2 Noise 

The storage of oil and fuels will not result in any noise emissions 

 

4.2.3 Odour  

The storage of fuel will not result in any odour emissions. Fuel will be contained within a 

dedicated tank. Fugitive odour release may occur during re-filling of the tank and filling of 

the vehicles/plant vehicles however this will be small, infrequent and of a short duration. 
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4.2.4 Emissions to land/water 

Diesel will be stored on site accordance with the Control of Pollution (Oil Storage) (England) 

Regulations 2001. This includes the following measures; 

• The diesel tank will be suitable to contain the fuel without risk of leaking or busting 

and will be subject to regular inspection to assess its condition and integrity and 

remediation will be undertaken as required 

• Barriers will be in place around the tank to avoid vehicles coming into contact with 

the container causing damage to it. 

• The tank will be double skinned and situated within a bund with the capacity to 

contain no less than 110% of the tank capacity. All pipe work and fill points must be 

within the bund.  

• The bund will be subjected to regular inspection to assess its condition and integrity 

and remediation will be undertaken as required 

• Industry standard practises will be observed during re-filling the diesel tank; the 

delivery vehicle must be chocked, earthed, appropriate PPE worn and paperwork 

completed. Care must be taken during re-filling as to not cause internal pressure on 

the internal liquids displacing them or potentially causing stress issues to the tank 

construction.  

• Records will be kept for the maintenance of the diesel tank.  

• MSDS and COSHH assessment sheets must be available at all times 

• The tank must be clearly marked with safety data, COSHH, Maximum amount and 

optimum fill level, to avoid over filling and potential pressurisation and spillage. 

 

5.0 The Crushing and Screening of Material 

Processing is dependent on the customers’ needs, the IBAA may be directly removed from 

site to the customers location without any processing occurring or may be screened or 

mixed with quarried materials to provide the required grading as required by the customer, 

in-line with the relevant Series Highway Works requirements, and EA approved RPS. 

Demolition and construction materials along with other wastes will be processed as 

required to meet customer, regulatory and guidance specifications. 

Waste and processed materials when required will be processed using the following 

portable plant. (this is only a proposal based on current activities at sister sites and will need 

to be tailored to ensure efficiency and suitability once the site is up and running) 

• 2 x Front end loaders 

• 1 x Liebherr  

• 1 x Power-screen   

• 2 x Forklifts – Doosan  

• 1 x JCB Tele-handler  

• 1 x Portable Crusher - Power-screen Premiertrak 

various models will initially be hired in from time to time.  

No chemical reactions take place; the facility is purely enabling a mechanical separation and 

mixing processes in order to fulfil the legal, guidance and customer requirements. 
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5. Document control and review 

 

Document Ref. Issue Date Status Review date 

Directly Associated 
Activities 

01 01/10/2020  New Doc 
 

 

Documents are to be reviewed at least every 3 years. 

 


