
Application Summary 

 

Trewithen Dairy, located near Lostwithiel in Cornwall, is owned and run by the Clarke 
family, who have owned Greymare Farm in the Glynn Valley since 1976, and started crafting 
dairy products there in March 1994. 

In 2001 the milk bottling and cream making side of the business had become so successful 
that a decision was made to sell dairy herd and move full time into producing milk, cream 
and, more recently, butter and yoghurt. 

The site now employs over 200 people and produces its own branded products or customer 
own label for retail customers. The requirements of these customers are met through the 
application of their own codes of practise and agreed product specifications, the site itself 
holds BRC, DTAS, Red Tractor, organic and Soil association accreditations. 

Process on site include unloading/intake of milk and raw materials/packaging and storage 
(ambient, chilled and frozen). Production includes milk separation, milk and cream 
standardization & pasteurization, cooking/cooling of creams and storage of WIP & finished 
milks/creams. The site also weighs and blends raw materials into batched products which are 
fermented.   

Filling is into polybottles of various sizes, buckets, export tankers & palecons or depositing 
into retail pots and bulk bags from 56g to 9Kg. Retail pots are further metal detected, coded 
and sleeved before palletisation. Finished products are stored (chilled) prior to picking, 
loading & distribution on chilled vehicles.  

All of the above activities have the potential to generate waste, and this falls into 1 of 3 waste 
streams: 

1. General waste – disposed via a contract agreement with Biffa 

2. Recycled waste 

a. Baled card 
b. Baled plastic 
c. Bottled milks for anaerobic digestion (contracted to Andigestion) 
d. Recovered cream – (contracted to Roil Foods) 

3. Effluent – treated on site with a SBR system  

Effluent is collected from across the site, collated within the sump tank, and then pumped 
across to the batch tank.  

Once in the batch tank (capable of holding 2+ days of effluent generated within the factory) 
the effluent is sampled to both monitor the output from the factory, and to ensure that the 
effluent is suitable for addition to the SBR. This is one of the points where intervention can 
take place, possible interventions include: 

1. No intervention required, effluent pump across to the SBR for treatment 



2. pH is high/low, adjusting pH within the balance tank using acids/alkali to prevent pH 
shocking the SBR plant.  

3. Effluent has too high a COD  
a. Feed in reduced volumes to the SBR for treatment 
b. Drop some volume from the balance tank to lagoon and dilute using 

“standard” effluent 
c. Seek EA approval for spreading on fields. 
d. Bring in 3rd party to remove and dispose of effluent 

4. Balance tank found to be contaminated – e.g. chemical spillage on site, options are as 
for point 3  

From the balance tank effluent is either: 

1. pumped through a DAF plant and returned to the balance tank, flocculated solids 
removed are pumped to the holding lagoon  

Or 

2. Pumped to the SBR for treatment. The resulting liquor is discharged to soakaway, 
while the solids are removed for agricultural use, which in this case is spreading on 
the fields. Permits for spreading are already in place.  

Current usage rates, while fluctuating daily depending on the dairies activities are: 

 Water usage = Circa 150m3/day 
 Total milk intake = 230-240m3/day 
 Effluent generated = 160m3/day 
 Effluent treated within the SBR = Circa 110m3/day 
 Effluent to land = Circa 40m3  

The main risks to the environment from site are from accidents and spillages, this could 
potentially contaminate the environment through two routes, and these are: 

1. Failure to capture the spillage within the effluent system because 

a. The spillage is catastrophic and overwhelms the system  
b. The spillage is in an area that is not captive drainage and therefore not 

piped to the effluent treatment plant 

2. Toxic compounds are released to the effluent stream that the treatment plant is 
incapable of removing.  

Potential remedial actions or precautions against these risks are:  

1a The spillage is catastrophic and overwhelms the system  
 

Most of the site is drained by a captive drainage system which takes all 
effluent, whether generated from process or from spillages to the sump collection 
tank. This tank pumps affluent across to the balance tank.  



The flow into this tank is by nature highly variable, so small surges and spillages 
would be absorbed and pumped to the balance tank without issue.  

A major even may overwhelm this tank. In this event, the tank would overflow into 
our lagoon. The lagoon is extensive and would easily accommodate even a 
catastrophic failure of one of our milk silos. In the highly unlikely event of the lagoon 
overflowing (e.g. lagoon full due to excessive rainfall combined with silo failure) the 
lagoon would in turn overflow into our attenuation pond, which again, is of a size to 
capture a silo failure in the unlikely event of its occurrence.  

1 b The spillage is in an area that is not captive drainage and therefore not piped to 
the effluent treatment plant 

A small area of the yard is not drained into the captive drainage system, this area does 
not have any process activities within in and so the runoff should only be natural 
precipitation. The runoff collected goes to a standalone drainage run which is piped 
out through the perimeter to an outfall which is then collected by a natural runoff area 
which eventually runs to stream   

While no processes occur in this area to generate spillages or leakages, it is quite 
possible for a tanker to have a spillage on milk or cream onto this area. Additionally, 
the fuel bunkers for the transport fleet are in this area, and while the tanks are bunded, 
there is a low chance of a diesel spillage onto this part of the yard.  

To protect against this occurrence, a chamber has been built which the outflow goes 
through.  This chamber allows the flow to be diverted into the main effluent system 
sump collection tank. Once diverted the same outcome as listed in 1a above is 
available.  

2 Toxic compounds are released to the effluent stream that the treatment plant is 
incapable of removing 

In this occurrence, it is possible to hold the plant at either the sump tank or the batch 
tank, or alternatively to divert to the lagoon. 

In either of these occurrences a number of possible solutions exist: 

 The contaminated material is fed through the SBR at a reduced rate to 
allow effective treatment of the material.  

 Permission is sought from the Environment Agency to allow spreading 
to land 

 3rd party contractor commissioned to remove and treat affected 
material  

All of which prevents contamination of waters and land from this material  


