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Non-Technical Summary 

Dogmates Ltd’s “Rudie’s Kitchen” facility at Unit 1, Symmetry Park, Blyth, S81 8HH produces freshly prepared 

cooked frozen dog food products. The site receives bulk ingredients comprising various meats, fish, fresh 

vegetables, lentils, dried materials including herbs, vitamins and minerals plus vegetable oils. The process 

involves grinding, mixing, filling and sealing within individual pouches which are then cooked within several 

steam ovens before being frozen and kept within on cold storage facilities before being and dispatched via 

various third parties. 

The operator acknowledges that the process induces a change in the raw materials comprising both animal and 

vegetable raw materials that cannot be reversed so is viewed as treatment and processing under the regulations. 

The average inclusion level of meat is around 60%. The overall masterplan for the site comprises three identical 

lines. The latest phase of the expansion programme will take the maximum production capacity over the 75t per 

day threshold.  

The site is served by an effluent plant that physically screens and balances all process effluent generated by the 

process and hygiene activities. The effluent is discharged from site via a final effluent storage tank to road tanker 

for disposal by a third-party licensed waste contractor. Up to three steam boilers service the overall site master 

plan which will be commissioned as each phase of the development proceeds. 

The phased development of the three production lines will result in the site progressively increasing its 

production capacity. The operator considers the production of dog food products at the site for the design 

capacity of the site is therefore obligated under the Environmental Permitting (England and Wales) Regulations 

(EPR) 2016, as amended, in relation to the following activities:  

Section 6.8 A(1) (d)(iii)  

Treatment and processing of animal and vegetable raw materials (other than milk only), both in combined and 
separate products, with a finished product production capacity in tonnes per day greater than— 

(aa)75 if A is equal to 10 or more. 

There are a number of directly associated activities on the site which support the obligated activity, including:  

• Storage of raw materials;  

• Freezer plant; 

• Frozen product storage; 

• Steam raising (up to 3 steam boilers);  

• Three cooling towers;  

• Storage of waste prior to disposal off-site;  

• Treatment of effluent prior to disposing off site to a third party licensed facility. 
  

The effluent treatment is considered a permittable activity under the following schedule reference:  

Section 5.4 A (1) (a) (ii)  

Disposal, recovery or a mix of disposal and recovery of non-hazardous waste…. 

 (a) Disposal of non-hazardous waste with a capacity exceeding 50 tonnes per day (or 100 tonnes per day if the 

only waste treatment is anaerobic digestion) involving one or more of the following activities and excluding 

activities covered by Council directive 91/271/EEC concerning urban waste water treatment -   

 (ii) physico-chemical treatment;  
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The operation of the steam raising plant is already permitted as a Medium Combustion Plant (MCP) activity 

(permit reference MCPDO8122ZW), as aSR2018 No 7 standard rules new, low risk, stationary MCP. Two of the 

three units were installed as part of Line 1 commissioning and permitted to operate from 10/3/21. Two further 

boilers will be added to the site to support the additional lines and to provide operational resilience. 

Following consultation with the EA food and drink permitting sector lead the operator is therefore now making 

an application for an integrated bespoke food processing installation Environmental Permit to cover Lines 1 – 

6 and all associated operations at the facility.  

Emissions to air from the site are from a three steam raising boilers.  These have been assessed and found to 

have an insignificant impact on surrounding ecological and human receptors. Emissions from the effluent plant 

are transferred by a road tanker to a local treatment facility.   Surface water run-off from the site is routed via 

the surface water drainage system to a local controlled water.     

The operator has measures in place to protect drainage systems from spills of raw materials or wastes, 

including secondary containment of bulk tanks, level sensors for tanks, spill procedures and spill kits including 

drain mats, and the ability to contain spills within the bunded effluent treatment compound.  All potential 

accident scenarios, mitigation measures and response actions are included in the Accident Management 

Plan within this application.   

There is considered to be no significant risk of fugitive emissions to air, odour or noise and vibration from the 

site. The cooking of the prepared product occurs within a pre-sealed pouch significantly reducing the potential 

for odour. 

The process is operated in accordance with the site Hazard Analysis and Critical Control Point (HACCP) plan, 

with operating procedures and risk assessments in place for all manufacturing operations.  The process is 

operated in such a way as to maximise yield and minimise wastage.  The operator has a rolling Continuous 

Improvement (CI) plan in place with opportunities regularly identified and tracked.   

The operator has in place a Health, Safety and Environmental Management System which will incorporate all 

the requirements of the forthcoming Environmental Permit. 

In addition to the main raw materials may be delivered in drums, IBC’s and smaller containers and stored 

internally within the dedicated stores (chemical, engineering and food safe lubricants and oil, dry goods, 

etc.).  A raw material’s inventory is provided within the application.    

Energy use, water use, raw materials use and waste arisings are all measured and monitored.  As the site was 
first commissioned after the relevant cut off dates the operator is part a Climate Change Agreement. 

Sensitive ecological and human receptors around the site have been identified and a risk assessment carried 

out on the potential for the site to impact upon these receptors.  Air emissions screening was carried out to 

assess the impact of emissions to air from the boilers.  This concluded that emissions are within guideline levels 

and will not have a significant impact on human or ecological receptors.  

The risk assessment concludes that while there is a risk of pollution of the surface water drainage 

system, containment and mitigation measures in place are sufficient to manage the risk within the site and to 

an acceptable level.   
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1. What operations are you applying for? 

 Table 1 Types of Activities 

Schedule 1 listed activities 

Installation 

Name 

Schedule 1 

References 

Description of the 

activity 

Activity 

daily 

capacity 

Annex IIA or 

IIB (disposal 

and recovery) 

codes 

Hazardous 

waste 

treatment 

capacity  

Non-

hazardous 

waste 

treatment 

capacity 

Rudie’s 

Kitchen Food 

Manufacturer 

6.8 Part 
A(1)(d)(iiii) 

Treatment and 
processing of animal 
and vegetable raw 
materials (other than 
milk only), both in 
combined and 
separate products, 
with a finished 
product production 
capacity in tonnes per 
day greater than—  
(aa)75 if A is equal to 

10 or more. 

214 

tonnes* 

- - - 

 5.4 Part 
A(1)a(ii) 

Disposal of non-
hazardous waste with 
a capacity exceeding 
50 tonnes per 
involving physico-
chemical treatment.  

720m3** D9 - 720m3** 

 MCPD  Steam raising plant – 
3 x 3.95 MWth 

11.85    

Directly associated activities (See note 4) 

Name of DAA  Description of the DAA (please identify the schedule 1 activity it serves) 

Steam/Heat 

Generation 

3 x natural gas fired boilers producing steam and hot water 

Refrigeration 

Plant 

Ammonia refrigeration plants 

Cooling 

Towers 

Evaporative cooling tower 

Raw Materials 

Storage 

Raw materials dry goods storage. 

Waste 

Storage 

Storage of segregated waste streams in yard. 

For 

installations 

that take 

waste 

Total storage capacity  
N/A 

Annual throughput (tonnes each year) N/A 

*This is the sites total theoretical capacity running product on each of the 6 filling line running 0.6kg packs at 46 packs per 

minute over the 3 production line 24 hours/day. The actual production volumes will be considerably less determined by 

demand/stocking levels. 

** This is based on the 24hr hydraulic capacity of the DAF plant. Actual volumes treated per day will be considerably lower.  
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2. Emissions to Air, Water and Land 

Table 2 Emissions – See Drawing 2 

POINT SOURCE EMISSIONS TO AIR 

Emission Point Ref. Parameter Concentration  Unit Source 

A1 NOx 

CO 

100 

No limit set 

mg/m3 Steam Boiler (3726KWth 

Output) 

A2 NOx 

CO 

100 

As above 

mg/m3 Steam Boiler (3726KWth 

Output) 

A3 NOx 

CO 

100 

As above 

mg/m3 Steam Boiler (3726KWth 

Output) 

A4&A5 Steam - - Steam Oven Vent (Line 1) 

A6&A7 Steam - - Steam Oven Vent (Line 2) 

A8&A9 Steam - - Steam Oven Vent (Line 3) 

POINT SOURCE EMISSIONS TO WATER (OTHER THAN SEWERS) 

W1 Clean surface water run-off - - Clean surface water run-off 

POINT SOURCE EMISSIONS TO SEWERS, ETP’S OR OTHER TRANSFERS OFF SITE 

NA 
    

POINT SOURCE EMISSIONS TO LAND  

N/A 
     

 

3. Operating Techniques 

3a Technical Standards 

Table 3a Technical Standards 

Description of the Schedule 1 

Activity or DAA 

Relevant Technical Guidance Note Document Reference 

6.8 A(1)(d)(iii) Treatment and 

processing of animal and vegetable 

raw materials with a capacity over 75 

tonnes per day. 

Food, Drink and Milk Industries BREF, 
2018 
 
Food and Drink Sector Guidance Note 
EPR 6.10 

Section 3a Main Application 

Document  
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5.4 A(1)(a)(ii) Disposal of non-

hazardous waste with a capacity 

exceeding 50 tonnes per day by 

physico-chemical treatment. 

Waste Treatment Industries BREF, 

2018 

Section 3a Main Application 

Document 

Process Description 

Site Summary 

Dogmates Ltd’s “Rudie’s Kitchen” facility at Unit 1, Symmetry Park, Blyth, S81 8HH produces freshly prepared 

cooked frozen dog food products. The site receives bulk ingredients comprising various meats, fish, fresh 

vegetables, lentils, dried materials including herbs, vitamins and minerals plus vegetable oils. The process 

involves the grinding and mixing of raw ingredients before filling and sealing within individual pouches which 

are then cooked within a steam oven before being frozen and kept within on cold storage facilities before being 

and dispatched via various third parties. 

The overall final design of the site includes the operation of three identical production lines fed through a single 

intake through to freezing, cold storage and dispatch (Figure 1). Once fully implemented the overall the actual 

production volumes including minimum hygiene windows will be considerably less than the capacity of 214 

tonnes per day. 

Figure 1 Internal Site layout 

 

Materials Intake and Storage 

The main raw materials are delivered by road, unloaded prior to being transferred to dedicated stores (inbound 

chilled, freezer/dried good and liquid additives). Fresh ingredients are received into the facility within dolavs.  

Hygiene chemical deliveries are received directly to the external self-bunded hazardous materials storage unit 

located adjacent to the effluent plant. Water treatment or boiler treatment chemicals are transferred to the 

plant room. Other engineering consumables are received on site and transferred directly to the engineering 

stores.  
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Caustic, acid, polymer and coagulant for use within the effluent plant. These are delivered directly to the DAF 

plant room and self-bunded hazardous chemical storage unit local to the effluent plant.  The tank inventory in 

Table 4 provides further details of the bulk tanks associated with the installation.   All bulk tanks are bunded, 

receipt is controlled, and spill kits are stored at point of receipt. Internally all drainage is connected to the site 

effluent system via a vacuum conveying system.  

Manufacturing Process 

The following steps describe the manufacturing process and should be read in conjunction with the process flow 

diagram overleaf. Stages 1 – 31 are in place covering the production activities served by the oven and freezers 

for Phase 1 (above) only. Stages 22-24 below (oven and freezers) are replicated for each of the three proposed 

lines. It is the installation and commissioning of Phases 2 and 3 will result in the production capacity of the site 

exceeding the 75t/day EPR thresholds. 

No. Process Steps Description 

1 1.1 Intake Meats (Beef, 
lamb, chicken, 
turkey, pork, fish, offal 
products - chilled / 
frozen) 
 

Receipt of meat ingredients of 5 different species: beef, lamb, chicken, 
turkey, pork and fish in both chilled and frozen temperature-controlled 
delivery trucks. An intake check is carried out to ascertain cold-chain 
management, origin, quantities and minimum shelf-life received, as well 
as ensuring the visible health marks have been defaced in their majority 
to comply with Animal By-Product regulations and guidance. Materials 
are checked at regular intervals based on risk to establish food safety 
and quality assurance. 

2 1.2. Intake of 
vegetables - chilled / 
frozen 

Receipt of vegetable ingredients (carrots, spinach, kale, cauliflower, 
beans, etc.) in both chilled and frozen temperature-controlled delivery 
trucks. An intake check is carried out to ascertain cold-chain 
management, origin, quantities and minimum shelf-life received. 
Materials are checked at regular intervals based on risk to establish food 
safety and quality assurance. 

3 1.3. Intake of ambient 
food (herbs, 
premixes, pulses, 
treats, biscuits) 

Receipt of dry items (herbs, vitamin and mineral feed premixes, lentils, 
feed treats, feed biscuits) in delivery trucks. An intake check is carried 
out to ascertain origin, quantities and minimum shelf-life received. 
Materials are checked at regular intervals based on risk to establish 
food safety and quality assurance. 

4 1.4, Non-food (IFCO 
trays, packaging, 
liners, shrink wrap, 
labels, ink etc.) 

Receipt of non-edible and non-feed items (trays, packaging, printed 
and unprinted film) in delivery trucks. An intake check is carried out to 
ascertain quantities and delivery integrity. Materials are checked at 
regular intervals based on risk to establish quality assurance. 

5 1.6. Water Potable water is provided via mains supply and used in rehydrating 
lentils prior to mixing. It is also used in the cleaning of equipment. 
Severn Trent is the water supplier. 2 intermediary water storage tanks 
are installed. A testing regime is in place to confirm potability. Note 
that water is not used in the cooling post heat-treatment of the 
hermetically sealed pouches. 

6 2.1. Frozen Storage Storage of raw material in frozen condition with a target of -18oC. 
Capacity of circa 500 pallets. 

7 2.2 Chilled Storage Storage of raw material in chilled condition with a target of 3oC. 
Capacity of circa 300 pallets. 

8 2.3 Ambient Storage Storage of raw material in ambient condition. 

9 3.1 Meat tempering 
(Beef, lamb, chicken, 
turkey, pork, fish, offal 
products) 

2 tempering chambers with circulating air with a purpose to up-temper 
frozen meat from -18oC to -9oC. The material is still block frozen at the 
end of the tempering stage but at the temperature prescribed by the 
grinding process. 
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10 4.1. Ingredient Debox / 
Debag 

2 dedicated room to carry out the removal of outer packaging from the 
raw material (veg and meat). 

11 4.2. Ingredient 
Weighing 

Batching of ingredients is carried out in the 2 debox room, lentil room 
and herb store on calibrated bench or floor scales. 

12 5.1. Meat Mincing / 
Grinding 

1 industrial meat grinder with a stainless-steel screw that pushes the 
meat through a 10mm plate. 

13 5.2. Veg Dicing 1 industrial vegetable dicer with a capacity of 3T/h. Several blades 
fitted on a cylinder dice vegetables to size, whist a conveyor belt 
transfers the raw vegetables to the hopper. 

14 5.3. Lentil Soaking Lentils soaked in potable water until full absorption in 3 hours. Soaked 
lentils are kept in chilled condition for a maximum period of 24 hours 

15 6.1. Mixing 2 mixers with a capacity of 700kg. The ground meat, vegetables and dry 
ingredients are mixed at defined time and rotating profiles to achieve a 
homogeneous mix. 

16 7.1. WIP Storage All mix batches are store in several tote bins in a WIP chill operating at 
<5oC. 

17 8.1. Filling Two filling lines are operated in the filling area. The mix is fed into 
strips via an extrusion mechanism: a paddle rotates in the hoper and 
pushes the mix through a rectangular shaped hole. 6 different sizes are 
being used. The ideal temperature of the mix at this stage is - 2oC to 
allow strips to be formed which are then cut into billets. 

18 9.1. Vaccum 
Thermoforming / 
Sealing 

The meat billets are placed in cavities of the thermoformed film and 
sealed. The sealing of the top to the bottom film, as well as the cutting 
of the packs is also done inline. 

19 9.2. Coding of Pouches An inkjet coder prints the nominal weight, cooked dated, durability 
date and batch code on the top film. The ink is an oil resistant 
thermosensitive ink, although the thermal sensitivity is not used as we 
operate below the colour changing temperature/time. 

20 10.1. Metal Detection A metal detector operates on each line. 

21 11.1. Checkweighing A checkweigher monitors average weight, T1 and T2 packer 
compliance. 

22 12.1. Oven Cooking 2 spiral ovens are operated in the area. They combine steam and dry 
heat. Several programmes have been defined for each recipe/size 
combination. 

23 13.1. Tamping / 
inversion 

2 tamping units operate with a series of rollers flattening the pouches, 
the pouches are then turned upside down via gravity. 

24 14.1. Chilling / Freezing 1 dual spiral chiller/freezer that runs on glycol on the upward spiral and 
ammonia on the downward spiral. 

25 15.1. Packing into 
Crates 

Packing pouches into re-useable plastic trays. 

26 16.1. Finished Product 
Storage 

Storage of raw material in frozen condition with a target of -18oC. 
Capacity of circa 3000 pallets. 

27 17.1. Pallet Picking Pallets transported to the fulfilment area. 

28 18.1. Order Fulfilment Operators placing meals into consumer boxes. 

29 19.1. Order Storage Storage of picked orders prior to dispatch. 

30 20.1. Dispatch Loading of ambient courier company vehicles and dispatching to 
customers. 

31 21.1. Rework - Like for 
like product only 

Rework of pouches which may include re-opening of the plastic 
packaging. 
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Figure 2 HACCP Process Flow
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Process heat 

Process heat is supplied by up to three identical 3.95MWth natural gas steam boilers that mainly serves the 

steam cookers. In addition, the boilers provide all hot water requirements via an internal hot water tank for 

hygiene and wash down, hot water for handwashing and heating of non-productive areas/offices on demand.  

The operation of the steam raising plant is already permitted as a Medium Combustion Plant (MCP) activity 

(permit reference MCPDO8122ZW), as aSR2018 No 7 standard rules new, low risk, stationary MCP. Two of the 

three units were installed as part of Line 1 commissioning and permitted to operate from 10/3/21. A further 

boiler will be added to the site to support the additional lines and to provide operational resilience. For the 

purposes of the air quality assessment the screening and modelling assumes four identical units however, for 

this application the operator will only install and commission up to three of the boilers (see Section 8) 

Process Cooling 

Each production line is served by a dedicated spiral freezer. The site has ammonia refrigeration plant to meet 

the chilling requirements of the facility. The plant is a two-stage system comprising a glycol secondary cooling 

loop. Each spiral freezer are direct fed ammonia loops to freeze or maintain product below freezing. Secondary 

cooling via the glycol loop provides for air tempering chilled storage halls. 

Evaporative cooling towers are located external to the main building on site which cool hot gas from the 

refrigerant plant.  

Hygiene/Cleaning operations 

Where possible production is planned to minimise washdowns. Hygiene is predominantly carried out in situ. 

Internal drains are fitted with catch pots to remove gross solids before being vacuum conveyed to the effluent 

plant. Detailed work instructions are in place to maximise efficiency and minimise waste. The site operates a 

clean as you go policy in addition to daily cleaning undertaken by the site hygiene team. The control philosophy 

is to rinse, foam, rinse and apply sanitiser to all equipment and surfaces. 

Dolav and tray/rack washing is carried out during day shift through an automated process that doses and re-

uses wash water. The automated cycle is supplemented where necessary by trigger-controlled hand lancing 

Hygiene chemical stock and ordering from the dedicated chemicals supplier limiting the inventory held on site. 

All team members are trained in chemical awareness- cleaning is done by risk assessment of frequency and 

determined by in depth analysis and swab testing. Effectiveness of cleaning is carried out in line with food 

hygiene and customer requirements.  

Recycling bins are readily available on all lines. Where possible spillages are cleaned in place rather than flushed 

to drain. Spill kits have been strategically placed around site by risk assessment. Cleaning chemicals are kept in 

a locked dedicated store controlled accordingly. 

Effluent Treatment  

All process effluent is collected, via a vacuum system, into a pump chamber fitted with duty/ standby/ assist 

pumps. These pumps discharge via the effluent drain to the effluent treatment plant area (provided with 

engineered containment). The incoming effluent arrives at the rotary drum screen which separates any solid 

material >0.5mm and discharges these into collection bin for appropriate disposal. The ‘screened’ effluent is 

then collected in a 4m3 screened water tank installed below the drum screen. This pump tank is fitted with duty/ 

standby assist submersible pumps to transfer the screened effluent to the 200m3 stainless steel balance tank. 
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Each pump has its own discharge pipe to the balance. The tank is provided with a hydrostatic pressure sensor 

and an auxiliary high-level float in case of failure of the instrument.  

The balance tank provides a method of balancing and homogenising the effluent. Additionally, should there be 

an interruption in the effluent treatment process, the factory can continue to operate with the spare capacity 

acting as a divert tank. The balance tank is fitted with an externally mounted aerator/ mixer to maintain 

homogeneity. Effluent is pumped from the tank to a second ‘final’ effluent 150m3 stainless steel balance tank 

prior for removal and disposal by a licensed waste contractor. There are no releases to sewer from the operation 

of the plant. 

The plant is subject to daily and weekly routine PPM including the checking of plant function and/or adverse 

operation, clean down and weekly emptying and jetting of the reception pit and desludging.  

The system has been configured to run automatically based on levels in the main balance tank. The aim of the 

system is to ensure that the effluent flows are transferred at a rate which ensures that there is no hold-up in the 

drainage system. There are audible and visual alarms that is activated to alert the engineering team when 

specified critical control points are exceeded. 

3b General Requirements 

Table 3b General Requirements 

Are fugitive emissions an important issue? 
No 

Is odour an important issue? 
No 

Is noise and vibration an important issue? 
No 

 

Fugitive Emissions to Sewer, Surface Water and Groundwater 

Raw material, hygiene and engineering chemicals (including glycol) are delivered directly to site and transferred 

to the internal storage area within plant rooms or the dedicated bunded chemical stores. The yard and roadways 

are all hardstanding.  There are sealed joints to all concrete slabs.  

 

Surface water and foul drainage is separate.  The final outfall of surface water is to a local controlled water (a 

watercourse adjacent to the A1) which is a tributary within the Ryton River catchment area. In the event of a 

spill, spill kit materials would be deployed with the aim of preventing the spill reaching the surface water 

drainage system. 

 

Measures provided in the yard to prevent leaks and spills include bunding to chemical stores associated with 

the effluent plant and hygiene. Engineering consumables including boiler treatment chemicals, coolant and 

lubricants are all stored internally. All IBC’s, containers and drums are stored with lids, caps and valves secured 

and in place. Controlled waste and Animal By-products (ABP) are stored in designated areas in suitable 

containers and are regularly removed from site. 

The bulk tanks within the effluent plant are sited on hard standing and within the engineered containment area, 

the delivery connection points are within the bunds.  The tanks are fitted with level probes and high-level alarms.  
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Procedures for receipt of all materials in addition to the tankering off of final effluent are in place as part of the 

site’s Health, Safety and Environmental Management System.  Spill kits and drain covers are in place in the yard 

for use in the event of a leak or spill; operatives are trained in the use of spill kits. 

The effluent plant balance tank and final effluent tank are sited within an external bunded area of hard standing. 

Regular Health and Safety walks and GMP audits take place which include external yard areas, these would 

include visual inspection of storage facilities and bunds. 

Table 4 Vessel Inventory 

Tank 
Ref: 

Type Capacity  Material of 
construction of 
tank and 
Condition 

Location 
(internal/externa
l) 

Potential 
Emissions 
(venting/leaks/sp
ills) 

Emission Control 
Technique 
Primary, 
secondary & 
tertiary including 
PPM 

1 Vacuum Tank 2900l Stainless steel External Leaks due to 
breach of 
integrity 

 
Visual Inspection 

2 Pump tank 
beneath 
screen 

4 m3 GRP External Leaks due to 
breach of 
integrity 

High level alarm - 
hydrostatic 

pressure sensor 
and an auxiliary 
high level float. 

ETP concrete 
bund (in line with 
CIRIA 736). Visual 

Inspection 
(internal and 3rd 

party) 

3 Balance Tank 200 m3 Vitreous enamel 
coated thin-steel 

lapped and bolted 
plates 

External Leaks due to 
breach of 
integrity 

As above 

4 Final Effluent 
Tank 

200 m3 Vitreous enamel 
coated thin-steel 

lapped and bolted 
plates 

External Leaks due to 
breach of 
integrity 

High level alarm - 
hydrostatic 

pressure sensor 
and an auxiliary 
high level float. 

Dedicated 
concrete bund  (in 

line with CIRIA 
736). Visual 
Inspection 

(internal and 3rd 
party) 

 

Fugitive Emissions to Air 

There is a limited potential for fugitive emissions to air from ammonia charged refrigeration plant leaks.  All 

refrigeration plant is new and subject to ongoing planned preventative maintenance and checks in accordance 

with manufacturers recommendations, under a service contract.  This minimises any possibility of fugitive leaks 

of refrigerant gas. 

There are no external sources of dust.   
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Odour 

The process inherently controls odour through the vacuum sealing of the mixed ground ingredients within a 

pouch prior to cooking. The processing operations are all located internally within enclosed buildings. Processing 

buildings also operate air handling systems which vent from the building which have the potential to release 

internal general factory odours however, due to the nature of the processing (frozen/chilled products and sealed 

pouched cooking operations) these are not judged to be routinely odorous.    

The site has identified as part of its environmental management system that there are potential sources of 

fugitive release of odour:  

• Raw materials receipt and unloading  

• Effluent Plant  

• Effluent Tank Emptying  

• Waste Storage  

• Site Drains  

• Building entrances and exits.  

The emphasis in the management of odour from the site is on prevention, and as such preventative 

maintenance, management, monitoring and inspection of all potential sources of odour are the main control 

measures, alongside efficient operation of the processing plant.   Odour has been specifically assessed as part 

of the BAT appraisal which details the measures taken to prevent odour from the installation.  No odour 

complaints have ever been received by the site to date. 

A summary of odour risk is presented below: 

Table 5 Odour Management 

Source  Receptor  Probability  Control measures  Consequence Actions 
for outside boundary 

control  

Responsible 
Person  

Effluent Plant  Immediate N
eighbour.  

Low   Daily operator and 
engineers checks.  
Automated controls 
Planned PPM 

Medium Contain the source of 
odour:  
-Cease recirculation of divert 
or sludge  
- checks to 
ensure integrity of tanks and 
pipework. Any fails result in 
immediate clean 
up activities  

Engineering 
Manager  

Sludge/Effluen
t Tankers  

Immediate 
Neighbour.   

Low Emptying sludge/treated 
effluent tank  -Activity 
planned with contractor 
and timed to avoid 
nuisance 

Medium Cessation of tanker loading 
activities and investigate.  

Engineering 
Manager  

Ammonia  Local 
community  

Low  Alarm system and 
automatic shutdown.  

Low Highly unlikely even 
in catastrophic event – refer 
to DSEAR assessment 
modelling. Emergency 
services would control 
according 
to emergency plan.  

Engineering 
Manager  

Drain Clearanc
e  

Immediate n
eighbour  

Low  Contracted drain jetting   Low Stop jetting and 
investigate potential source  

Engineering 
Manager  

Waste  Immediate n
eighbour  

Low  Cleaning and pressure 
washing of compactor. 
Washings run to ETP.   

Low Clean down area  Production 
Manager  
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Regular waste transfer 
from site.  

  

Noise 

There is limited potential for noise on the site.  The main sources of noise are vehicle movements on and off site 

for deliveries and product distribution; movement of vehicles around the site; potential for noise during 

offloading and loading of raw materials and products; operation of compressors and process machinery.  

Compressors are within an enclosed building, as is all other process equipment.  Delivery vehicle engines are 

switched off during loading and offloading for safety reasons and to minimise noise.  The site has never received 

any complaints of noise nuisance related to the routine operation of the process.  See Table 10 for closest 

sensitive receptors to the site. 

 

Pests 

The operator has an ongoing pest control contract in place with a third-party provider. 

3c Types and Amounts of Raw Materials 

Table 6 shows the predicted new annual throughput for the main raw material, bacon. Annual 

throughput of ancillary materials including packaging, bulk gases and cleaning/effluent chemicals are 

shown in the table, where known. 

Table 6 Raw Materials Inventory 

Schedule 1 Activity Description of raw 
materials and 
Composition 

Max Amount Annual Throughput 
Tonnes 

Description of Use  

Food Production     

6.8 Part A(1)(d)(iii) 
Protein – Meat/Fish  7393  Raw Material –

Feedstock 

 Dairy  5217 “ 

 Vegetables 
Pulses & Dried Additives 
Vegetable Oils 

 3542  “ 

 Packaging  Variable Packaging 

Hygiene Chemicals  KG KG  

 

Foaming Detergents 

 

300 

 

3000 

Cleaning of 
plant/equipment 

removing soil 
containing fats & 
grease. Alkaline 

 

Caustic (CIP) 

 

250 

 

2600 

Cleaning of 
plant/equipment 

removing soil 
containing fats & 
grease. Alkaline 

 

Disinfectant 

 

40 

 

416 

Cleaning of 
plant/equipment 

removing soil 
containing fats & 
grease. Alkaline 
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3d Management Systems 

The site operates an Environment management system which incorporates the following: 

• Documented Environmental Policy setting out the businesses vision and values in relation to 
environmental management; 

• A documented Aspects Register identifying all activities on site with an assessment of environmental 
impact; 

• A Climate Change Risk Assessment (included at Appendix E); 

• Documented structure and responsibilities for environmental management within the system manual 
and individual procedures; 

• Identification of all applicable environmental legal requirements and the compliance status of the 
business.   

• Documented operating procedures for environmental operations that may have an adverse impact on 
the environment; 

• A planned preventative maintenance regime and routine inspections of key plant and equipment; 

• Routine documented monitoring of key parameters including effluent discharge, energy and water use, 
waste arisings and raw materials use; 

• Training programmes to ensure all staff and contractors are suitably inducted and trained in relevant 
environmental procedures; 

• Procedures for the investigation of any potential complaints; 

• Contingency plans to be used in the event of breakdowns of key plant and equipment or unplanned 
events such as extreme weather; 

• An accident plan is present on site which includes any emergency procedures for environmental 
matters e.g. spillage; 

• Regular review of Environmental performance by the management team against set improvement 
targets; 

• Procedures are in place for all key operations including receipt and processing of raw materials; 

• Audits of compliance against relevant procedures and all legal requirements are carried out 
periodically; 

• Non-conformances are documented and appropriate corrective and preventive actions are taken; 

• Records are kept to demonstrate compliance with applicable legislation, as well as other relevant 
records including training, monitoring and maintenance. 

• Documented procedures for change management including assessment of potential environmental 
impacts of any planned changes to the site. 

 

Accident Management Plan 

Table 7 Accident Management Plan 

Incident/Abnormal 
Circumstance 

Likelihood Consequence Prevention 
Measures 

Mitigation 
Measures 

Equipment breakdowns  Medium Dependent on 
equipment: 
DAF breakdown/pump 
breakdown; valve/plc 
malfunction - Storage of 
out of specification 

Planned 
Preventative 
Maintenance of all 
equipment; 
Service contracts 
for boilers, 

Some production 
could be diverted to 
sister site if required; 
Effluent plant has 
balance tank 
capacity in which 

5.4 Part A(1)a(ii) 
Caustic  

572 2600 DAF unit pH 
adjustment; corrosive 

 Polymer 104 300 DAF unit flocculant 

 
Aluminium chloride 

6344 2500 DAF unit coagulant 
agent 
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Incident/Abnormal 
Circumstance 

Likelihood Consequence Prevention 
Measures 

Mitigation 
Measures 

effluent – inability to 
operate process; 
Boiler/refrigeration 
plant malfunction – 
inability to operate 
process; 
Process plc malfunction 
– inability to operate 
process 
 

refrigeration plant, 
compressors, 
effluent plant; 

effluent can be held 
back if required; 
untreated effluent 
will be tankered off-
site if required; 
Service contracts/ 
agreed response 
times in place for 
boiler, compressors, 
effluent plant, and 
refrigeration plant; 
 

Spillage During Tanker 
Loading/Offloading 

Low Spillage of chemicals or 
sludge from 
tanker/hose with 
potential to enter 
surface water course. 

Site vehicle 
management e.g. 
speed limits, 
designated routes; 
Operators trained 
in delivery 
procedures; 
connection points 
within bunds;  
 

Spill kits; 
Spill procedures; 
Bunding; 
If catastrophic spill 
overtops bund or 
spillage occurs from 
tanker outside of 
loading area, whole 
site containment 
plan deployed. 

Bulk vessel overfilling Low Spillage of from vessel 
into bunded area with 
minimal potential to 
enter surface water 
course. 

Tank level checking 
prior to off-loading; 
Tank high level 
alarms; 
Bunding 

Bunding; 
Spill kits; 
Spill procedures. 

Spill from IBC or drum Medium Spillage of chemicals 
(caustics or other 
treatment/hygiene 
chemicals), or other 
liquid/food waste with 
potential to enter 
surface water course. 

Mobile bunds; all 
containers stored 
with lids and valves 
closed; 
Some containers 
stored in chemical 
storage container 
with integral bund; 
all storage away 
from traffic routes;  

Bunding; 
Spill kits; 
Spill procedures. 
 

Fire Medium Emission of smoke/dust 
to air 

Site fire risk 
assessment; 
Fire detection 
systems. Planned 
Preventative 
Maintenance of all 
equipment; 
Site permit to work 
system (hot works) 

Fire response plan; 
Crisis Manual; 
 

Contaminated 
Firewater 

Low Release of 
contaminated water to 
sewer/surface 
water/ground 

Site fire risk 
assessment; 
Planned 
Preventative 
Maintenance of all 
equipment; 
Site permit to work 
system (hot works) 
 

All internal drains 
directed to effluent; 
Firewater could be 
pumped to effluent 
reception tank for 
containment prior to 
testing and off site 
disposal. 

Blocked Drains Low Odour nuisance 
 

Planned 
Preventative 
Maintenance of 
drainage system. 

Contractor call-out 
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Incident/Abnormal 
Circumstance 

Likelihood Consequence Prevention 
Measures 

Mitigation 
Measures 

Flooding Low – the site is not 
within a flood zone. 

Mobilisation of 
pollutants on site with 
potential to migrate to 
drainage 
system/controlled 
water/ground. 

Dedicated storage 
areas; 
Bunding. 
 

Incident response 
plan; 
Isolation of utilities; 
Lock off all vessel 
valves 

Vandalism Low Spills/litter/damage to 
property/nuisance 
 

24 hour site 
security; CCTV; full 
perimeter fencing 

Incident response 
plan; 
Spill procedures 

Bad weather Low/Medium Suppliers unable to 
deliver; 
Workforce unable to get 
to work. 

Risk Register and 
Crisis Manual for 
response to loss of 
suppliers e.g. fuel 
supply or 
difficulties with 
workforce getting 
to work.  

Site Risk Register 
and Incident 
response plan for 
response to loss of 
suppliers or 
difficulties with 
workforce getting to 
work. 
 

 

 

4. Monitoring 

4a Describe the measures you use for monitoring emissions 

There is currently no requirement for emissions monitoring from the process.  The operator does not propose 

any monitoring.  

4b Point source emissions to air only 

As above. 

5. Environmental Impact Assessment 

5a Have your proposals been the subject of an EIA under Council Directive 

85/337/EEC? 

No 

6. Resource Efficiency and Climate Change 

6a Describe the basic measures for improving how energy efficient your activities 

are? 

• Start-up and shut-down procedures are in place for all lines and hibernation settings are in place. 

• All steam pipes are insulated. 

• Refrigeration equipment is maintained by external contractor and optimised via regular maintenance. 
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6b Provide a breakdown energy your activities use and create 

The predicted energy use for a nominal 12-month period with all 3 plants operating is Natural Gas 28,800,000 

(kWh) and Electricity 10,800,000 (kWh) 

Table 8 Summary of Site Boilers 

Boiler Type Location Emission Point Net Therma Input (estimated 

based on 95% efficiency) 

Steam Boilers Main Plant Room A1 3.95MWth 

Steam Boilers Main Plant Room A2 3.95MWth 

Steam Boilers Main Plant Room A3 3.95MWth 

 

6c Have you entered into, or will you enter into, a climate change levy agreement? 

Energy use, water use, raw materials use and waste arisings are all measured and monitored.  As the site was 

first commissioned after the relevant cut off dates the operator is part a Climate Change Agreement. 

Agreement identifier 

6d Tell us about, and justify your reasons for, the raw and other materials, other 

substances and water you will use 

Water 

Water is metered across the site and the use of hoses is closely monitored.   The predicted water use for a 

nominal 12-month period with all 3 plants operating is 105,000M3. 

Raw Materials 

Raw materials are selected on the basis of the batch process requirements. The operator can minimise waste by 

ordering correct pack sizes etc. and scheduling production to ensure all raw materials are used up.    

The operator uses an industry standard supplier management tool to understand impacts in their supply chain. 

 

6e Describe how you avoid producing waste in line with Council Directive 

2008/98/EC on waste 

Products can sometimes be reworked however those that can’t (including floor waste) due to food safety 

requirements have to be disposed of in accordance with the Animal Biproducts Regulations.   

The operator runs a CI Programme.    

Table 9 below shows waste volumes and disposal routes for a nominal 12 months with all 3 plants operating. 

Table 9 Waste Streams and Disposal Routes 
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Waste Type Source of Waste State (e.g. 
solid/liquid) 

Class (Haz 
or Non-

Haz) 

Storage 
Location 

Disposal Route e.g. 
recycled, recovered, 

composted, landfilled etc 

Food Waste Production Solid Non-Haz Yard Anaerobic Digestion 

General Waste General 
Factory/Office waste  

Solid Non-Haz Yard Energy Recovery 

Treated Effluent From Effluent Plant Liquid Non-Haz Bunded 
bulk Tank 

Physico-chemical 
treatment (WwTW) 

Cardboard Cardboard Solid Non-Haz Yard Recycled 

Wood Skip Wood Skip Solid Non-Haz Yard Recycled 

      Metal Skip Metal Skip Solid Non-Haz Yard Recycled 

Waste Oil Waste Oil Liquid Haz Plant 
Room/Che

mical stores 

Recycled 

Hazardous 
Waste 

Hazardous Waste Solid Haz Yard Recovery 

 

7. Installations that include a combustion plant (excluding waste 
incinerators)  

Is the aggregated net thermal input of your combustion plant more than 20 MW? 

No 

8. Environmental Risk Assessment 

The following section addresses the potential impact of the proposed changes on the surrounding area.  

Sensitive Receptors 

The following sensitive receptors have been identified as being potentially affected by operations at the site.  

Statutory and non-statutory ecological receptors have been identified within a 10km radius, using magic.gov.uk.  

Human receptors immediately surrounding the site which may be sensitive to nuisance from odour, dust, or 

noise from the site have also been identified.   

There are no SSSIs within 2km or European habitat sites within 10km of the site:  

Figure 3 Ecological Receptors within 10km (Magic) 
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Table 10 

Name of Receptor 

(designation/distance/direction) 
Nature of Receptor 

Emission which may impact on the 

receptor and their relevant pathways 

Ecological Receptors No European habitats site within 

10km of site 

 

Human Receptors within 1km   

Residential areas off Blyth Road, 

45m east of the site 

 

Residential areas Odour, Noise, Air Emissions 

Residential areas off Blyth Road, 

110 m north east of the site 

Commercial Properties Odour, Noise, Air Emissions 

Residential areas off Bawtry Road, 

175 m east of the site 

Commercial Properties Odour, Noise, Air Emissions 

Commercial Properties areas within 

Symmetry Park complex, 175 m 

south of the site 

Commercial Properties Odour, Noise, Air Emissions 

 

 

Impact of Emissions to Air 

The principal emissions to atmosphere from the installation are identified in Table 2. This section presents the 

approach to the assessment of the impact of the emissions on the local receiving environment.  
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H1 Assessment 

The height of the stack is measured at 20m.  For all combustion units representative data consistent with the use 

of Low NOx burners at the limits prescribed within the MCPD were used. 

A blanket operational percentage of 75% was applied to boilers on H1.     

The information was inputted in the H1 tool which produced the following results: 

Table 11a H1 Assessment Preliminary Stage one Screening Results -extract from tool 

 

Emissions of NOx are significant both the long and short term.  The data was then compared to background 

emissions concentration data from Bassetlaw Council (downloaded from http://laqm.defra.gov.uk/review-and-

assessment/tools/background-maps.html) for grid square 462500, 388500.   Background data is available for 

NOx – 11.8 μg/m3 (predicted 2020 background pollutant concentration). 

Table 11b H1 Assessment Stage Two Screening Results -extract from tool 

 

The H1 stage two screening assessment which takes account of the background NOx levels demonstrates that 
there is no impact predicted for NOx releases in the long term however the short term impact of NOx cannot 
be screened out.  

The results show that NOx emissions are still significant in the short term and emissions modelling is required.  
On the basis of the above results, emissions modelling was commissioned (see Appendix B).   

Dispersion modelling of NOx emissions was undertaken using ADMS-5. Impacts at sensitive receptors were 
quantified and the results compared with the relevant Environmental Quality Standards (EQS) and significance 
criteria. Predicted pollutant concentrations were below the relevant EQSs at all locations for all meteorological 
data sets modelled. Resultant impacts were classified as not significant for both human sensitive receptors. 
Impacts were also modelled at relevant ecological sites. The results indicated that emissions from the plant are 
acceptable. 

The above screening and dispersion model account for the potential for the facility to operate up to four 
identical boilers. For the purpose of this application the operator will only commission three of these units so 
the assessment in support of this application is considered conservative. 

Point Source Emissions to Sewer, Surface Water and Groundwater 

Sections 3b Fugitive Emissions and 3d Accident Management Plan have described the sites approach to 

managing the risk posed by storage of potential pollutants on the site.  This is summarised in the risk assessment 

below in Table 12.   
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Odour 

The process inherently controls odour through the vacuum sealing of the mixed ground ingredients within a 

pouch prior to cooking. The processing operations are all located internally within enclosed buildings. Processing 

buildings also operate air handling systems which vent from the building which have the potential to release 

internal general factory odours however, due to the nature of the processing (frozen/chilled products and sealed 

pouched cooking operations) these are not judged to be routinely odorous.    

The site has identified as part of its environmental management system that there are potential sources of 

fugitive release of odour:  

• Raw materials receipt and unloading  

• Effluent Plant  

• Effluent Tank Emptying  

• Waste Storage  

• Site Drains  

• Building entrances and exits.  

The emphasis in the management of odour from the site is on prevention, and as such preventative 

maintenance, management, monitoring and inspection of all potential sources of odour are the main control 

measures, alongside efficient operation of the processing plant.   Odour has been specifically assessed as part 

of the BAT appraisal which details the measures taken to prevent odour from the installation.  No odour 

complaints have ever been received by the site to date. The operator has implemented an Odour Management 

plant that has been supplied to the EA in support of this application 

Noise 

There is limited potential for noise on the site.  The main sources of noise are vehicle movements on and off site 

for deliveries and product distribution; movement of vehicles around the site; potential for noise during 

offloading and loading of raw materials and products; operation of compressors and process machinery.  

Compressors are within an enclosed building, as is all other process equipment.  Delivery vehicle engines are 

switched off during loading and offloading for safety reasons and to minimise noise.    No further measures are 

considered necessary at this time. 
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Table 12 Environmental Risk Assessment 

Hazard Receptor Pathway Risk Management 
Technique 

Probability of 
Exposure 

Consequence 
(Severity) 

Overall Residual Risk 

Emissions to air – boilers 
emission points A1-A3 

See Table 10 Air dispersion Boiler burner balancing 
and annual testing 

High Low Low - See H1 assessment 
and Air Dispersion Model. 

Odour – processing 
activity  

See Table 10 – Human 
Receptors 

Air dispersion All processing of materials 
is carried out internally, 
cooking of product in 
sealed pouches. No 
further management 
required 

Medium Low Low – controls in place 
will be adequate to 
minimise potential for 
odour nuisance 
complaints. See OMP 

Odour – waste/ABP 
storage 

See Table 10 – Human 
Receptors 

Air dispersion Covered/enclosed 
containers; internal 
storage of ABP, regular 
uplifts 

Medium Low Low – as above. See OMP 

Noise – processing 
activity 

See Table 10 – Human 
Receptors 

Airborne PPM for all equipment; 
Housing for noisy 
equipment; 
Engines switched off 
during loading/unloading; 
Enclosed loading bay 

Medium - Emissions 
during hours of 
operation; 
restrictions on 
vehicle movements 
at unsociable hours. 

Low Low – as above 

Pests See Table 10 – Human 
Receptors 

Airborne; overground Pest Control Programme Medium Low Low – BRC controls in 
place. 

Fugitive Emissions to Air 
– dust, litter etc. 

See Table 10 Air dispersion Yard inspections Low – no dusty 
wastes, containment 
of all waste materials 

Low Low – controls in place 
will be adequate to 
minimise potential for 
losses. 

Fugitive emissions to air 
– processing e.g. 
refrigerants 

See Table 10 Air dispersion Contracted maintenance 
programme. 

Low - Potential for 
emissions during 
maintenance or in 
the event of a 
breakdown 

Low – No impact Low – records show no 
significant refrigerant 
losses.   

Fugitive Emissions to 
surface water, sewer and 
groundwater – 
accidental minor leaks 
and spills – effluent 
tanks 

Controlled water (no 
trade effluent 
connection) 

Drainage system; 
overground;  

Tank integrity checks; 
High level alarms; 
Spill procedures and 
training; 

Low – no records of 
this occurring 

Medium – minor 
impacts with no 
pollution occurring 

Medium  
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Fugitive Emissions to 
surface water, sewer and 
groundwater – 
accidental minor leaks 
and spills – sludge tank 
and emptying 

Controlled water (no 
trade effluent 
connection) 

Drainage system; 
overground;  

Tank integrity checks; 
High level alarms; 
Delivery point in a bunded 
area; Spill procedures and 
training; 

Low – sludge tank 
emptied 
approximately 
weekly but no 
incidents reported 

Low – minor impacts 
with no pollution 
occurring 

Low 

Fugitive Emissions to 
surface water, sewer and 
groundwater – 
accidental minor leaks 
and spills – effluent 
treatment chemicals 

Controlled water (no 
trade effluent 
connection) 

Drainage system; 
overground; 

IBC Storage within bunded 
unit, infrastructure 
inspections, tank integrity 
checks; 
High level alarms; 
Delivery procedures; 
Spill procedures and 
training; 

Low – regular 
deliveries but no 
incidents reported 

Low – minor impacts 
with no pollution 
occurring 

Low – minor leaks and 
spills routinely cleared up 
with no impact. 

Fugitive Emissions to 
surface water, sewer and 
groundwater – 
accidental minor leaks 
and spills – hygiene 
Chemicals 

Controlled water (no 
trade effluent 
connection) 

Drainage system; 
overground; 

IBC Storage within bunded 
unit, infrastructure 
inspections, tank integrity 
checks; 
High level alarms; 
Delivery procedures; 
Spill procedures and 
training. 

Low – regular 
deliveries but no 
incidents reported 

Low – minor impacts 
with no pollution 
occurring 

Low – minor leaks and 
spills routinely cleared up 
with no impact. 

Fugitive Emissions to 
surface water, sewer and 
groundwater – 
accidental minor leaks 
and spills – Waste 
storage 

Controlled water (no 
trade effluent 
connection) 

Drainage system; 
overground; 

IBC Storage within bunded 
unit, infrastructure 
inspections, tank integrity 
checks; 
High level alarms; 
Delivery procedures; 
Spill procedures and 
training. 

Low – regular uplifts 
but no incidents 
reported 

Low – minor impacts 
with no pollution 
occurring 

Low – minor leaks and 
spills routinely cleared up 
with no impact. 
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Appendices 

 

Appendix A – Site Plans 

i) Drawing 1a and b Installation Location and Boundary 

ii) Drawing 2 Site Layout and Emission Points 

iii) Drawing 3 Drainage Plan  

Appendix B – Air Quality Assessment 

Appendix C – BAT Summary Food & Drink BREF 

Appendix D – Site Condition Report 

Appendix E – Climate Change Risk Assessment 


