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1 Overview of operation

The operation is located on the Blackwood Business Park, Pontllanfraith in the South Wales Valleys.  The facility comprises a large industrial building of open plan design providing in excess of 90,000 square feet of covered space, and which houses the plastics reprocessing plant.  The plant is designed to recover value from post-consumer plastic waste by producing a recycled super clean flake.    The site is located on a mixed use industrial estate near Blackwood, with the A472 main trunk road readily accessible.  This provides efficient access for both the delivery of feedstock and for the dispatch of flake product to customers for use in food packaging manufacture. 

The plant has been specially developed to mechanically reprocess polyethylene terephthalate (commonly abbreviated to PET).  This plastic polymer is widely used in the manufacture of many soft drinks bottles and other food-contact packaging, and forms a significant portion of the plastics collected with household waste.  The bulk of the feedstock is sourced within the UK from pre-sorted and graded PET derived from commercial and domestic waste sources, and is supplied in bales to optimise transport efficiencies. On arrival, all loads are visually inspected for quality and labelled.  Rejected loads are quarantined and returned to the supplier, usually Roydon Polythene’s plastics sorting facility in Swinton, near Manchester. 

The plant features a design that is engineered to provide effective decontamination by a combination of screening and cleaning processes.  The baled waste is initially screened to remove contaminants using both manual and automated sorting.  These stages are followed by cold water washing and granulation to produce PET flakes roughly 1cm2 in size.  The flake is then passed to a 90oC caustic soda hot water wash followed by a number of rinsing cycles, with additional screening to remove any residual contaminants.  Each 1-tonne bag of flake has quality control samples taken from its top, middle and bottom which are analysed for moisture content and contaminants.  The final product is a high quality PET flake that is supplied to the remoulding sector to produce further food grade packaging.  The process contributes to the regional processing capacity and provides a viable method of recovering non-renewable resources which may otherwise be disposed of to landfill.  

The process is designed to recover these wastes without endangering human health and without using processes or methods that are likely to harm the environment.   In addition to contributing to environmental objectives, the operation and maintenance of the plant is managed to rigorous standards with designated clean and dirty areas to ensure compliance with the hygiene and cleanliness standards required to produce food-grade flake. 

The site

1.1 The location

The business is located at :

Unit 1,

Blackwood Business Park, Newport Road, 

Pontllanfraith

Blackwood, 

Caerphilly,   NP12 2XN

It is on a site formerly owned and still occupied by Hawker Siddeley as a switchgear manufacturing plant. It is well served by the road infrastructure, especially the A472 cross valleys link road.

[image: image1.jpg]



Figure 1 – Site Location Plan  

1.2 The site

Blackwood Business Park has been in industrial and manufacturing use since at least 1941 and consists of two industrial buildings of brick and masonry construction with variable, multiple pitched roofs. The site is secured by its own perimeter fence with controlled vehicle access via a gatehouse and electrically operated gates.
1.2.1 Visual

[image: image2.jpg]



 Front Entrance (west side)
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Yard (south side)




Rear elevation (east side)

1.2.2 Adjacent activities

The northern building on the Blackwood Business Park is occupied by Hawker Siddeley Switchgear and CCS Maclays, an office supplies distribution company.  To the south is Gryphonn Cement who manufacture concrete products.  The east of the site is bordered by the Sirhowy River and beyond that the elevated carriageway of the A472.  To the west, beyond a screen of trees is the residential housing of Pontllanfraith.

1.2.3 Water courses

The Sirhowy River, runs along the east side of the site in a southerly direction. The river bank has been bunded with a grassed earth bank inside the site. The height of the bunding is approximately 3m above the normal water level. This work was carried out in 1998 or 1999 by the site owners at the time, FKI plc.

Reports from the Environment Agency records show previous flood events at the site before flood prevention works were undertaken.  The EA estimates that the defences will currently be effective for flood events of a frequency not exceeding 100 years. 

The surface water drains on the site enter the river at the points shown in Figure 3 in Section 7.4.2, the Drainage Plan.  They are therefore in need of protection from escapes of:

· process water  

· leachate from stored materials

· fire waters

· other unplanned run-off from the site.

Mitigation measures to prevent any of the above liquids from reaching the surface water drains are set out in section 7.1 with location details provided on site plans in sections 7.4 of this document.  The river and its immediate environs are not designated under any environmental protection regime.

1.2.4 Screening

The site is currently screened on three sides by native woodland or previously planted trees and shrubs which provide an appropriate level of visual protection and some noise attenuation.  On the south side, it is abutted by the industrial unit mentioned in section 2.2.2 and the A472 which continues up the east side of the site on the opposite bank of the Sirhowy River.

Currently, the operations of the company, including storage of feedstock and finished product, are contained within the building’s existing envelope.  Permission has been granted, however, by Natural Resources Wales for baled feedstock to be stored on the yard provided it is covered to ground level with water proof tarpaulins.  No changes to the external appearance of the building are planned.
1.2.5 Adjacent receptors

Surrounding the site are the following receptors:

	
	Number
	Distance
	Direction

	Domestic Housing
	125
	50m
	East and West

	Public buildings.(schools, hospitals, churches etc.)
	5
	500m
	North west

	Businesses
	3
	30 - 50m
	North and south 

	Environmentally sensitive areas: SSSI’s, SAC’s etc. (including distance downstream of watercourse).  
	0
	n/a
	n/a


The location of sensitive receptors is shown on Figure 1 above. 

The prevailing wind direction across the site varies between Southerly and Westerly for most of the year.

1.3 The building and containment

1.3.1 Size and construction

The building is of a steel framed construction with masonry infill to an average of 5.2m above floor level and clad in plastic coated profiled sheet steel of a mid-blue colour. The roofing is of a similar material with glazed lighting panels to the apex.  The roof girders are braced by lightweight tensioned trusses which are only used to support lighting and some cable runs. The Northern bay of the building contains a 20T travelling crane. The Southern part of the building has a lower roof height with the roof design being of ‘Saw-tooth’ profile with lateral gullies. This area of the roof requires continual remedial maintenance work to prevent water ingress. The rainwater gullies discharge through 6” diameter downpipes, many of which are inside the building to a network of underground drains as shown on the drainage diagram.  (See Figure 4 – Drainage Plan section 7.4.2)

1.3.2 Drainage

A site survey has been undertaken to identify the foul and surface water drains on the site.  Figure 4 – Drainage Plan section 7.4.2.  The survey was carried out within the building as well as the immediate vicinity to identify areas likely to be affected by planned and fugitive emissions and fire/floodwaters.  Access covers are colour-coded

to match the Drainage Plan in section 7.4.2.

1.3.3 Services: electricity, gas, other

Electricity: The site is served by its own substation located immediately to the north of the exterior wall of the building as shown on Figure 4 – Site Services & Drainage. This substation supplies both Roydon’s premises and the Business Park’s High Voltage Sub-station (power for heaters and backup batteries in the sub-station).
The substation is open to the air and sits on a concrete base with a low brick wall containment topped by steel palisade fencing.  The electricity supply feeds in through the external wall to distribution cabinets and the main power supply and control equipment for the plastics reprocessing equipment.

Gas: a 4” steel gas main enters the building in the south west corner as shown on Figure 4 – Site Services & Drainage.  It runs along the west wall of the building affixed to the vertical steel stanchions at approximately 5.5m above floor level.  The gas supply to feed the primary heat source equipment for the process is marked on Figure 4 and the products of combustion are vented to atmosphere via a flue system installed at the same time, labelled A1 in Figure 4. Redundant radiant gas heaters of the ‘blackheat’ type which vent the product of combustion to atmosphere through roof cowls have been disconnected from the gas supply and are being taken down as time permits.  Approximately half have been removed.  

Potable mains water is supplied in a 4” diameter main which enters the building in the workshop on the west side of the building.  This new supply was installed in October 2013, just as Roydon took over the building and replaced the connection in the south east corner of the warehouse.  The water supply has an isolator valve where it enters the building. It supplies the domestic hot and cold water systems for the offices and toilets as well as the make up water for the break-tank feeding the Hot Wash’s final rinse stage and the make-up water for the flake cold-washing stage.   

For location of site services, see Figure 4 in Section 7.4.2.
1.4 Pre-existing site condition

A site condition survey was undertaken by Integral Geotechnique (Wales) Ltd. in 1996 and 2006 for the site’s former owner, FKI Switchgear plc.  A copy of the 2006 report was purchased by the building’s former tenant Plastics Sorting Ltd. to provide reference data.  In addition to the information provided in the 2006 survey, soil samples were taken by WSP Environmental from three locations underneath the building occupied by the washing plant.

While the levels of heavy metal and hydrocarbon contamination found on the site preclude residential use, they are within safe levels set for industrial use.

Details of these reports are listed in Appendix 1 and hard copies should be obtained from Plastic Sorting Ltd’s administrators, Begbies Traynor.
The process

1.5 Process description

The plant accepts post-consumer plastic bottles made from a single polymer type, Polyethylene Teraphalate, or PET, with modest amounts of High Density Polyethylene (HDPE) contamination.  Roydon are using it to process clear PET, although coloured (Jazz) PET can also be processed.
Bottles arrive in the reception hall in high-compression bales. The material is de-baled and fed into a reception hopper feeding a sorting line containing the following equipment linked by conveyor belts and hoppers:

1. Eddy current separator (to remove non-ferrous metal)
2. Over-band magnet (to remove ferrous metal)

3. Near-infrared polymer and colour sorter (to eject PVC and coloured bottles)

4. Hand quality control line (to remove paper, card, metal and plastic film)

The sorted bottles are fed by conveyor into two parallel granulators where they are ground with an ambient temperature washwater solution to remove initial organic contamination and most of the paper, glue and label material. The washwater also provides a lubricant to the grinding, or flaking, process. The material is then fed into a spin-dryer with a cylcone blower to dry it before being bagged as cold-washed flake.  Water from this stage is filtered twice and recovered for re-use with solid waste (paper and label fragments) being recovered through a screw press. Batches of flake are stored or buffered at this point to ensure a continual feed to the next stage of the process. In addition, cold-washed flake from other suppliers could be introduced to the process at this point. 

The second stage of the process starts with cold washed flake being added to the process feed hopper and fed through two zig-zag separators to remove further ‘chaff’ or light label material and to separate any flakes which have clumped together during storage. The separated material is fed to a slurry tank where water is added and then is lifted to a differential cyclone which separates the PET flake from the HDPE/PP fragments. The HDPE/PP stream passes to a sink/float tank and a screw press for bagging and recovery, whilst the PET goes to a series of spin dryers where finer waste particles are spun out of the solution leaving the flake with only residual adhesive and a very small amount of residual surface contamination. From here, the flake passes into the hotwashing vessel where a solution of 0.5% (5000ppm) Caustic Soda, with a surfactant, is used, together with agitation, to remove the remaining contaminants into solution.  The flake then moves through three rinse and spin-dry stages to remove the remaining wash solution and enable the flake to be dried again using a heated blower. All wash and rinse water is filtered and recirculated, apart from the final rinse stage, which uses mains potable water. Finally, the flake passes through three quality screening stages which remove:

1. coloured flakes 
2. metal fragments 
3. PVC flakes.
The resultant dry, super-clean flake is bagged in isolated clean conditions and stored in a quarantine store prior to despatch to the customer. 

The primary single point emission from the plant is the waste water. The water used in the hotwash and rinse stages has its heat recovered, its pH neutralised and suspended solids filtered out.  It is then fed to the granulator/cold wash stage before being put into a discharge tank, measured and discharged to foul drain. The other single point emission to the environment is the flue gas exhaust from mains gas heating units.  Other emissions points from the system which are captured within the building are the slurry from the spin dryers, the dust and air from the dryer extract system, the waste metal shards, and the front end quality control reject material. 

As mentioned above, there is a single point of trade effluent discharge to foul drain shown in Figures 3 and 4. This is monitored for flow rate, pH and suspended solids content in order to stay within the limits of the discharge consent.  Solid waste in the form of mixed paper/plastic slurry is recovered at various points in the process from screen filters and is de-watered by screw presses to form a ‘cake’.  Dust and fine particles of paper and plastic are recovered by two air extract systems. The ones for the granulators and cold wash discharge inside the building through two arrays of bag filters which are changed manually. The air exhaust from the hot-wash plant passes into a large baffle chamber with dust recovery hoppers and the cleaned air is then vented to atmosphere inside the building.

All of the process waste streams mentioned above are monitored, weighed and recorded.  Details of how they are treated and their disposal routes are listed in the Table of Inputs and Outputs held in Appendix 2.
1.6 Feedstock materials

The feedstock material for the plant is post-consumer PET plastic bottles recovered from the commercial and municipal waste streams and PET flake. 

The main contaminates found in the baled PET bottles are PVC or metal containers and liquid residue in the bottles.  Effort is going in to separating the PVC and metal containers which become interlocked with PET bottles when initially baled at collection facilities to ensure the automated and manual sorting of the picking line can efficiently remove them.  Bottles containing fluids are highly likely to have ruptured during previous sorting and baling processes. Residual amounts of fluid in the bottles is removed during the cold wash and granulating process.  

1.7 Figure 2 - Process flow diagram


[image: image5]
1.8 Table of inputs and outputs

	Input
	Location


	Source
	Monitoring Measures
	Independent assessment

	
	
	
	Method
	Frequency
	

	PET Bottles
	Picking Line
	Roydon Polythene
	Sort Line Shift Log

Waste Transfer Log
	Daily

Periodic
	

	Water
	Cold Wash 

Hot Wash final rinse
	Mains Water
	Meter reading
	Weekly
	

	Gas
	Hot Wash Thermal Oil Heater burners

Central Heating system
	Mains Gas
	Meter reading
	Weekly
	

	Electricity
	Numerous
	Mains Electricity
	Meter reading
	Weekly
	

	Anti-foam
	Cold Wash sump pits

Hot Wash solution
	MacDermid
	Cold Wash Shift Log

Hot Wash Shift Log


	Daily
	

	Surfactant
	Hot Wash solution
	MacDermid
	Hot Wash Shift Log


	Daily
	

	Caustic Soda (NaOH)
	Hot Wash solution
	MacDermid
	Hot Wash Shift Log


	Daily
	

	Hydrochloric Acid (HCl)
	Hot Wash pH Neutralising Tank
	MacDermid
	Hot Wash Shift Log


	Daily
	


	Output
	Location
	Destination
	Monitoring Measures
	Independent assessment

	
	
	
	Method
	Frequency
	

	PET flake 


	Hot Wash Bagging
	Food Packaging Producers
	Hot Wash Shift Log


	Daily
	

	Combustion gases CO, NOx etc
	Gas burners (Hot oil heating)
	Air
	Service and inspection to comply with Gas Safety Regulations
	Annual
	

	Trade (process) effluent
	 Cold wash 
	Sewer (Receiving works: Cardiff WwTW, Tremorfa)
	Continuous monitoring of flow via flowmeter.  

Daily measurements of suspended solids and pH.  
	Continuous, daily and periodic
	Periodic sampling by Welsh Water

	Non-recyclable rubbish and litter
	picking lines, 

outside litter picking, 

staff room
	Disposal to licensed landfill .
	Sort Line Shift Log

Waste Transfer Log
	Daily

Periodic
Annual WTN for weekly bin collection
	Biffa

Caerphilly CBC

	 PVC containers 
	TiTech Polymer/Colour Sorter
	Recycling
	Sort Line Shift Log

Waste Transfer Log
	Daily

Periodic
	

	Coloured plastic containers 
	TiTech Polymer/Colour Sorter
	Recycling
	Sort Line Shift Log

Waste Transfer Log
	Daily

Periodic
	

	 metal waste 
	Overband magnet,

Eddy current separator,

Baling wire,

Maintenance scrap
	Recycling
	Sort Line Shift Log

Waste Transfer Log
	Daily

Periodic
	

	Non-recyclable solid wastes extracted from the process
	Solid/sludge Waste discharge points
	Disposal to licensed landfill  or EfW.
	Cold Wash Shift Log

Hot Wash Shift Log

Waste Transfer Log
	Daily

Periodic
	

	Labels & Fines (plastic waste)
	Labels and Fines 

Bagging
	Disposal to EfW.
	Hot Wash Shift Log


	Daily
	

	HDPE flake

	Hot Wash HDPE Bagging
	Recycling
	Hot Wash Shift Log


	Daily
	

	Colour & metal-contaminated PET flake

	S+S  Flake Sorter,

Hot Wash Bagging
	Recycling
	Hot Wash Shift Log


	Daily
	

	PVC-contaminated PET flake 
	PVC  Flake Sorter,

Hot Wash Bagging
	Recycling
	Hot Wash Shift Log


	Daily
	

	Wood 
	broken pallets
	Recycling (chipping)
	Waste Transfer Log
	Periodic
	Resieclo

	Oily rags
	Maintenance work
	Recycling
	Waste Transfer Log
	Periodic
	OSS Group

	Cardboard
	Packaging on supplies delivered to site.
	Recycling
	Waste Transfer Log (annual WTN with fortnightly collector)
	Annually
	Amber Services

	Dust
	Collected throughout the hot wash and bagging process
	Disposal to landfill
	
	
	


1.9 Method of operation

The plant will be operated on a two shift pattern to achieve full productivity.  Following commissioning trials, the plant is being operated on a single shift system to let the operation bed in and allow for training of the first group of staff.  A full-time maintenance engineer has been employed, working around the production schedule.  Once production has increased to maximum, the plant will run two 12-hour shifts per day with 2 hours of planned maintenance.

Feedstock materials will be received by lorry load into the reception hall and stored under cover in a secure enclosed space or potentially under cover on the yard.  The materials will be separated and fed through the process in the manner described in section 3.1.,above. 

Each shift is led by a shift supervisor (at present the Production Manager) competent in operating the entire process and capable of supervising routine maintenance and repairs.  There are routine inspections of the contrary rejects stillage, and a visual inspection of conveyors and exposed moving parts to ensure that excess material build-up is not occurring.  The various stages of the process contain remote sensing equipment to report on flow rate, hopper and vessel volume, primary heat temperature and energy use.  Monitoring of the waste water discharge rate, pH and suspended solids levels is required by the sewer utility company as part of the Discharge Consent.  Weights of part finished product (dirty flake), finished flake, slurry and rejected flake is measured to create a mass balance equation, once the weight of water and chemicals added is calculated. 

Dust and other rejects are collected at various points throughout the process, as detailed in section 3.4, above.  

The addition of process chemicals is controlled automatically by the plant in response to the outputs of the flow rate, temperature and pH sensors.  A continuous status read-out and data log is provided by the system so that chemical usage and critical operating parameters can be checked and anomalies investigated before they become problems.  A manual monitoring regime forms part of the shift supervisor’s duties.  Records are kept for each shift and supervised by the production manager who logs and looks for longer-term trends and fault patterns.

Operation and maintenance procedures are listed in the Roydon Bottle Recycling Document Index and can be found in the company’s Google Drive folders (\RBR\Health & Safety\SSoW\).
Inputs

1.10 Feedstock 

Post consumer plastic bottles and containers only.  Most are supplied by Roydon Polythene’s plastics sorting facility in Manchester although some high quality PET is received directly from other suppliers.  
1.11 Heat energy 

See also Table 9.1.2.

Initially, primary heat input is from mains gas in an atmospheric pressure burner unit.  This primary heat is transferred to the points in the process where it is required by means of a fully closed loop mineral oil system and heat exchangers.

Secondary heat is provided by a fluid/fluid heat exchanger which recovers heat from the blow-down water vented from the caustic hot wash treatment reservoir before it is mixed with rinse water and fed to the primary stage friction washer. This recovered heat is used to preheat the feedwater before it enters the heat exchanger vessel containing the hot oil elements.  Gas meter readings are taken on a weekly basis to monitor consumption.
1.12 Electrical energy 

Mains electrical power from the on-site substation.  2mW capacity available.  Work has been done to trace the wiring in the building and ensure its safety.  Meters are needed on the incoming supply to allow usage to be monitored on a weekly basis.  See also Table 9.1.2.

1.13 Chemicals for process treatment 

See also Table 9.1.6.

The process chemicals are primarily Caustic Soda liquid concentrate, Hydrochloric Acid for pH neutralisation, a Surfactant for detergent properties and an anti-foaming agent.  A corrosion inhibitor is not required as the plant is manufactured from high grade stainless steel.  All process chemicals are housed in individually bunded 1000ltr IBC’s in a crush proof, raised, containment station allowing for handling by fork lift truck. 

Material Safety Data Sheets for all materials are held in the QC Lab and in the company’s GoogleDrive folders (\RBR\Health & Safety\COSSH\Material Safety Data Sheets\).
1.14 Water 

See also Table 9.1.6.

Initially all process water is potable quality and is drawn from the rising main via a non-return valve. The makeup water for the cold wash, and hotwash tanks is fed via local break tanks  (and where relevant via a feedwater pre-heater and primary heat exchanger). Potable mains water is used for the final rinse cycle on the Hot Wash to ensure the flake produced is suitable for food grade applications. 

1.15 Other

All cleaning materials are kept according to the requirements on the materials safety data sheets and are in quantities of less than 100 ltrs. Local fire fighting equipment is provided in proprietary containers, such as dry powder and CO2 extinguishers.

Finished materials are handled in large woven Nylon /PVC bags.  A supply of these are stored on site, together with wrapping film and tape. 

Outputs

1.16 Controlled outputs and emissions 
(see also Tables 9.1.1,3,4&7.)

1.16.1 Finished plastic flake

This is effectively an inert substance that is finished to food-contact quality and maintained in a clean environment for despatch.  It fulfils End of Waste criteria and leaves site as product, not a waste.  A Material Safety Data Sheet for the PET flake is held on the Company’s Goggle Drive (\QC\Material Data Sheets).
1.16.2 Reject materials (contraries) 

These include metal, plastic film and non-PET or HDPE rigid plastic containers.  The contraries are separated from the plastic feedstock at various points in the process either by machine (magnets, eddy-current separators and autosorters) or by hand on the picking line.   The metals are sent for further separation and reprocessing.  Non-target plastic containers ejected from the picking line are baled and sent to Roydon’s sorting facility for resorting. The reject plastic fragments are sent either for further sorting or to an advanced energy from waste facility.  Labels are sent to and Energy from Waste plant or to be made into refuse derived fuel (RDF).  Fines and other waste materials will be sent for residual waste disposal.  All reject material outputs are weighed and recorded.

1.16.3 Water discharge to foul drain.

The primary discharge point for the waste water is from the cold wash waste water recovery system. It goes to a discharge tank where the flow and characteristics are measured in accordance with the discharge consent provided by the sewer utility company, Welsh Water, before being discharged to sewer.  Weekly flow readings are taken along with a 200ml sample which is tested for suspended solids.  This has proved the hardest part of the discharge consent to comply with and further waste water treatment methods are being investigated.
A copy of the discharge consent is held in the office and on the company’s GoogleDrive folders (\RBR\Licenses and Certificates\Discharge Consent\).                                    . 

1.16.4 Paper/plastic slurry 

This is carried in suspension in the process water, the bulk of it being extracted in the cold wash.  It is separated by a set of shaker screens and is then de-watered using a screw press. Slurry is collected and disposed of in bulk via a licensed waste carrier to a registered disposal site.

1.16.5 Dust

The air exhausts on the hot wash plant are vented through a large air filter inside the building.  Blowers with rubber blades have been installed to reduce the amount of dust created blowing the flake to be bagging stations.  
1.17 Fugitive emissions
 (see also Tables 9.1.1.3.4&7)

1.17.1 Dust

Dust is emitted from insecure seals around the drying plant and at the bagging stations for finished product, particularly if the pipework blocks, causing a “blow out”.  A small amount of dust is also created by the sorters and conveyors in the picking line.  All of these emission points are contained within the building envelope. Dust levels are monitored and the cleaning and maintenance schedule adapted accordingly.
1.17.2 Noise 

The main noise output is from the two granulators. There is some noise from the pumps and spin dryers in the Hot Wash and conveyers and separators in the sorting line. The other principal source of noise is from the blowers used to transport the flake to the bagging stations.  A noise assessment was commissioned in August 2014 and the recommendations are being implemented as far as is reasonably practicable.

 All equipment is housed within the building envelope.  The main source of noise from outside the building is from HGV vehicle movements which could reach 50-60 per week. These are limited to between the hours of 8.00am and 6.00pm 

1.17.3 Odour

All received material has already been sorted and compacted at least once so levels of contamination with organic residues, the most likely source of odour, are minimal. Storage inside the building limits the escape of any residual odours to the outside.  The hotwash process results in some water vapour being released inside the building with trace odours of the organic residues and the detergent used. This is unlikely to travel outside the building envelope due to condensation.

1.17.4 Wind-blown litter

Litter arises during the loading - and particularly unloading - of lorries.  Bottles are dislodged from bales during transit and end up on the yard.  The yard is swept after each lorry is unloaded and the recovered material is taken inside the building.   All goods inwards and finished goods are stored inside the building.  All contrary material removed during the sorting and quality control stages are contained in skips, bags or bales stored inside the building pending removal by a licensed waste carrier. 

1.17.5 Mud

Mud is not a significant factor as the approach road and car park has a tarmac surface and the approach to the entrance door to the goods inwards bay is an impermeable hard surface. 

1.17.6 Animal nuisance. 

The likely source of animal nuisance will be small rodents or insects/larvae received with incoming feedstock or attracted by dried sugary residues on the stored feedstock. The regular turnover of stock deters the former and the indoor storage of the material minimises attraction of the latter. The storage area is monitored to deter infestation or nesting of insect swarms and a pest control contractor monitors the site on a monthly basis.

Staff & Training

1.18 Responsible managers
The development of the training programme is the responsibility the management team.  The Board of Directors reviews training and personal development progress within the company on an annual basis.

Two members of the management team hold WAMITAB Level 4 accreditation for Storage and Processing of Non-hazardous Waste.  
1.19 Skills Matrix of staff

The Environment, Health & Safety Manager is responsible for maintaining the Skills Matrix of all staff.  This is reviewed at least once a year and used to prepare the Training Plan.  The Skills Matrix is held on the Company’s Google Drive in the Personnel folder.
1.20 Training plan

The management team is responsible for maintaining the Training Plan for all staff.  This is reviewed at least once a year.  The training plan is held on the Company’s Google Drive in the Personnel folder.
1.21 Training records and record keeping

The Environment, Health & Safety Manager is responsible for maintaining the training records for all staff and tracking the expiry date of time-limited accreditation such as fork lift truck licenses.  The training records and Renewals Log together with the Skills Matrix are used to prepare the training plan for the following year.  The Training and Renewals Logs are held in the ISO folder on Google Drive.
2 Accident Management

2.1 Risks and Prevention

	Possible Accident / Incident
	What would the harm be? 
	How do we reduce the chances of it happening?
	What to do if it happens

	2.1.1 Spillages

	Spillage during delivery or transfer of process chemicals.
	Contamination of land, drains, groundwater and watercourses.
	Inspect and validate all in-coming wastes. 

Remove hazardous liquids from wastes prior to processing.

Train the staff 
	Follow the spill response procedure.  

It describes what to do in the event of a spill and where the kit is kept.

	Oil fuel and lubricants. Deliveries. 

No Oil fuelled plant on site yet. 
	
	No fuel deliveries yet. Lubricants all in small containers. 
	

	Spillages during refuelling of plant and equipment.
	
	Most plant and equipment Plant and equipment will be refueled off-site or in designated areas with impervious surface and will use drip trays and spill materials.
	

	Slow seepage of liquids from stored feedstock prior to de-baling and sorting.

Slow seepage, can be less noticeable than ‘spills’.
	
	All incoming materials will be stored on impervious surfaces, either inside the building or if outside under waterproof covers.  All bales will be inspected daily for leakage of liquid residues and spills cleaned up.  Leaking bales will be moved inside if stored on the yard.
	

	Spills of domestic cleaning fluids.


	
	Only small quantities of cleaning fluids removed from store at any one time
	

	2.1.2 Overfilling

	Overfilling of oil / fuel tanks during delivery. 
	Contamination of land, drains, groundwater and watercourses.
	Diesel stored in a self-bunded tank inside building.  Both the delivery truck and the tank’s hose (for filling our vehicles) have auto-cutoff nozzles to prevent over filling.

	Spill response procedure as described above.



	Overfilling of wash vessels in process line due to failure of automatic level switches. 


	Contamination of land, drains, groundwater and watercourses.
	Overfill will be contained within primary and secondary bunding.  All level sensors in tanks checked regularly to ensure they are functioning. 
	Emergency stop pressed to halt process. Submersible pumps in sump pits used to clear hot wash bund.

	Overfilling of sumps due to failure of submersible pumps
	Contamination of land, drains, groundwater and watercourses.
	. Overfill will be contained within secondary bunding.  Manual process control assumed.
	The affected granulator will be shut down and the pump replaced with a serviced spare.

	2.1.3 Failure of Plant or Equipment

	Leakages; due to faulty pipe work, valves, over-pressure, blockages, corrosion, severe weather, ground movement etc.
	Contamination of land, drains, groundwater and watercourses.
	Daily visual inspection and completion of weekly inspection checklist record.

Preventative maintenance regime.

Any underground pipes, pits and tanks will be tested for integrity.

Insulation and protection of pipe work.

All vessels, valves, pipe unions and pumps will have primary bunds or drip trays. Main washing plant area surrounded by secondary containment kerb. 
	Spill response procedure as described above.  Evacuation of bunds as per procedure.



	Puncture; of vessels and tanks etc due to impact – such as fork lift trucks.
	
	Tanks and vessels generally located within / on secondary containment facilities and protected by use of barriers or cages. 
	

	Puncture of vessels containing process chemicals 
	Possible reaction with water or each other. Gas release requiring emergency evacuation.
	Movement of drums and containers using safe handling techniques.  Storage of reactive agents in separate locations with individual bunds to avoid spills mixing. 
	Spill response procedure for removal of hazardous substances.

	2.1.4 Fire

	Fire
	Smoke and pollution,

Firewater causes contamination of land, groundwater and watercourses.


	Separation of incompatible materials and of combustible materials from ignition sources.

Incorporation of fire breaks into site layout and materials storage. Containment of fire water within building’s envelope.

No smoking policy. 

Maintain tidy site and minimize stockpile of combustible materials.

Fire training and emergency drills.
	Fire procedure describes what to do in the event of a fire, including details about fire alarms, exit routes and muster points, responsible personnel such as a fire warden and the location and use of emergency fire equipment such as extinguishers and drain covers.

	2.1.5 Cross contamination

	Due to transfer and mixing of incompatible materials, drainage cross connections etc.
	Explosion, smoke and pollution of air, 

Contamination of land, drains, groundwater and watercourses.
	Maintenance of up to date drainage plan and colour-coding of drain covers.
Maintenance of inventory of substances with material property details (COSHH).

Procedure for contractors to work on site including induction training and permit to work.
	Fire procedure as described above.

	2.1.6 Flood

	Due to ingress of watercourse floodwater, blocked drains, burst water main, use of fire water.
	Contamination of feedstock materials, buildings, land, drainage system, groundwater and watercourses with fire or flood water. 
	Maintenance of drains. And interceptors. Safe location for storage of hazardous materials. Maintain supply of sandbags to protect building and plant from floodwaters. 
	Flood procedure describing what to do in the event of a flood warning such as installation of barge boards, use of sand bags, movement or protection of sensitive materials. Any bales stored outside will be moved out of the reach of flood waters.

	2.1.7 Failure of Services

	Failure of water supply due to utility supply being struck and broken / cut.
	Explosion with subsequent 
	Maintenance of up to date plans showing location of utility services.

Procedure for contractors to work on site including induction training and permit to work. 
	Utility supply failure procedure describing what to do in the event of services supply failure such as manual shut down of process valves, evacuation of building and notification of utility supply company.  

	Failure of electricity supply due to utility supply being struck and broken / cut.
	None anticipated. Plant should fail safe.  
	
	

	Failure of gas due to utility supply being struck and broken / cut.
	Explosion followed by fire, smoke and pollution of air. 

Contamination of land, drains, groundwater and watercourses with fire water.
	
	

	Failure of sewage system due to utility supply being struck and broken / cut or blocked.
	Flooding via backed-up effluent drain or contamination of land, drains, groundwater and watercourses.
	
	Follow Flood procedure as per 7.1.6

	2.1.8 Failure of Containment

	Failure of containment facilities due to land movement, impact, corrosion etc.
	Contamination of land, drains, groundwater and watercourses.
	Provision of secondary containment for hazardous liquids.

Regular inspection of primary and secondary containment facilities.

Integrity testing of tanks and bunds & pressure loss alarms and level switches.
	Spill response procedure as described above.



	2.1.9 Vandalism and theft

	Unauthorised entry and tampering or malicious damage to property, plant and equipment.
	Contamination of land, drains, groundwater and watercourses. Risk of arson.
	Secure remote-control gate and perimeter fence.

Site locked when un-manned and external LPG tank electrically isolated.  
Security system installed including motion sensors, cameras and recording equipment. 
	Spill response and fire procedures as described above.




2.2 Accident management essential contacts 

It is the Environment, Health & Safety Manager’s responsibility to maintain the Accident Management Essential Contacts list and distribute copies to the Emergency Services.  Namely:

· Emergency Services Control Centre

· Fire Brigade

· Police

2.3 Materials and Substances storage and location 
(See Figure 5)

	Material
	Maximum Quantity
	Type and size of storage
	Type and size of Secondary Containment

	Baled PET plastic bottles. 
	1000T
	Above ground, in secure covered storage inside building on an impermeable concrete floor or outside under waterproof covers on a tarmac yard.
	

	Hydrochloric Acid.  (HCl) Concentrate @30%
	3 x 1000L 
	1000L IBC inside crush-proof storage station. Self-bunded containers. 
	Secondary bund under storage station. 

	Caustic Soda solution (>99% NaOH) 50% solution  
	3 x 1000L IBC
	1000L IBC inside crush-proof storage station Self-bunded containers. 
	Secondary bund under storage station. 

	Synthetic Anionic Surfactant, e.g. MacDermid Additivo RP16 0r similar
	2x 1000L IBC
	1000L IBC inside crush-proof storage station Self-bunded containers
	Secondary bund under storage station. 

	Proprietary anti-foaming agent MacDermid ANS PR
	2x 1000L IBC
	1000L IBC inside crush-proof storage station Self-bunded containers
	Secondary bund under storage station. 

	Machine lubricants, oils & greases
	24 x 500ml cans/aerosols
	Stored in Workshop
	

	paint 
	20 x 5l cans
	In paint store, located on Figure 5 Storage of Hazardous Materials 
	

	LPG
	2000ltr tank
	Located on Yard and identified on Figure 5 Storage of Hazardous Materials.
	

	Diesel
	1000ltr tank
	Located in Warehouse and identified on Figure 5 Storage of Hazardous Materials.
	Self-bunded tank.

	Welding Gas
	1 cylinder each

· FerroMax 
· Oxygen

· Acetylene
	Located in Workshop and identified on Figure 5 Storage of Hazardous Materials.
	


Site Plans
2.3.1 Site entrances and exits 

Site entrances and exits (marked in yellow) available to the emergency services; the nearest vulnerable receptors that could be affected by the site operations is the Sirhowy River.
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Figure 3: Site entrances and exits 
Service Mains & Drainage Plan
Routes of water, gas and electricity supply. Mains water stop tap is located in Workshop. Gas supply can be turned off in the cabinet on the Yard.  There is also a solenoid around the pipe just inside the Yard door but this is currently tied into the heating system’s control panel.  The electricity supply can be turned off in the High Voltage sub-station between Units 1 & 2/3 (key obtainable from Hawker Sidley Switchgear) or via the main distribution boards – MP2, 2a, 4a, 5 and 11. Main process lines/pipes including trade effluent and discharge point are also shown.  Main drainage lines shown in dashed red (sewer) and pale blue (surface water).
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Figure 4:  Service Mains & Drainage
Storage of hazardous materials;  

Location of fire/accident hazards such as oil and fuel tanks, chemical stores, raw materials, waste materials, paint and cleaning fluids etc.  Also the location of accident and emergency response items such as fire extinguishers and fire hydrants. 

[image: image8.png]Fire 4 bly Point




Figure 5:  Storage of hazardous materials

3 Resource Efficiency and Sustainability Programme

        (See also Table 9.1.6.) 

3.1 Sourcing and management of inputs

3.1.1 Transport.

While realising contracts will largely be decided on financial factors, efforts will be made to minimise the miles our finish product travels and local suppliers will be favoured over those from further afield.
3.1.2 Electricity: process efficiency and sourcing.

Once the plant is running in a steady state, power usage monitoring will be undertaken on every stage of the process to see what savings may be possible.  To do this, meters need to be fitted on the incoming electricity supply.  

3.1.3 Heat: process efficiency and sourcing

Gas meter readings are taken on a weekly basis.  Once the plant is running in a steady state, energy consumption will be analysed and housekeeping methods adjusted to maximise energy efficiency.  For example;

· Missing or additional insulation could be added to tanks and pipework to reduce heat loss.
· The Thermal Oil Heating system’s circulation pump could be be repositioned so it pushes, rather than pulls, the oil around the system.  This should shorten the time it takes to heat up the hot wash.

3.1.4 Water: process efficiency and sourcing

The plant uses mains potable water as the make up supply for the cold wash, hot wash and rinse stages which, even with water recirculation in place, is considerable. In addition, the plant may be fitted with an emergency fire sprinkler system.  Water usage is monitored on a weekly basis.

In order to reduce the use of mains potable water to the minimum required for food-grade quality purposes, a rainwater harvesting system will be evaluated to calculate the amount of water available from the roofs.  At present, the rainwater which falls on the ~10,000 m2  of roof area is collected in a network of storm drains which run inside and under the building.  It may be possible to intercept and divert this flow to a reservoir and filtration system to feed the process water requirement of the plant. A potential saving of 13-15,000 m3 of potable water per annum may be achievable.

3.1.5 Recycling/reuse of wastes

As far as practicable, Roydon segregates and recycles its wastes

· Plastic bottles are collected and put through the plant

· Metal containers, bale wire and fragments of metal recovered from the picking line are collected and sent to a local scrap merchant

· Cardboard from deliveries, etc is collected, baled and sent to a scrap merchant. 
· Broken pallets are offered to staff for building materials or fire wood.  What isn’t used that way is collected by a local scrap merchant for recycling.   
· Printer toner cartridges are sent for recycling via manufacturer take-back schemes.

· Non-PET or HDPE containers are baled and sent to Roydon’s Plastics Recycling Facility (PRF) in Manchester for sorting and selling on.
· Plastic labels from the hot wash are sent to a Refuse Derived Fuel plant.

Outlets are being sought for the process wastes produced by the cold and hot wash
· Paper sludge from the cold wash is currently sent to landfill but may be sellable as a refuse derived fuel if dried.

· PET flake contaminated with coloured plastic 

· PET flake contaminated with metal
· PET flake contaminated with PVC.
At present the last 3 are resorted to recover as much clear PET flake as possible and some of this contaminated flake is sold overseas.

4 Environmental Impacts Plan and Controls

	Table 9.1     Site Activity:                                                                                        

	The key pieces of environmental legislation affecting this sector are:

(Add as many as apply to your site activities – you should ensure that this list is kept up to date for your site and covers all applicable legislation)
	• The Environmental Permitting (England and Wales) Regulations 2010

• The Environmental Permitting (England and Wales) Regulations 2007, SI 3538
• Groundwater regulations 1998, SI 2746
• Water Resources Act 1991, as amended.
• Environmental Protection Act 1990
• Control of Pollution (Oil Storage) (England) Regulations 2001, SI 2954


	· Hazardous Waste Regulations (2005)



	
	Process / Activity/Equipment
	A
	W
	E
	D
	L
	N
	R
	Process / Activity/Equipment
	A
	W
	E
	D
	L
	N
	R

	Processes / Activities / Equipment at your site:

(insert H or M or L where applies)

 

List all the processes / activities / equipment at your site in these columns. 

Then put an (H) high impact, or (M) medium impact, or (L) low impact in the box next to the process / activity / equipment if it can result in an environmental impact listed below under normal or abnormal operation. 

· Emissions to Air (including dust) - A
· Emissions to Water – W
· Energy Usage (e.g. electricity, gas, oil) - E

· Waste Disposal - D
· Land Contamination - L
· Nuisance (i.e. noise or odour) - N
· Resource Consumption (e.g. water, chemicals, not energy) – R
	Feedstock delivery and unloading
	-
	-
	-
	-
	M
	L
	-
	Storage of lubricants and consumables
	-
	L
	-
	L
	L
	-
	L

	
	Feedstock sorting and quality control
	L
	-
	L
	M
	-
	L
	-
	Plant Maintenance
	-
	M
	L
	M
	M
	L
	L

	
	Flaking and cold wash


	-
	-
	M
	M
	M
	H
	-
	Feedstock storage (outside)
	-
	M
	-
	-
	L
	M
	-

	
	Discharge of wash water


	-
	H
	L
	-
	-
	-
	-
	
	
	
	
	
	
	
	

	
	Dirty Bagging and transfer


	L
	-
	L
	-
	-
	-
	-
	
	
	
	
	
	
	
	

	
	Hot washing
	L
	-
	H
	-
	-
	L
	H
	
	
	
	
	
	
	
	

	
	Rinsing
	-
	-
	L
	-
	-
	-
	M
	
	
	
	
	
	
	
	

	
	Drying
	L
	-
	H
	M
	-
	L
	_
	
	
	
	
	
	
	
	

	
	Bagging & dispatch of clean flake
	L
	-
	L
	-
	M
	L
	-
	
	
	
	
	
	
	
	

	
	Dust extraction
	L
	-
	L
	M
	-
	L
	-
	
	
	
	
	
	
	
	

	
	Waste water treatment
	-
	H
	L
	-
	-
	-
	M
	
	
	
	
	
	
	
	

	
	Chemical Storage
	-
	L
	-
	-
	L
	-
	L
	
	
	
	
	
	
	
	

	
	Feedstock storage (inside)
	-
	-
	-
	-
	-
	M
	-
	
	
	
	
	
	
	
	


9.1. Environmental Impact Operational Tables

	Table 9.1.1. Emissions to Air [A]   

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Dirty Bagging and transfer
	potential for local air quality issues from dust 
	Brooms & vacumn cleaner
	yes
	yes
	yes
	

	Bagging & dispatch of clean flake
	potential for local air quality issues from dust 
	Brooms & vacumn cleaner
	yes
	yes
	yes
	

	Dust extract from drying process
	Dust extract system and waste container are inside building envelope.
	LuftTech dust extract system filters dust 
	yes
	yes
	yes
	

	
	
	
	
	
	
	


	Table 9.1.2. Energy Usage [E]  

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Electricity usage for  Flaking and cold wash


	The impacts associated with electricity production are well documented (e.g. Air emissions) There is scope to reduce these impacts by using electricity efficiently on site.
	No
	yes
	yes
	yes
	All power consumption will be monitored to ensure optimum efficiency

	Gas usage for Hot washing
	Gas combustion results in the emission of CO2 and some NOx. 
	Yes. Heater is controlled by Hotwash automated control system
	yes
	yes
	yes
	All gas consumption will be monitored to ensure optimum efficiency. Additional insulation will be considered. 

	Electricity usage for   drying stages, including hydrocyclones, spin dryers and blown hot air.


	The impacts associated with electricity production are well documented (e.g. Air emissions) There is scope to reduce these impacts by using electricity efficiently on site.
	Yes. Air temperature and spin speeds controlled by Hotwash automated control system
	yes
	yes
	yes
	All power consumption will be monitored to ensure optimum efficiency once meters are installed on the incoming supply.

	
	
	
	
	
	
	


	Table 9.1.3. Emissions to Water [W]   (use as many forms as required)

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Discharge of wash water
	Processing of dirty feedstock has led to high levels of suspended solids which the shaker screens are unable to deal with.
	Yes - shaker screens and small waste water settling tank 


	yes
	yes
	yes
	

	Waste water treatment
	 Malfunction of plant could lead to discharge of alkaline water to sewer.


	Yes- 

Ph-neutralisation tank, 
	yes
	yes
	yes
	

	Maintenance of hotwash, general cleaning


	Flushing out of hotwash and neutralization tank could lead to discharge of alkaline water to sewer.

Improper disposal of cleaning products down surface water drains could lead to contamination of Sirhowy River.
	Hot Wash auto. control system.

Drain covers painted to distinguish surface from sewer connections.
	yes
	yes
	yes
	

	Feedstock storage (outside)
	Residues washed off bales stored outside entering Sirhowy River.
Liquid residues leaking out of bales stored outside entering the Sirhowy River.
	Bales covered by waterproof tarpaulins or similar to ground level. 

Daily inspection of bales looking for leaks or damage to covers.
	TBC
	TBC
	TBC
	Warehouse Daily Checklist to be compiled.
Procedure for storing bales outside to be written before any outside storage done.

	
	
	
	
	
	
	


	Table 9.1.4. Waste Disposal [D]   

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Feedstock sorting and quality control
	Organic component in Landfill can degrade to release methane to atmosphere.  Landfilling of metals and other plastics is a waste of finite resources.
	Polymer-sorter, magnet and eddy-current separator for metals and manual quality control
	yes
	yes
	yes
	Metals removed and saved for return to reprocessor, other plastics, paper, card glass and fines etc. removed by waste contractor. The aim is to sell on segregated waste streams for reprocessing or recycling wherever possible. 

	Flaking and cold wash sludge


	Organic component in Landfill can degrade to release methane to atmosphere. 


	shaker screens, press screw
	yes
	yes
	yes
	· Buying cleaner material would reduce amount of sludge produced.

· Investigate selling as a Refuse Derived Fuel to avoid landfilling.

	Waste from general plant maintenance,  used spill kits and contaminated cleaning materials
	Waste process chemical containers, waste oils, all must be handled in accordance with Hazardous Waste Legislation.  Incorrect disposal can result in contamination of land and groundwater.
	Spill kits
	n/a
	yes
	TBC
	Empty chemical containers stored inside building awaiting return to chemicals supplier.  
Oily rag collection in place
Fluorescent light collection in place.

Sharps collection being organized.


	Table 9.1.5. Nuisance (e.g. Noise, Odour) [N]    

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Noise from flaking and cold wash granulators, friction washers and spin dryers.
	Section III of the Environmental Protection Act 1990 , noise can be classified as a statutory nuisance
	Building envelope used to attenuate sound.   
	yes
	No
	N/A
	Machine operation covered by procedures and operators trained but minimizing noise is not possible.

	Odour from stored plastic bottles
	Section III of the Environmental Protection Act 1990 , odour can be classified as a statutory nuisance
	No 
	N/A
	Yes
	yes
	Procedure in place to store feedstock inside building and process in a timely manner.

	Feedstock storage (outside)
	Potential Odour problem
	No
	N/A
	TBC
	TBC
	Procedure to be put in place if any complaints received.  Problem bales to be moved inside and processed as soon as possible through coldwash.  Complainant to be contacted and apology made.

	
	
	
	
	
	
	


	Table 9.1.6. Resource Consumption (not energy) [R]    

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Use of chemicals for  Hotwashing. – NaOH, HCl, anti-foam and Anionic Surfactant
	Harm to human health or the local environment if allowed to escape. 
	Bund trays for storage.

Automatic dosing system
	Yes
	Yes
	Yes
	Management of hazardous substances according to COSHH and Hazardous Waste Regulations

	Use of water for rinsing flake and during granulation.
	Inefficient use results in natural resource depletion
	Make-up water for process controlled by sensors
	Yes
	Yes
	yes
	Waste water recovery maximized and rainwater harvesting system to be considered.

	
	
	
	
	
	
	


	Table 9.1.7. Land Contamination (e.g. storage of hazardous substances) [L]   

	Process / Activity / Equipment on Site
	Potential Impact
	Is impact controlled by equipment?
	Is equipment included on maintenance checklist?
	Is impact controlled by a procedure?
	Person using the procedure received training?
	Comments

	Feedstock delivery and unloading

	Blown labels (paper or plastic) or loose bottles could become litter around the building, endangering wildlife
	No
	N/A
	Yes

	yes
	Regular yard maintenance and litter-picking in place.

	Flaking and cold wash sludge disposal


	Potential for this to escape the building if spilled when tipper bin emptied in to skip and when skip taken away for emptying.
	Tipper bin/bobcat
	yes
	yes
	yes
	

	dispatch of clean flake

	Accidental spill from a bulk bag could become litter around the building, contaminating the land with plastic flake which does not break down easily.
	yes
	yes
	yes
	yes
	Regular yard maintenance and litter-picking in place.  Magnetic drain covers available for use while loading.

	Plant Maintenance


	Potential for waste oil or used cleaning products to escape building if proper procedures not followed
	No
	N/A
	Yes
	yes
	

	Feedstock storage (outside)
	Air blown litter
	Yes
	TBC
	TBC
	TBC
	Procedure for storing bales on yard to be written before any storage outside takes place.  All bales to be covered with tarpaulins to the ground.

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	


	Table 9.1.8. General Waste Management  

	Waste Produced at Site (with EWC, if known)
	Where does the waste go?
	Can it go to recovery / recycling?
	Is it being stored correctly on site?
	Are Duty of Care requirements being met?
	Comments

	e.g. General waste (EWC ref) sent for disposal
	
	
	Yes – Stillage provided
	Yes 
	State the checks that were made and refer to any documentation

	General Waste
	Landfill
	No
	In waste skip
	Yes
	

	Toner cartridges
	Returned to producer (Ricoh and Brother) for recycling
	Yes
	Yes
	Yes
	Env. Manager arranges recycling

	Flourescent light tubes

	Balcan light tube recycling
	Yes
	Yes
	Yes
	Env. Manager arranges recycling

	Plastic milk and drink bottles

	sorting line 
	YES!
	Yes
	Yes
	

	Drinks cans

	scrap metal bales
	Yes
	Yes
	Yes
	Baled metal sent for recycling.

	Paper

	TMS Recycling
	Yes
	Yes
	Yes

	Env. Manager arranges recycling

	Batteries

	Local Recycling Centre
	Yes
	Yes
	Yes
	Env. Manager arranges recycling

	Cardboard
	TMS Recycling
	Yes
	Yes
	Yes
	Bales collected on demand 

	Wooden pallets 
	Greens Recycling
	Yes
	Yes
	Yes
	40cu.m. skips supplied on demand.


5 Appendices

5.1 Appendix 1 – Site Condition Reports

	Title
	Author
	Date
	Location

	FKI, Pontllanfraith, Blackwood Site Investigation Report
	Integral Geotechnique (Wales) Ltd

Integral House

7 Beddau Way

Castlegate Business Park

Caerphilly  

CF83 2AX


	April 2006
	Office bookshelf. 

	Unit 1 Blackwood Business Park, Blackwood Site Investigation Report
	Corinne Hayes

WSP Environmental

Colston 33

Colston Avenue

Bristol

BS1 4UA
	January 2010
	PSL Administrator
Report in red cover 

	FKI Asbestos Report
	Asbestos Survey Services Ltd
	September 2005
	GoogleDrive\RBR\ISO\EMS\Background Reports\


5.2   Appendix 2 - Company Systems, Policies and Procedures
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5.3  Appendix 3 – Organisation Chart
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Environmental Management Plan 








Plant Operations Manual 





Daily Site Log





Quality Management Plan 





Training Plan 





Individual Training Records 





Incident Log 





Incident report forms 





Planned Maintenance Schedule





Maintenance records 





Plant Emergency Plan





Directors





Quality Control Manager





Q.C. Lab Technician





Hot Wash Operators





Sorting Line Teams





Cold Wash Operators 





Hot Wash Supervisor





Cleaner





Bagging/ Goods Out Team





Front-end Supervisors





Factory Manager





Environment, Health & Safety Manager





Maintenance Engineer





Maintenance Assistant





Office Administrator
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