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	ACCIDENT OR SCENARIO
	CONSEQUENCE
	LIKELI

HOOD
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	RISK
	CONTROL MEASURE
	LIKELI

HOOD
	SEVERITY
	RISK
	ACTIONS TAKEN IF THE EVENT OCCURRS



	Spillage of bulk dry ingredients during the unloading operation.
	Impact on the environment of this occurrence is low. Emission of ingredient to surfacing.  Whilst the bulk of the spill will be collected manually with brush and shovel some, after rainfall will discharge to our effluent treatment plant via process drains.
	
	
	
	Bulk material receipt procedures identify precautions to be followed during unloading.  Surface drains in this area have been modified to direct any potentially contaminated surface run off to the effluent treatment plant. 
	
	
	
	Instigate Bulk Raw Material Spillage Procedure (WX-EMS-0006-EMP) and Spill Procedure (WX-EMS-0002-EMP)

	Spillage of bulk liquid food ingredients during the unloading operation.
	Impact on the environment of this occurrence is low.  Any spilt liquids that are not contained locally by the use of spill kits would run off to our effluent treatment plant via process drains.
	
	
	
	Drains in vicinity of unloading point are routed to the effluent treatment plant.
	
	
	
	Spill procedure (WX-EMS-0002-EMP) will be instigated.

	Discharge of wort or flavour in the event of a vessel rupturing, valve or pipe work failure.
	Impact on the environment of this occurrence is low.  Vessel contents would discharge to our effluent treatment plant via process drains.
	
	
	
	Equipment is positioned in tiled basins away from Fork Lift Truck movements.  Vessels are inspected on a planned maintenance routine.
	
	
	
	Instigate the spill procedure (WX-EMS-0002-EMP).

	Discharge of in process liquid/syrup in the event of a vessel rupturing, valve or pipe work failure
	Impact on the environment of this occurrence is low.  Material would discharge to our effluent treatment plant via process drains.
	
	
	
	Equipment is positioned in tiled basins away from fork lift truck movements Vessels are inspected on a planned maintenance routine.
	
	
	
	Instigate the spill procedure (WX-EMS-0002-EMP).

	Spillage of non bulk liquid food ingredient during unloading
	This operation when conducted at the South delivery point would be of greater consequence as the drains in this area discharge to surface water.  A spillage at the West delivery point would be of lower consequence as the drains in this area do not discharge to surface water.
	
	
	
	Drummed material handling and storage procedure specifically includes receipt and unloading precautions.  Adjacent spill kits.  Drummed liquids are delivered securely wrapped and palletised with load distributed evenly to minimise the potential for a container to be dropped during movement.  All fork lift truck drivers are licensed; it is a requirement that log books are filled in prior to first use on each shift to demonstrate the truck is in safe working order.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP) includes isolation of surface water discharge valve to contain spilt material in balancing pond.

	Failure of delivery pumps or pipe transferring hazardous materials from the delivery vehicle to the storage tank, causing spillage.
	Any material not contained by initial spill response would potentially drain to surface water balancing pond.
	
	
	
	Material specific delivery instructions.  Tank level checked prior to transfer to ensure there is capacity to take the full delivery.  Trained Kellogg personnel and delivery driver is present throughout the delivery process in order to monitor progress and interrupt transfer in the event of equipment failure.  Intake connection contained within the containment area.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.




	Release of hydraulic oil from material delivery vehicle.
	Potential for hydraulic oil to enter either surface water or effluent drainage systems.


	
	
	
	Specific vehicle hydraulic oil spill containment and clean-up procedure.  Oil interceptors are in place on surface water drainage.  Local spill kits.  Regular communication and feedback to regular hauliers to ensure lorries are maintained.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing point.



	Effluent liquor leak/spill within the effluent treatment plant through valve, pipe or tank failure
	Impact on the environment of this occurrence would be low.  Effluent would be contained within the containment area, draining back to inlet sump.
	
	
	
	Daily visual inspection.  The effluent treatment plant is covered by our computerised planned maintenance system.  Treatment tanks have been fibreglass lined to prevent corrosion.
	
	
	
	Isolate and repair


	Blockage of pneumatic conveying system resulting in the potential for food dust spillage during the clearing process.
	Impact on the environment of this occurrence is low.  Emission of food dust to factory roof and site roadways would occur. Whilst the bulk of the spill will be collected manually with brush and shovel small quantities of residual material will inevitably after rainfall end up in the surface water collection ponds prior to discharge to river.  Ponds are aerated to reduce potential COD impact. Discharges are tested daily.
	
	
	
	The pneumatic conveying system control monitors interlock signals and will generate alarm signals for the operator to deal with.  Failure to clear the fault will result in a controlled stop.
	
	
	
	Identification of root cause of blockage, did any equipment fail, are planned preventative maintenance schedules adequate, are additional sensors or modifications required to monitor for blockages. Spillages recorded in emissions log.


	Overfilling of flavour vessels
	Impact on the environment of this occurrence is low.  Discharge to our effluent treatment plant via process drains.
	
	
	
	Ingredients are weighed into the relevant vessels.  Vessels are fitted with load cells and the control software monitors the ingredient weighment and vessel fill independently.  In the event of a significant discrepancy between the two readings the system stops and an error message is displayed.
	
	
	
	Flavour Plant operator undertakes investigation to determine cause -  visual inspection and review electronic error log - and determine corrective/ preventative action

	Rupture of fuel oil storage tanks (boiler standby fuel)
	Impact on the environment of this occurrence would be low - secondary containment of fuel provided by bund.


	
	
	
	Tanks are located away from areas of truck movement.  Weekly visual inspection.  Tanks and valves are isolated except when / if gas supply is interrupted.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP).

	Rupture of fuel oil pipe work to boiler house.
	Loss of light fuel oil to ground or surfacing draining to balancing pond.  Oil interceptor would be overwhelmed by significant spill.
	
	
	
	Pipe work safe by position, routed above ground away from vehicle movements.  Valves isolated to prevent flow when fuel oil not in use.  Daily inspection when oil in use.  Areas included in security patrol routes.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.

	Rupture of fuel oil storage tanks (sprinkler pumps and shunter supply tank).
	Impact on the environment of this occurrence would be low.  Secondary containment of fuel provided by bund.
	
	
	
	Tanks are located away from areas of busy truck movement and are protected as appropriate by barriers.  Weekly visual inspection.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.

	Spillage of waste lubricating oil, during transfer from factory collection points to waste oil storage tank.


	Impact on the environment of this occurrence would be low.  Spillage of oil to hard standing - if not contained locally, risk of entering surface water system, where it would be intercepted prior to surface water discharge balancing pond.
	
	
	
	Waste oil is collected within the factory in drums with secondary containment.  The contained drum is moved to the central collection tank.  Waste oil is pumped into the storage tank with an operator is present through the entire transfer.  Oil interceptors are in place on surface water drainage
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.


	Spillage of non bulk drummed liquids (e.g. cleaning chemicals, lubricants, water treatment chemicals) during movement around site.
	Impact on the environment of this occurrence is low due to the minimal unit size of drummed material.  Potential for entry into surface water or process drains to effluent treatment plant.  An operator would be present during movement to respond immediately to the spill.
	
	
	
	Drummed liquids are delivered securely wrapped and palletised with load distributed evenly to minimise the potential for a container to be dropped during movement.  All fork lift truck drivers are licensed; it is a requirement that log books are filled in prior to first use on each shift to demonstrate the truck is in safe working order.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.

	Rupture of pipe work, valves or pumps resulting in release of hydraulic oil from hydraulic power packs - fixed installations.
	Impact on the environment of this occurrence would be low.  Spillage will be contained locally with a small risk of entry into process or surface water drainage system.  Any oil in the surface water system would be intercepted prior to entry into the balancing ponds.
	
	
	
	Planned maintenance of hydraulic equipment.  Oil loss alarms would shutdown system.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.



	Planned discharge of surplus liquid materials with high COD via process drain to effluent treatment plant.
	Impact on the environment of this occurrence would be low.  Liquor would be transferred under controlled conditions to the buffer tank in the effluent treatment plant prior to subsequent treatment.
	
	
	
	Liquor from the buffer tank would be trickle fed into the effluent treatment plant for treatment.  Treated in this way it has minimal impact on the balance conditions of the effluent treatment plant.
	
	
	
	Follow normal operational procedures. WX-EMS-0045-EREF – Discharges to effluent treatment plant.

	Failure of bearing or other equipment component leading to excessive abnormal noise emissions
	Potential to cause annoyance or disturbance at dwellings situated close to the site.  
	
	
	
	Planned preventative maintenance and works orders are generated from the computerised maintenance system.  Vibration analysis techniques are used to identify bearings that are close to failure before they become noisy.  Security also monitor noise as part of their security patrols.
	
	
	
	Maintenance undertaken as soon as is practicable to repair the noisy equipment.  Preventative maintenance schedules review to determine if the period between inspections is appropriate.

	Loss of compressed air pressure
	Impact on the environment of this occurrence is low.  Loss of air pressure would initially be signalled to supervision for appropriate investigation and rectification.  In the event it cannot be rectified in a timely manner the process lines will go into a shutdown situation.
	
	
	
	Additional compressors have been installed to give appropriate stand-by capacity to cover maintenance and unplanned stoppages.  Planned preventative maintenance and works orders are generated from the computerised maintenance system.
	
	
	
	Clear systems and perform controlled start-up after compressed air supplies have been restored.


	Loss of steam pressure.
	Impact on the environment of this occurrence is low.  Loss of steam pressure would result in the failure of process control equipment to maintain set points and cause the processes to go into controlled shutdown.


	
	
	
	Our steam generating boilers are controlled from a central device which sequences the boilers to maintain steam pressure to the factory.  Appropriate spare capacity is available to meet demand during planned maintenance and unscheduled stoppage. 
	
	
	
	Clear systems and perform controlled start up after steam pressure has been restored.


	Blockage of cyclone air lock resulting in the blow out of food dust.
	Impact on the environment of this occurrence is low.  Emission of food dust to factory roof and site roadways would occur.  Whilst the bulk of the spill will be collected manually with brush and shovel, small quantities of residual material will inevitably after rainfall end up in the surface water collection ponds prior to discharge to river.  Ponds are aerated to reduce potential COD impact.  Discharges are tested daily.


	
	
	
	The cyclone control system which monitors its status is an integral part of the control system for an entire process line.  All cyclone control systems incorporate electrical interlock signals for air lock running, discharge line pressure sensors and cyclone fan running.  The failure of any of these will result in an alarm signal being relayed / displayed to the operator, indicating the fault.  If this is not rectified promptly, auto process control commences a controlled shutdown of the entire line.  Some cyclones, where past experience showed we had periodic problems with material bridging above the air lock, have had further sensors fitted to monitor this condition.  Similarly some drives are fitted with motion sensors to confirm the integrity of the drive chain.
	
	
	
	Identification of root cause of blockage, did any equipment fail, are planned preventative maintenance schedules adequate, are additional sensors or modifications required to monitor for blockages.  Spillages recorded in emissions log.

	Leak of water/glycol from our recirculatory cooling systems.
	Potential for glycol dosed coolant water to enter surface water discharge or effluent drainage systems.


	
	
	
	Glycol materials used are biodegradable, with no evidence of bio-accumulation.  Planned maintenance and inspection routines.  Systems are equipped with flow, pressure and level switches these will cause alarms to be displayed and if necessary cause a plant shutdown.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond. 




	Failures of filter medium in dust handling filter units resulting in the release of food dust to air.
	Emission of food dust to factory roof and site roadways would occur. Whilst the bulk of the spill will be collected manually with brush and shovel small quantities of residual material will inevitably after rainfall end up in the surface water collection ponds prior to discharge to river.  Ponds are aerated to reduce potential COD impact.  Discharges are tested daily.
	
	
	
	All filters are inspected as part of a “walking tour” - typically a minimum of three occasions per week.  The inspection will incorporate a visual for leaks, listen for abnormal sounds and review of pressure differential meter across the filter.  Abnormal pressure readings are investigated to identify the cause for appropriate rectification.
	
	
	
	Identification of root cause of leakage, did any equipment fail, are planned preventative maintenance schedules adequate, are modifications required.  Spillage recorded in emissions log.

	Failure of wet de-duster resulting in the release of food
	Impact on the environment of this occurrence is low.  Emission of food dust to factory roof would occur.  Whilst the bulk of the spill will be collected manually with brush and shovel small quantities of residual material will inevitably after rainfall end up in the surface water collection ponds, prior to discharge to river. Ponds are aerated to reduce potential COD impact.  Discharges are tested daily.
	
	
	
	The wet de-duster control system which monitors its status is an integral part of the control system for the entire process line.  Wet de-duster control systems incorporate electrical interlock signals for; fan running, water flow.  The failure of any of these signals will result in an alarm signal being relayed / displayed for the operator indicating the fault; if this is not rectified promptly the auto process control system commences a controlled shutdown of the entire line.
	
	
	
	Identify root cause of blockage, did any equipment fail, are planned preventative maintenance schedules adequate, are additional sensors or modifications required to monitor for blockages.  Spillage recorded in emissions log.

	Containment of fire waters in the event of a fire.
	Potential for fire waters to enter surface water discharge and effluent drainage systems.
	
	
	
	The factory is equipped with sprinklers, fire doors and fire detectors linked to a fire control system all designed to minimise the impact of a fire.  All these items are tested and maintained frequently to ensure they are functioning correctly.  In the unlikely event of fire waters entering the drainage system the spill response procedure requires that fire water be regarded as a pollutant.  Discharge from the surface water balancing ponds would be isolated.  Effluent plant inlet sump pumps would be turned off to facilitate fire water control.
	
	
	
	Instigate spill procedure (WX-EMS-0002-EMP), includes isolation of surface water discharge valve to contain spilt material in balancing pond.


	Un-planned release of refrigerant.
	Release of refrigerant materials into air.
	
	
	
	All business strategic refrigeration units containing CFC’s have been replaced with HCFC’s or refrigerants with zero ozone depletion potential.  The one remaining CFC containing domestic refrigerator will be replaced when it reaches the end of its economic life.  Specialist refrigerant contractors are used to service and maintain refrigerant plant.  Written confirmation required / obtained from all refrigeration and air conditioning contractors re compliance with EPA and preventing refrigerant loss.
	
	
	
	Isolation, repair and controlled start up.


	RISK CLASS
	HIGH LIKELY
	MEDIUM LIKELY
	LOW LIKELY 

	HIGH SEVERITY
	High Risk
	Medium Risk
	Low Risk

	MEDIUM SEVERITY
	Medium Risk
	Medium Risk
	Low Risk

	LOW SEVERITY
	Low Risk
	Low Risk
	Low Risk
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