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SWIP application queries and comments 

1. The site plan which shows the layout of the activities on site is not suitable.  The plan 

shows more than 1 unit, and as I understand it there will only be one.  It also needs to be 

labelled correctly to clearly show the various stages in the process and the emission 

point(s).  On one of the plans submitted there are 8 emission points. 

Requested single line drawing attached (appendix 1a to this response). 

2. There is no site plan showing the site drainage system and all discharges to drainage or 

water courses. 

Requested single line drawing attached (appendix 1b to this response). 

3. Documented evidence is required from the SWIP manufacturer that the maximum capacity 

of the SWIP is not greater than 3t/hr, i.e. if the system was operating at its maximum speed 

what would be the throughput? 

Promeco state that with one single line at maximum speed the maximum input is 1.5 t/hr.  

4. Vent and filter system. During the process heat and steam are produced. The steam is 

collected by a local air sucking system capable to receive wet air and a small amount of 

dust. What system is this? More information is needed on this system. Is it a filter system?  

This is a synthetic filter screen that can accept moisture and dust without clogging the filter. 

5. Sensor on water bath to detect organic vapors. The information submitted discusses a 

Vent system, Exhaust Gas filter tank. It states that it is connected to the inlet of the extruder 

degassing system which removes the remaining moisture. This is a complete vent system 

on skid composed by a cooling water trap. The water trap works also as a filter tank to 

capture any eventual organic vapour. It is equipped with a sensor to control the water 

level.  Are there any mechanisms in place to monitor the organic vapours? 

A gas detector will be fitted at the exit of the water trap to monitor for the release of any organic 

vapours. A carbon filter will be installed prior to the vent. The filter will be regularly replaced at 

intervals to be determined at the point of commissioning. 

6. Chimney height calculations – There is no chimney height calculation.  

Chimney height 10.9 meters 

7. There is no residence time calculation 
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6,000 SCFM x (460+1600)/530 / 60 sec = 388.7 ACFS, 388.7 ACFS x 2 sec = 777.36 Ft3 reaction 

chamber volume. The reaction chamber is sized to achieve the 2 second residence time 

requirement as a minimum.  

8. There is no information on the RTO temperature 

Reaction chamber temperature will be between 1400oF and 1600oF and will be determined after 

startup. 

9. There is no information to say whether or not the RTO is interlocked to the pyrolysis 

process so that the process cannot operate until the RTO is at the required temperature. 

The RTO is interlocked to the pyrolysis process so that the process cannot operate until the RTO 

reaches the required temperature of between 1400oF and 1600oF. 

10. Waste gas residence time is talked about but there isn’t enough detail. The equation for 

the calculation of the residence time is given but no figures have been included. If the size 

of the chamber is known, which it should be, and the specifications of the fan known then 

can’t the residence time be calculated at this point? Will any tests be carried out when 

commissioning to demonstrate that the correct residence time is being achieved? 

Residence time will be confirmed by oxidizer performance test at plant commissioning. 

11. Can the gas flow rate of the system be altered?  If it can, given that ‘gas volumetric flow 

rate at combustion’ is an important factor when calculating the residence time, the system 

must be designed so that even at the maximum gas flow rate the residence time will still 

be at least 2 seconds. 

Residence time will be confirmed by oxidizer performance test at plant commissioning. 

12. Hydrogen fluoride is a toxic gas and the continuous monitoring of the gas should be in 

place.  We would require more information, and from at least 3 different suppliers, on what 

monitoring equipment is available and what accuracy they can provide.  If there is nothing 

available to monitor the emissions continually then we would require a BAT (Best Available 

Technique) assessment which needs to include the details of the best technology 

available and include details of how other similar processes monitor the hydrogen fluoride 

emissions.     

If hydrogen fluoride goes through the oxidizer it will erode the ceramic insulation and the steel 

components. As such scrubbing of the gas prior to it entering the thermal oxidizer may be required 
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depending on content in the gas. Discussions are currently underway with technology providers 

to determine the level of detection available. Suitable equipment will be installed and its efficiency 

will be confirmed during the commissioning period. 

13. Point 10 – This section states that the ‘loss of mains services would not have a major 

impact on the site for several hours and there would be no environmental risk from the 

loss of any mains service.’  Please explain further why this would not cause a problem?  

If the RTO lost power would there be any issues with emissions?  Would syngas continue 

to be produced if power was lost?  What would happen after several hours?  

 

The heat for the pyrolysis operation is generated by mechanical energy and infrared heaters. As 

soon as the heaters are removed and the extruder screw stops rotating the plastic stops being 

broken down and remains as a solid.  

Should there be a loss of primary electrical energy there are multiple small back-up generators 

that enable the circulation pumps to continue to transport the fluids around as the system cools 

down. The fluids/vapour will exit the system passively through the condenser.  

Pressurized nitrogen sleeves encapsulate the systems in areas that could contain source process 

gases being unintentionally released – the nitrogen system does not require power to maintain 

positive pressure on potential release points.  

The thermal oxidizer will have a backup generator to ensure the gases are fully combusted prior 

to release.  

14. More detail on competent persons. Appendix E1 (competent persons) does not include 

the necessary details as stated on the application form. 

Please see below as the training will cover all aspects. 

15. Training of people. Describe how the person who will be responsible for the day to day 

operation of the incineration plant will be selected and trained, and how that person’s 

competence to operate the plant will be checked and reviewed’. Does the manufacturer 

provide training?  If so, will evidence be given by the manufacturer.  

There is 300-page documentation and training manual. The plant manufacturer will have 

personnel on-site throughout the commissioning and trialing period. Promeco, the technology 

provider will also provide a full user manual that contains information for maintenance and 

operational activities including training of the workers for ordinary and extraordinary operation 
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(like fire etc.). Fully trained staff members will be regularly checked by a third party provider 

against the technology providers manuals. 

16. Odour – given that there are emission limits for various pollutants there will be potential 

for odour from the chimney.  Is there more information available on this? 

There is potential for a slight odour around where the dried carbon char is handled. As the plant 

will only be permitted to operate below the Emission Limit Values (ELVs), the potential for odour 

to be generated is, therefore, low.  

17. Noise and vibration – what are the noise levels of the various pieces of equipment? 

There are no impact actions involved in the pyrolysis operation, the input material will arrive in a 

pre-shredded format so no further mechanical reduction actions are required to be undertaken at 

the site prior to input to the pyrolysis operation. The equipment used is similar to that used as 

normal extruder equipment and, in general, at 7 meters are less than 83dB. This level is similar 

to that of an alarm clock and below that of a food blender. 

 

 


