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Section III: Supporting Information
This part of the application provides detailed responses to questions in Section I: Application Forms,
where further space is required to provide the necessary information.

Responses are provided only where further information is required, and the questions numbers are as
stated in the application forms.

The information provided in this section should be viewed in parallel with:

 Section I: Application Forms
 Section II: Technical Description
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6-1: Assessment of emissions to sewer

The potential effect of releases of effluent to sewer on the River Don have been assessed using the
H1 software tool, taking account of the treatment provided on site and at YW WwTW.  The H1
methodology applies a sequence of tests to screen environmental releases and establish whether
those releases are ‘insignificant’, or whether they require more detailed assessment.

The results of the H1 assessment indicates that, for the determinands considered, the discharge of
effluent from the Mondelez Sheffield site has been assessed to have no significant impact on the water
quality of the River Don.  This conclusion concurs with published data on discharges of treated effluent
from Blackburn Meadows WwTW, which shows that the final treated effluent is of a good quality.  On
this basis no further assessment of emissions to sewer is proposed.

Full details of the H1 assessment of emissions to sewer is provided in Appendix 7.

6-2: Assessment of emissions to air

A detailed assessment of emissions to air from steam raising boilers, provided in Appendix 6, has
been carried out using atmospheric dispersion modelling, with due consideration to the relevant
Environment Agency air quality risk assessment guidance (Environment Agency, 2024) and air
dispersion modelling reporting guidance (Environment Agency, 2024).

This report has assessed the potential air quality impacts associated with the operation of the
combustion plant at the Mondelez Sheffield site, required for the first time due to the site coming under
EPR as a Part A(1) food and drink operation.  The predicted impacts were assessed against the
relevant air quality standards and guidelines for the protection of human health and for the protection
of sensitive vegetation and ecosystems (referred to as EQSs).

The assessment considered historical and current operating scenarios as there has recently been a
major programme of investment in replacement boilers; this is as requested by the Environment
Agency in order to demonstrate the benefits that the boiler upgrade programme has brought in terms
of local air quality.  It should be noted that historical and new current boiler plant (where required) is
already permitted as standalone MCP and operating in compliance with permitted ELVs.

Two variants of the current scenario have been assessed, a worst-case full load scenario (Current)
and a part load scenario (Current PL).  ‘Current’ represents a very considerable overestimate of the
likely boiler duty, but as this provides maximum flexibility for operation Mondelez re seeking permitting
on this basis.  The Current PL case is more representative and is included for context in the
assessment and to more accurately reflect potential ‘real world’ effects.

The detailed assessment indicates that, even applying the worst-case full load ‘Current’ scenario, the
predicted NO2 and CO concentrations at sensitive human receptors do not exceed any relevant long-
term or short-term EQSs.  The impact can be described as ‘insignificant’ for both short-term average
NO2 concentrations and ‘not significant’ for long-term average NO2.  The impact can be described as
‘insignificant’ for both 1 hour and 8 hour CO averaging periods.  Assessment of the more realistic
Current PL scenario indicates that for all determinands considered over all averaging periods,
potential effects can be described as ‘insignificant’.



Application for Environmental Permit
Section III: Supporting Information

Mondelez UK Confectionery Production Ltd, Sheffield
Permit reference number: EPR/ZP3722SD

35

The context of this assessment should be considered when reviewing these findings and predicted
effects, i.e. that larger, lower efficiency, higher emission boilers have recently been replaced with
smaller, higher efficiency, lower emission units (and that both the Historical and Current cases
were/are currently permitted under the EPR as compliant MCP).

The site is within the Sheffield Citywide AQMA; whilst the assessment indicates that the Mondelez
operations will not be a significant contributor to background levels of NO2 (under either Historical or
Current cases) nonetheless, the reduction in emissions associated with the boiler plant project
supports the objectives of the AQMA in delivering improvements in local air quality.

For ecological receptors, the detailed assessment indicates that the predicted NOx concentrations,
and nitrogen and acid deposition, at the Peak District Moors SAC/SPA and local nature sites is
‘insignificant’ for Current operating cases.

Based on the above assessment, it is concluded that the Historical operating case was, and Current
operating cases are acceptable from an air quality perspective.  Notwithstanding the fact that the
Historical scenario was permitted, compliant and considered acceptable from an air quality
perspective, the Current and Current PL cases represent a beneficial reduction in predicted ground
level concentrations and deposition rates of the assessed pollutants.  This finding supports the
conclusion that the current boiler plant represents Best Available Techniques (BAT).

6-3: Assessment of noise and vibration risks

As part of pre-application discussion, the Environment Agency (EA) carried out a qualitative noise
screening assessment for the Mondelez Sheffield site.  This concluded that a noise impact
assessment does not need to be provided with this permit application.  However, noise should still be
considered qualitatively in the risk assessment and Mondelez must meet the requirements of BAT 14.

A qualitative assessment of noise and vibration risks is provided in Appendix 8.  This assessment
provides a description of the site setting, history of noise complaints and summary of noise sensitive
receptors.  A qualitative assessment of risks posed by the principal noise sources on site has been
undertaken, taking account of the probably of exposure and the consequence of the impact.  This
assessment concludes that, for all principal noise sources on site, the overall risk is low.

A summary of compliance with BAT 14 requirements (in so far as they are applicable) is provided in
Table 7 below.
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6-4:  Accidental releases

An accident management plan is provided in Appendix 10.  The accident management plan includes
identification of potential incidents which could result in pollution and/or not being able to comply with
permit conditions.  A qualitative risk assessment is undertaken for these incidents, taking into account
measures in place to manage and mitigate accident risks.  For all identified incidents the overall risk
was assessed to be moderate/low risk or less.
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3 Raw materials

3c Types and amounts of raw materials

Typical raw materials used on site are provided in Table 16 below.

Materials used on site are industry standard including product ingredients (foods / food grade),
packaging and a limited amount of ancillary materials including industry standard cleaning chemicals,
boiler and water treatment chemicals and engineering items.  Safety data sheets for the principal
chemicals used on site are provided in Appendix 11.

Waste generation is minimised at Mondelez Sheffield site. Production waste is a key performance
indicator across the Mondelez group and is continually monitored and tracked, with deviations
investigated and addressed. All production plants incorporate product rework facilities to allow
production waste to be recycled back into the product wherever possible.   Where waste generation is
unavoidable, materials are treated in accordance with the waste management hierarchy in order to
minimise materials sent for disposal.
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6 Resource efficiency and climate change
6a Describe the basic measures for improving how energy efficient your activities are

Mondelez operates an energy management system certified to ISO 50001, has a Climate Change
Agreement in place and participates in ESOS and historically under UK ETS prior to boiler downsizing.
Energy efficiency and CO2 emissions reduction are key elements of the Mondelez ESG
(Environmental, Social, Governance) strategy.  As such, energy use monitoring and investment in
projects targeting energy efficiency improvements are implemented where opportunities are identified.

Mondelez Sheffield has made significant investments to improve energy efficiency for the Sheffield
site.  Significant recent energy efficiency projects include:

 A boiler upgrade programme has seen the replacement of four historical boilers with three natural
gas-fired boilers.  The total combined thermal input capacity is being reduced from 29.54 MWth to
16.5 MWth, reflecting lower site steam demand as a result of production efficiency gains.  The
boilers include high efficiency sequential controllers and economisers.  Boiler blowdown (to sewer)
is initiated on total dissolved solids (TDS) minimising boiler blowdown and chemical addition rates.

 As part of the boiler upgrade programme a new boiler hotwell has been installed and condensate
recovery has been significantly increased.  Heat is also recovered to the boiler hotwell from the air
compressor water cooling system.  A programme of work to target further condensate recovery
opportunities and increase the proportion of steam returned to the hotwell is ongoing during
2026/27.

 Within the last 2-3 years a number of large chillers on site have been replaced with newer more
energy efficient alternatives, which use very low global warming potential (GWP) refrigerant gas.

 Three new industrial VSD (variable speed drive) oil-free compressors were installed during 2024 to
replace 25 year old units, bringing significant energy efficiency benefits.

 A programme to replace all site lighting with energy efficient LED alternatives was completed in
2025.

 Old electrical transformers have been replaced by new transformers which use amorphous metal
transformer (AMT) technology, providing energy efficiency benefits due to reduced energy loss
during operation.  Five transformers on site have been replaced so far, with a further three new
transformers scheduled to be installed during 2026/27.

 A programme of work to replace larger sized motors with energy efficient alternatives is ongoing.
This work began approximately two years ago and to date has resulted in replacement of
approximately 50% of larger motors.

 Energy metering is in place for boilers, compressors and all sub-stations.  A programme of work to
roll out further energy sub-metering is in progress.

0 below describes the measures taken on site to minimise energy use.
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Table 20 Energy efficiency measures

Common technique Status Commentary

Burner regulation and control  Modern boiler sequencing controls installed.

Cogeneration ×
Gas-fired CHP and biogas generation from anaerobic digestion have
previously been considered at Sheffield.  These projects have not been
taken forward at this stage.  Future opportunities will remain under
review.

Energy-efficient motors 

Energy efficiency is a consideration when specifying new motors for use
at the installation, in line with requirements of Ecodesign regulations.
VSD and direct drive motors are utilised where appropriate.
Replacement of belt drives with chain and sprocket across the site has
allowed for motor size reduction.

Heat recovery with heat
exchangers and/or heat
pumps (including mechanical
vapour recompression)



Condensate is recovered from all process areas of the site and returned
to the boiler hotwell.  A programme of work to target further condensate
recovery opportunities and increase the proportion of steam returned to
the hotwell is ongoing during 2026/27.

Heat recovery is in place on the compressor cooling circuits.

Economisers are fitted to the new boilers, which recover heat from
exhaust gases to preheat feed water.

Lighting 
LED / low energy lighting is used throughout the site. PIR controls are in
place where appropriate.

Minimising blowdown from the
boiler 

A new boiler house feedwater reverse osmosis plant has been installed,
to increase the purity of top-up water, thus reducing blowdown
requirements.  Recovered condensate is used as boiler feedwater.
Boiler blowdown control is automated, based on TDS.

Optimising steam distribution
systems 

Modern boiler sequencing controls provide precise control of steam
supply for the installation, operating at the main header pressure.

Boiler logs are maintained via automated PLC, recording hours of
operation, gas use, feed water make-up and steam output.

Installation of water and steam flowmeters in the boiler house and at
main distribution headers enable the site to calculate the efficiency of
each boiler, monitor steam usage and improve boiler management.

Preheating feed water
(including the use of
economisers)

 Boilers are of a high efficiency design and include economisers.

Process control systems  PLC control system; Modern boiler sequencing controls installed

Reducing compressed air
system leaks 

New energy efficient compressors have recently been installed on site to
replace 25 year old units.

Annual compressed air leak surveys are carried out, with leaks repaired
as required.  Site engineering teams have equipment on site to enable
additional condition-based monitoring to be carried providing a more
frequent and responsive investigation and repair programme.
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3d What is the maximum volume of non-rainfall dependent effluent you will
discharge in a day?

Discharges to sewer principally comprise process effluent.  However, the discharge does also include
some rainwater runoff from areas of the site where there is potential for the runoff to become
contaminated.  Rainwater runoff is not separately measured and therefore non rainfall dependant
effluent cannot be provided.  It is noted however that rainfall runoff is expected to be a very small
proportion of total effluent discharged from the site; uncontaminated rainwater runoff is discharged
directly to the River Don from a number of locations on site.

5 Should your discharge be made to the foul sewer

All process effluent generated by activities undertaken at the Mondelez Sheffield site is discharged to
foul sewer.  Question 5 is not applicable.

7a and 7b Is your effluent treated?

Effluent generated from CLP, jellies and soft mints plants is discharged from site for treatment at YW
STW.  Prior to sewer discharge, process effluent from CLP, soft mints and jellies manufacturing areas
is conveyed to an on-site effluent pre-treatment plant (ETP) for partial treatment comprising effluent
balancing and pH correction.

Wastewater from the hard mints manufacturing plant is a lower volume generated during weekly
cleaning and is collected in a dedicated sump and is removed from site by tanker for off-site treatment
and disposal.

7g Details of effluent discharge quality?

An inventory of point source emissions to sewer is provided in response to Form B3, Question 2. This
includes details of the effluent discharge quality.

8b, c, d, e, f Are any of the specific substances, as defined in the above guidance,
added to or present in the effluent as a result of activities on site?

Process effluent is discharged to sewer and treated at YW STW prior to discharge to the River Don.
The only direct discharges to surface water comprise clean rainwater runoff.  A review of activities
carried out on site, and materials used and stored on site indicates that hazardous and priority
substances are not present in effluent generated by the Mondelez Shefield site, due to:

 None of the listed specific substances are listed as conditions in the site Trade Effluent Discharge
Consent;

 None of the listed specific substances are intentionally released to sewer in effluent generated by
site activities.  Raw materials used on site are provided in Section III: Supporting information in
response to Form B3, Question 3.








