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1. Introduction
This document contains a short description of the treatment of end-of-life vehicles (ELV) as it exists and operates in the Republic of Macedonia. It would be necessary to update this document if the situation in the sector evolves substantially.

To prepare and execute well the environmental inspection of facilities within this sector, this document provides information for inspectors about how this facilities work, what are its main environmental impact and pollution abatement measures, and what are the key points for the inspection of these facilities, complemented by a practical inspection checklist. The goal is to facilitate the work of inspectors, ensuring a more uniform inspection approach and quality, and a level playing field for the operators.

Detailed information about production processes and Best Available Techniques (BATs) relevant for this sector can be found in the reference links and documents in Annex 1. This document provides a first introduction and is intended to be a practical tool for inspectors, and for that sake is kept brief.
2. What is ELV processing?
1.1. Production process

The “core” of the ELV process is the de-pollution of ELVs from all substances which, if released, will pollute the environment. The storage of collected materials has to follow concrete prescriptions in order to avoid any leakage of hazardous substances.
In some big ELV facilities shredding devices for the further treatment of the metal fraction are also operated.

1.1.1. Storage

The following hazardous substances must be removed and appropriately stored:

· the battery
· the liquefied gas tank (if needed)
· all potentially explosive materials (including air bags and seat belt pre-tensioners).
· fuel
· motor oil
· transmission oil
· gearbox oil 
· hydraulic oil 
· cooling liquids 
· antifreeze
·  brake fluid 
· air conditioning fluids
· windscreen wash
· oil filters 
· any components containing mercury (e.g. some switches)
· the liquid from the shock absorbers, or the shock absorbers themselves.
The tyres from the ELVs have also to be removed and sent for recycling as well as the glass particles. 
Removed parts for resale/recycling 
Any parts from which liquids could escape should be stored on an impermeable surface and no liquid should be able to escape from this surface. In any case these impermeable surfaces should be equipped with appropriate spillage collection facilities, decanters and cleanser-degreasers, equipment for the treatment of water (including rainwater). 
Liquids, oil filters and undrained shock absorbers 
After removal from the ELV, liquids must be stored in separate, clearly labelled leak-proof containers and within a bunded area. As a minimum, separate containers will be required for fuels (petrol and diesel separate); oils (lubricating, transmission, power steering and shock absorber oils together); brake fluid (separate); and water based (coolant and screenwash together).
Batteries 
Batteries must be stored in clearly labelled acid resistant containers which are leak-proof and prevent entry of rainwater.
1.1.2. ELV treatment (depollution)

Also in the treatment area the same precautions applied for the storage area must apply: equipped with appropriate spillage collection facilities, decanters and cleanser-degreasers, equipment for the treatment of water (including rainwater). Additionally appropriate storage for dismantled spare parts (including impermeable storage for oil-contaminated spare parts) as well as for used tyres, (including the prevention of fire hazards and excessive stockpiling) has to be installed. 
The depollution sequence can be represented as 3 stages: 

Preliminary activities 

Removal of fluids and other items 

Removal or deployment of air bags 
Some ELV depollution/treatment facilities, especially the big ones, incorporate a secondary metal processing unit (shredding) where the metal parts are further mechanically processed.
1.1.2.1. Preliminary activities

These activities prepare the ELV for the next stage of the process (removal of fluids and other items). The activities which need to be conducted are: 

1. Determine if ELV has airbags  

The number of air bags in an ELV can range from 1 to more than 10. Some of these may have already been deployed if the vehicle has been classified as an ELV as a result of damage sustained during an accident. 

If a visual inspection identifies that the ELV does contain one or more airbags, and these have not been deployed, then these will have to be either removed for subsequent detonation/disposal or deployed in situ.

2. Battery removal  

The battery must be removed, for health and safety reasons (prevention of possible electrical discharge igniting fuel), before the fuel tank is depolluted. The battery is easily removed with standard tools
3. Removal of fuel, oil, and other filler caps 

The fuel, oil filler and other caps should be either removed or opened. This enables the fuel, oil and other fluids to be drained more easily.
4. Removal of wheels/tyres 

Removing the wheels and tyres will improve access to brakes and shock absorbers for depollution.
5. Remove balance weights from wheels 

For all wheels, including the spare wheel, any balancing weights must be removed from the wheels and placed in a suitable storage container for recycling.
6. Preparation of electric/hybrid vehicles for treatment 

These vehicles contain a High Voltage Electrical System and have particular dismantling requirements for the treatment of the high voltage system before the vehicle can be treated as a regular ELV. 

HYBRID components that have not been dismantled may present a significant risk of injury to people due to their highly energetic properties and because of the potentially hazardous materials they contain. They may also constitute an environmental hazard if their contents are accidentally released. When dismantling any HYBRID components from the vehicle it is essential to use utmost care and to comply with important safety warnings.
Note: This factsheet will not deal with the depollution of electric/hybrid vehicles since it is not expected that vehicles of this type will become ELVs in the near future in Macedonia.
1.1.2.2. Removal of fluids and other items
The following activities have to be performed:

Drain of
· engine oil 

· transmission oils

· coolant

· hydraulic oils

· screen-washing fluid
· fuel tank
· suspension system/shock absorbers
· air conditioning refrigerant
Removal of

· oil filter

· catalyst (if needed)

· LPG tank (if fitted)

· items containing mercury

· other hazardous items
1.1.2.3. Removal or deployment of air bags and seat belt pre-tensioners (if applicable)
The ELV Directive 2000/53/EC (mainly transposed into Macedonian legislation through the Law on Waste Management
) requires all pyrotechnic devices, such as airbags or pyrotechnic seat belt pre-tensioners, to be either removed or deployed because they are classed as explosive components. Pyrotechnic devices are deployed either mechanically or electrically depending on vehicle type and year.
Anyone attempting deployment of pyrotechnics needs to be aware of: 

· the different types of airbags and pyrotechnic devices contained in a vehicle
· method of deployment, mechanical or electrical 

· health and safety issues regarding deployment, removal and disposal.
The majority of airbags are electrically deployed, either from a single direct connector or a Deployment Control Unit. 

It is possible for undeployed air bags to be removed and stored. However, as they are classed as explosive devices, the storage facility would have to meet all relevant regulations and requirements for storage of explosive materials, including those relating to health and safety.
1.2. Production scheme

The ELV production process scheme is presented in Figure 1. If shredding procedures for the metal parts are also applicable (it is not always the case in ELV depollution facilities) the process diagramme is shown in Figure 2.
Figure 1: ELV process scheme
[image: image1.emf]
Figure 2: Material flows from an ELV shredding process
3. Sector description in the Republic of Macedonia

1.3. Hazardous waste & ELVs
asfdasdf Hazardous waste management could be pointed out as one of the major environmental problems in the Republic of Macedonia. Although in most cases the proper regulation framework is in place, implementation is still lacking or at a very early stage. 

Current situation of the hazardous waste management can be characterized as sub-standard in terms of human and financial resources, as well as ineffective in terms of monitoring and enforcement of the legislation. These conditions result in many detrimental effects on the human health as well as on the environment.

Data obtained from the MoEPP, as much as IPPC analyses, clearly indicates that the largest quantity of hazardous waste is generated by industry and includes such materials as thermal processes waste, industrial solvents, waste oils, industrial sludge and chemical wastes.

Nevertheless, households, small businesses, farms and the healthcare and construction sectors also generate significant quantities of hazardous waste including batteries, electrical equipment, healthcare risk waste, solvent based paint and varnish waste, sheep dip and fluorescent lamps.

Having in mind specific national conditions, information on hazardous waste generation and management is divided in following waste groups:

· legacy and/or stored hazardous waste,

· generated hazardous waste divided in industrial and household hazardous waste,

· and special waste streams (wastes that may in some cases be classified as a hazardous but are managed under separate management schemes).

IPPC plants are the dominant waste generators within the all industrial sectors. The largest part of hazardous waste comes from industrial (manufacturing) sector, although because of the lack of a proper reporting system it is very hard to obtain a clear picture about the types and quantities. 

Keeping in mind the extension of data coverage and assuming that IPPC plants are largest hazardous waste generators within all industrial sectors, the following estimates can be made:

· total HW quantities reported from approximately 36 % of IPPC-B plants totalled 539,85 t/year, so they were increased 3 times to extend the coverage to all similar plants, thus assuming that B category plants produce about 1620 tons of HW per year;

· in a similar way, it is estimated that IPPC-A plants contribute to generation of about 10940 tons of HW per year;

· total waste quantities were calculated as a sum of the quantities given above, increased for 10% in order to include the waste from the industry not covered with IPPC regulations, thus giving total 13820 tons of HW per year produced from industry at national level.

It must be noted that due to different units used in the documentation (such as: tons, liter, m3 and pieces), additional assumptions were made to make the data comparable:

· for liquid wastes: all waste have an average specific density of 1 t/m3.

· for packaging waste:

· plastic drums have a weight of 10 kg/pcs ,

· steel containers/drums weigh 20 kg/pcs,

· waste oil filters have a weigh of approx. 1 kg/pcs.
END-OF-LIFE VEHICLES

The recovery and disposal system prescribed by the Ordinance on End-of-Life Vehicles Management ensures that this type of waste is managed in accordance with the EU Directive on Waste and the EU End-of-Life Vehicles Directive, at the same time applying the 'polluter pays' principle. The Ordinance lays down specific environmental protection measures which aim at setting up a system for collecting end-of-life vehicles for reuse, recycling and other forms of recovery of end-of-life vehicles and their components so as to reduce the disposal of waste and enhance the environmental performance of all economic operators involved in the lifecycle of vehicles, especially those directly involved in treatment of end-of-life vehicles.

The Ordinance on End-of-Life Vehicles Management determines:

· the method of end-of-life vehicles management;

· types and amounts of charges payable by persons liable to payment of charges for end-of-life vehicles;

· method and time of calculation and payment of charges; and

· ban on the marketing of motor vehicles containing hazardous substances.

Although not fully implemented ELVs are in most cases included in a separate management scheme because of the scrap metal value, so implementation of a proper management scheme is very urgent. Hazardous components contained in ELV should be included in a HW management scheme. At the moment exist a few companies who manage end-of life vehicles as Eko-Centar 97 and Eko-Cirkon, both from Skopje.
1.4. Applicable legislation

On the ‘Legislation’ section of the website of the State Environmental Inspection (SEI) (http://www.sei.gov.mk/page_en.asp?ID=2) there is relevant legislation available.

The relevant legislation includes the following main laws:

· Law on Environment

· Law on Inspection Supervision

· Law on Waters

· Law on Nature Protection

· Law on Protection from Environmental Noise 
· Law on Ambient Air Quality

· Law on Waste Management

· Law on Management of Batteries and Accumulators and Waste Batteries and Accumulators

· Law on Management of Packaging and Packaging Waste 

· Law on Management of Electrical and Electronic Equipment and Waste Electrical and Electronic Equipment 

· Law on Genetically Modified Organisms 

· Law on Control of Emissions of Volatile Organic Compounds Resulting from Use of Petrol 
· Law on Administrative Procedure 
· Law on Misdemeanor 
· Criminal Code Law on Criminal Procedure
· Law establishing a State Commission for decisions in the second instance in the area of the inspection supervision and misdemeanor procedures 
Additionally, on the website of the Ministry of Environment and Physical Planning (http://www.moepp.gov.mk) there are also links to relevant primary and secondary legislation provided. Information about secondary legislation like Rulebooks is available on the website of the Official Gazette (www.slvesnik.com.mk).
4. Key environmental issues of the sector

There is a key element concerning the ELV dismantling/treatment process which has to be inspected (besides the “classical” environmental issues) and that is the certificate of destruction (CoD): for each ELV a certificate of destruction has to be issued by the ELV treatment operator: this certificate contains information about the car’s identity/characteristics and proves that the vehicle has been taken to a ELV depollution/treatment facility and allows the car owner to deregister it.

Checking of the issued certificates of destruction is essential: sometimes cars characterised as ELVs by their owners and transferred to an ELV depollution facility are not depolluted/destroyed but further on illegally sold either as used cars or spare parts.
The environmental impacts of ELV can be classified into two categories: pollution and material loss. Based on the material composition of ELV the most negative environmental consequences will be related to the materials that include: oil, coolant, fuels, brakes and other fluids, and heavy metals including lead (Pb), mercury (Hg), cadmium (Cd) and hexavalent chromium (chromium VI). Depollution is one of the main targets of the Directive, and thus there are a lot of requirements, that have been set in order to decline or avoid the negative environmental impact of ELVs.

There are 3 clear concepts which define the whole ELV depollution/treatment process namely:

1. Reuse

Any operation by which components of end-of life vehicles are used for the same purpose for which they were conceived. For example the engine, if it still works properly and is undamaged, can be mounted in another similar vehicle

2. Recycling

The reprocessing in a production process of the ELV waste materials for the original purpose or for other purposes. If the engine of the previous example no longer works or is damaged, the material from which it is made could be recycled

3. Recovery

Any procedure allowing reuse of the resources contained in the ELV, including incineration thereof with energy recovery (e.g. chopped tyres have a calorific value close to coal).
Having these 3 objectives/targets in mind the release of pollutants into the environment is kept to a minimum since it means loss of materials which, otherwise, would have been reused/recycled/ recovered.
The following breakdowns of the total ELV composition are estimated:
· 68% is made up by ferrous metals, which are 100% reusable or recyclable
· 7% is made up by non ferrous metals, also 100% reusable or recyclable
· 4% are tyres, which can be reused, recycled or recovered
· 3% is glass, which can be reused or recycled

· 1.3% is made up by textiles (non metallic part and reused components)
· 1.2% is made up by fluids, which are reusable, recyclable and recoverable for energy purposes
· 1% is made up by plastic and rubber, which may also be reused, recycled and recovered for energy purposes

· The rest of the material, just over 13%, is currently the subject of R&D initiatives to develop new systems and determine the best recovery procedures (industrial processes and economic environments).
4.1. Air 

Generally air emissions from the dismantling operations are negligible (assuming that all collected fluids which can release air pollutants are stored in air-tight tanks); they occur if scrap metals are further processed (shredding).
4.1.1. Dust

Particulate matter emissions result from mechanical operations such as shredding, crushing and breaking. These emissions are produced during the handling and storage of scrap as well as during scrap shredding if no appropriate devices (e.g. fabric filters, wet scrubbers, cyclones) for dust collection are not installed.
4.1.2. Odour

No specific information
4.1.3. Pollutant substances

From shredding processes emissions of VOC, NOx, SO2 are ususally expected. For their collection/ treatment techniques such as wet scrubbing can be applied.  
4.1.4. Greenhouse gases

Hazardous liquids such as a car freon (if improperly removed during dismantling) are potentially powerful greenhouse gases 
4.2. Noise and vibrations

Incidents of noise/vibrations are reported during the overall process. They have to be kept within the prescribed levels.
4.3. Wastewater

Wastewater discharges are expected from any storage of vehicles in open air. Additional severe pollutants can be discharged if any of the collected fluids are not stored propoerly (waterproof tanks, covered areas).
Physico-chemical treatment (or pre-treatment in cases of final discharge into the municipal WWTP) has to be applied to combat wastewater discharges.
4.4. Soil and groundwater
In cases of leakages from the storage tanks and if the vehicles are kept in unpaved areas there is a clear probability that soil/groundwater will be polluted. Therefore the storage of all materials in waterproof tanks and the pavement of the area where the vehicles are kept are major precautionary measures to reduce the relevant risks to a minimum.   
4.5.  Waste
Automotive shredded residue (ASR) is a highly heterogeneous material, that is mainly composed of plastics (23 – 41%), rubber/elastomers (9 – 21%), metals (6 – 13%), glass (10 – 20%).

Plastics and other non-ferrous materials are generated during the shredding process. The heavy fraction consists of a 50% usable non-ferrous material that ranges in sizes of 0-20mm, 20-100mm, and greater than 100mm, and 50% dirt and dust. The non-ferrous material can be recycled while the dirt and dust fraction is landfilled.
The separation of the ferrous and the non-ferrous fractions is achieved by the use of magnets, eddy current separators, and flotation system technologies.

Depending on its origin from the post-shredding scheme, ASR can be classified into:

· Light fluff: fraction generated during shredding of the hulk and separated using air classification (ca. 75% of the total ASR; 10–24% of the total ELV)

· Heavy fluff: fraction remaining after metal separation from the shredded heavy fraction (ca. 25% of the total ASR; 2–8% of the total ELV).

· A soil/sand fraction is sometimes reported separately, but is usually included as part of the heavy ASR (ca. 0–2.5% of the total ELV).

4.6. Storage of hazardous substances
See 2.1.1.
4.7. Safety

Safety precautions apply throughout the whole chain of the ELV process.
4.8. Administrative organisation / Internal control

4.8.2. Environmental management system (EMS)
A material flow analysis is essential to be elaborated throughout the whole ELV process (depollution + metal shredding) because it allows to allocate any material loss at an early stage. This analysis should be the core of any environmental management system applied (see BREF Waste Treatment – draft, BAT 1 & BREF Waste treatment industries, section 5.1 - the links to those BREFs can be found in Annex 1 of this document).
4.8.3. Self-monitoring and reporting

All ELV processing operators are obliged to monitor and report the data about the recycled quantities to the authorities in the framework of the enforcement of the ELV Directive (2000/53/EC). 
4.9. Other environmental issues
4.9.2. Energy consumption and efficency
There is no specific information concerning energy consumption figures during the dismantling/ treatment process which in any case is a not energy intensive process.

In the shredding process more energy efficient shredders are on the market. In any case measures can be applied such as the reduction of peak energy consumption and power losses and avoidance of unwanted shutdowns of the mill by regulating the feed to ensure that the shredder load and rotor speed are as constant as possible. (BREF Waste treatment – draft 1, BAT 28).
In general the whole ELV recycling process significantly contributes to reduce the overall energy consumption by recovering/reusing most of the contained materials in each ELV.

4.9.3. Natural resources management
The whole ELV dismantling/treatment process with its high recycling potential helps conserving the natural resources.
5. The inspection

4.10. Preparation before inspection
5.1.1. Decide on type/duration of inspection

The inspection team shall decide on the type of inspection and on the resources, including staff and equipment, which will be assigned to the task. Examples of inspection types can be routine inspection of all production processes or targeted inspection of problematic areas on the basis of complaints or in case that there are indications that critical emission limit values  cannot be met. 
The following aspects should be taken into account:

· Complexity and duration of the  installation - the more complex it is the more inspectors that may be needed

· Time of inspection - for safety reasons it is recommended that at night two inspectors should conduct inspection;

· For non-routine inspection, especially conducted upon a complaint and problematic situation, it is advisable to direct two inspectors to it;

· Weather condition as well as the time of a year - some additional equipment might be needed (e.g. torches, protective clothes, etc.).

· The resources needed (man-power/equipment, safety precautions)
· In relation to the previous point, it is recommended to have a check-list of the equipment needed (including safety gear, sampling equipment in case sample taking is required, laptop if available and convenient…).
4.10.2. Desk study

The collection and evaluation of existing information about the installation is critical for the success of the inspection since it allows the easier formulation of targeted questions for the interview of the operator and the concrete investigation of those unit operations which show the highest potential for not complying with the conditions set in the decision on the EIA or surpassing the set emission limit values  in the environmental permit. Examples of information to be collected are listed below:

1. Reports of previous inspections of the site
2. Maps

3. Environmental Impact Assessment (decision, study, monitoring plan, monitoring reports)

4. Application for the permit

5. Environmental permit/s

6. Environmental reports submitted by operators, including monitoring reports

7. Complaints received about the installation
8. BREF – Emissions from Storage  + BREF – Waste treatment (draft 1) + BREF – Waste treatment industries (2006) + reports/guidance notes (see Annex 1)
9. PRTR and other registers such as register of polluting substances into air, register of waste producers and managers

10. Information on installation to be inspected received from other competent authorities

11. Information available on the website of the operator

On the basis of the evaluation of the collected information the following has to be prepared:

· A comprehensive questionnaire which will be used for the operator’s interview

· A checklist to facilitate the inspection (see next subsection). 
· An outline of the “critical” processes and parameters which can significantly contribute to the pollution load coming out of the installation)

· The list of BATs (according to the issued permit) which the operator should have installed and operated

· The list of documentation to be provided by the operator (e.g. self-monitoring records, annual reports submitted to the authorities)

· The inspection minutes and report templates (tailor-made for the installation) to be filled in at the end of the inspection

· Agenda of the inspection (see next subsection).
4.10.3. Templates for agenda of the inspection and checklist

You can use as starting, partially completed, checklist template the one in Annex 4, which is tailored to this sector.
A short agenda can be a very useful tool that will help to conduct an inspection. Providing an operator with it in advance may result in more smooth coordination of the inspection from his/her side, simply because the operator will be aware of how many resources and people they will have to allocate to the inspection. Preparing such a document before an inspection is not time-consuming, you can use the template of inspection agenda in Annex 2.

4.10.4. Prior operator notification

· Routine inspections. The operator shall be previously notified of routine inspections as provided in the Law on Inspection Supervision.

· Non-routine inspections. There is not an obligation to notify operators of non-routine inspections. Therefore, in case of inspections carried out to verify if the operator is in line with environmental regulations, as a consequence of complaints by citizens or for other reasons, it is not recommended to notify operators previously.

4.11. On site inspection

5.2.1. General considerations to take into account

The aim of the inspection will be to check compliance of the operator with the operating/environmental conditions set in the issued permit.

1. Identify yourself. Clearly introduce yourself and show your identification card at the beginning of each inspection. 

2. Explain purpose of visit.
3. The operating/environmental conditions set in the issued permit will be the „guidance” throughout the inspection.
4. If necessary take samples, and/or define the samples that should be taken by a certified laboratory.

5. Always record your inspection with photographs and/or videos, they are fundamental as a proof in Court.

5.2.1.1. Best Available Techniques (BATs)

It must be checked that all BATs that are prescribed in the permit are present and that the corresponding Emission Limit Values are met. If there is no (good) explanation, feedback to the permit writer and the operator must be given. If a BAT prescribed in the permit is present, works properly but the emission limit values are not met, possible alternatives can be discussed with the permit writer and the operator.   
5.2.2. Main questions for inspection

Critical environmental issues: ELV dismantling
The major points of interest for inspection for the ELV dismantling facilities are the following:

1. Storage devices

· Check the conditions (e.g. waterproofness) of tanks/barrels in which all hazardous substances are stored

· Check the whole storage area: covered, paved grounds, security signs etc.

· Inspect the whole area where the removed batteries are kept: pavement of the ground, avoidance of leakages etc.
· Inspect the whole area where ELV are stored (before dismantling): pavement of the ground

· Inspect the area where the removed tyres are kept: tyres must be regularly removed (fire danger!). Are there any fire extinguishers?

2. Dismantling area

· Inspect how all fluids are removed and stored (to avoid spillages/emissions of hazardous substances)

· Check for safety precautions the whole air bags removal area

· Inspect the whole wastewater collection/treatment system: collection wells, treatment unit
Critical environmental issues: shredding
· Check the route of the fluff remaining after the shredding procedure: which parts are recycled and/or landfilled?

· Inspect the dust collection devices

Critical environmental issues: material flow analysis
· Check the consistency of records kept about the material flow in all production units

· Examine the reporting procedure: who is the data manager in the facility, which authority is responsible to receive the data records
5.2.3. Obstruction by the operator

It may happen sometimes that an operator does not want to have an inspector in his/her factory and closes the door for him/her. If this is the case you are entitled to call a state administration body for assistance/police.

But this is not the only way an operator can obstruct your job. Other ways may include such things as:

· Not providing information explaining at the same time that all is confidential 

· Trying to ask you for giving them a few additional days for preparation of information that is needed

· Trying to discourage inspectors from visiting "difficult" places such as for example areas where waste is improperly stored. 

It must be kept in mind that an obstruction by an operator is considered to be a misdemeanor. 
5.3. After the inspection
5.3.1. Inspection reporting

After the inspection, according to EU best practices, the inspector has to draft a final inspection report. A template for such report has been delivered within this Twinning project and is available at SEI’s website (see Annex 1 for more information). The main contents of such a report are the following:
1. Baseline of the inspection
· Inspection basis (permit, legal regulations)

· Competent inspection authority, cooperating inspection authorities

· Kind of installation (e. g. dismantling plant)

· Operator (Name of the company)
· Address
· Date of inspection

· Length of inspection time

· Scope of the inspection (e. g. integrated inspection, media that were inspected, parts of the installation that were inspected)

· Kind of inspection (regular, extraordinary, control)
2. Inspection’s results
· No or only minor non-compliances 

· Significant or relevant non-compliances
· Serious or important non-compliances
3. Recommended corrective measures
· Minor corrective measures 

· Significant or major corrective measures
· Serious or important corrective measures
5.3.2. Inspection recording

The inspection report and any other additional material used for the preparation of the inspection can be stored and made accessible to any relevant authorities for their information.
Annex 1 : Useful references & links

Website of the State Environmental Inspectorate, with useful materials, including inspection manual, factsheets and checklists: www.sei.gov.mk
ELV Directive

http://eur-lex.europa.eu/legal-content/EN/TXT/PDF/?uri=CELEX:02000L0053-20130611&qid=1405610569066&from=EN
BREF Waste treatment (draft 1 - 2015)

http://eippcb.jrc.ec.europa.eu/reference/BREF/WTbref_1812.pdf 
BREF Waste Treatment Industries (2006)

http://eippcb.jrc.ec.europa.eu/reference/BREF/wt_bref_0806.pdf 

Scottish Environment Protection Agency (UK)
https://www.sepa.org.uk/media/28976/information-for-authorised-treatment-facilities_end-of-life-vehicles.pdf
Department for Environment, Food and Rural Affairs (UK)

https://www.gov.uk/government/uploads/system/uploads/attachment_data/file/31736/11-528-depolluting-end-of-life-vehicles-guidance.pdf
Seguridad y Medio Ambiente (ES)
http://www.mapfre.com/fundacion/html/revistas/seguridad/n123/docs/Articulo3en.pdf
Hellenic Recycling Agency (GR)

http://www.eoan.gr/en/content/330/end-life-cycle-vehicles-elv
Annex 2: Template for an inspection agenda

AGENDA FOR THE INSPECTION

Name of the company

Data of the inspection

n. of IPPC A/B permit

This Agenda for the inspection defines and plans the in situ activities; it defines the type of investigations to be performed (identification of key environmental issues) and how to investigate the defined topics (administrative or technical check by means of  direct inspection on the plant). The Agenda is delivered to members of the inspection team and the operator during the preliminary meeting .

Composition of Inspection Group

The Inspection Group (IG) is composed of the following technical officials :
Name – Administration (Leader of the IG)

Name – Administration 

xxx

xxx

Timing and execution of the inspection

The inspection will be conducted according to the following program:
Day/month/year

	
	Subject
	Activities
	Time
	Who / Staff needed

	Step 1
	Opening meeting
	Presentation of the  Agenda and the inspection team

Presentation and current status of the plant (production capacity and planimetry to check differences with the authorized layout) by the Operator
	9.00
	IG Leader
Legal responsible of the plant

Representative of the plant in charge of environmental issues

	Step 2
	Administrative inspection
	xxxxx 
	11.00
	xxx

	Step 3
	Site visit  
	Check BAT Application
	12.00
	Representative of the plant in charge of environmental issues

	Lunch 13.30 -14.30

	Step 4
	Site visit  
	Waste storage
	14.30
	Representative of the plant in charge of environmental issues

	Step 5
	Site visit  
	Water treatment plant
	15.00
	Representative of the plant in charge of environmental issues

	Step xxx
	xxx
	xxx
	xxx
	xxx

	Step xx
	Minutes of the inspection 
	Drafting and projecting the minutes of the inspection. 
	16.00
	Legal responsible of the plant

	Step xx
	Conclusive meeting
	Conclusions
	17.30
	Legal responsible of the plant

Representative of the plant in charge of environmental issues


Documents to be prepared by the operator
· Updated planimetry of the plant, indicating: 

· Water discharge points

· Air emissions points

· Waste storage areas

· xxxxxx;

· Environmental Management System certificate.
· Analysis certificate provided by certified laboratory of last monitoring analysis.

· Communication to Competent Authority related to Incidents.

· xxxxx.

Annex 3: Sector terminology

End-of-life vehicle
Vehicle  with terminated usability which the owner has discarded, intends to discard or is required to discard (Macedonian Law on Waste Management, Art. 6 incorporating the requirements of EU Directive 2000/53/EC)
Treatment

Any activity after the end-of life vehicle has been handed over to a facility for depollution, dismantling, shearing, shredding, recovery or preparation for disposal of the shredder wastes, and any other operation carried out for the recovery and/or disposal of the end-of life vehicle and its components
Shredder

Any device used for tearing into pieces or fragmenting end-of life vehicles, including for the purpose of obtaining directly reusable metal scrap
Annex 4: Inspection checklist for the ELV sector

Reception in treatment facility





Decontamination 





Dismantling of reusable elements





Storage of stripped materials and delivery to  authorized managers for recovery





Storage and marketing





Classification of non reusable dismantled materials





Compaction and sending to shredder





Shredding 





Light fraction, glass, plastic, rubber





Ferrous metals





Non ferrous materials





Landfill site





Recycling, energy recovery





Steelworks , re-smelting plants





Media separation plants





Smelting


(Cu, Al, Zn)





Landfill (light fraction of plastic, fibre, rubber seals





Recycling, recovery (plastic, glass, fibre, rubber
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