Notice of Intent (NOI)

Project: Hobart Foundry Upgrades — Derwent Industries
Prepared by: Alexander Georges, Project Manager, Derwent Industries

1. Lodging person / contact details

Lodging Organisation: Derwent Industries Pty Ltd
ABN / ACN: 48 096 997 152

Contact person: Alexander Georges

Registered address: 19 Antonella Court Dandenong South, Vic 3175
Postal address: 19 Antonella Court Dandenong South, Vic 3175
Phone: 0431 260 222

Email: alex@derwentindustries.com.au

Environmental Consultant: Evan Boardman e3planningpty Itd
Email: evan@e3planning.com.au

2. Project name and location

Project name: Hobart Foundry Upgrades — Ductile Iron Processing Expansion (the
Proposal)

Project location: 102—104 Sunderland Street, Derwent Park, Tasmania

Local Government Area: City of Glenorchy

Property ID: 3505012 & 7406011

Title Reference: CT172912/2 & CT43866/1

As shown in Figure 1

An overall site plan in included as Attachment 1.


mailto:alex@derwentindustries.com.au
https://www.thelist.tas.gov.au/app/content/property/property-search?propertySearchCriteria.propertyId=3505012
https://www.thelist.tas.gov.au/app/content/property/property-search?propertySearchCriteria.volume=172912&propertySearchCriteria.folio=2
https://www.thelist.tas.gov.au/app/content/property/property-search?propertySearchCriteria.volume=43866&propertySearchCriteria.folio=1
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Figure 1: Si Location

3. Proponent background

Proponent: Derwent Industries — Derwent Foundry (the Foundry)

Description of existing activity: Derwent Industries operates an established ductile
iron foundry at the above site, producing water-industry fittings using green sand
moulding and hard sand moulding systems, with manual ladle magnesium treatment
and induction furnace melting.

Operating history: The site has been used for foundry operations for approximately 80
years and is an established industrial facility within the Glenorchy area.

Financial capacity: The Foundry has been operating successfully from a financial
perspective for over 80 years, the proposed expansion will enable the Foundry to
minimise inputs and improve efficiency.

4. Project description (summary)

Overview

The Proposal involves upgrades to the Foundry to increase production capacity to
approximately 1,500 tonnes per annum, improve environmental performance, and
deliver greater process reliability and operational efficiency. The site footprint and
employee numbers will remain unchanged.



The Foundry operates within approved hours of 7:00am to 7:00pm. These operating
hours will not change as part of the Proposal. However, melting activities within these
approved hours are expected to increase from approximately 8 hours per day to up to
approximately 10 hours per day as a result of improved utilisation of existing plant and
equipment.

The increase in production will be achieved through a combination of increased
operating duration and a moderate increase in process utilisation. This equates to an
approximate 20% increase in average hourly production intensity.

This increase is considered moderate and will be supported by process improvements,
upgraded sand handling systems, and improved dust management, resulting in reduced
emissions per tonne of production.

The Proposal does not involve any extension of operating hours, expansion of the site
footprint, or installation of additional furnaces.

1. Raw Materials and Inputs
e Scrap steel, and returns of failed previous castings
e Casting Sand
e Ferrosilicon and magnesium.
e Electricity
2. Induction Furnace
e An electric induction furnace heats the metal using electromagnetic fields.
e The metal is melted to around 1450-1550°C.
e Chemistry is checked using spectrographic analysis and adjusted as needed.
3. Mould Making (Sand Casting)
The foundry uses sand moulds to shape the castings.
5. Pouring the Metal
e Treated molten ductile iron is transferred to ladles.
e The metal is poured into the sand moulds
e The moulds are left to cool and solidify.
6. Cooling & Knockout
e Once solidified, moulds are broken open - knockout.

e Sand is reclaimed and recycled for future moulds.



e Raw castings are removed with attached runners and risers.
7. Fettling & Cleaning

e Excess metal (gates, risers) is cut off.

e Castings are shot-blasted to remove sand and scale.
8. Machining

e Critical surfaces (flanges, threads, sealing faces) are machined to precise
tolerances.

e CNC machines are used for water-industry components.
9. Inspection & Testing
Quality control includes:
e Dimensional checks
e Material testing (tensile, hardness, microstructure)
e Pressure testing for water-industry components
11. Coating & Final Assembly
e Components are coated for corrosion resistance.
e Final assembly (bolts, seals, seats) completed.
e Products are packed and shipped.
Figures 4 and 5 show the layout of facilities and equipment within the Foundry.

Existing approved capacity
e The Foundry is regulated under EPN 7616/1 (the EPN) issued 28 February 1988.

e Q1 Regulatory limits of the EPN specifies that

o 1 The activity must not exceed 4,000 kilograms per working day of 8 hours
capacity to melt metal, and

o 1.2 1,000 tonnes per annum of total metal melted
o 1.3 over an 8 hour period between 7am and 7pm

Proposed capacity

e The Proposal seeks approval to increase the maximum annual production
capacity from 1,000 tonnes per annum to approximately 1,500 tonnes per annum
and an increase from 4,000 kilograms per working day of metal melted to 6,000
kilograms of melted per day.



e This increase will be achieved through improved utilisation of existing plant and
equipment, including an increase in daily melting duration from approximately 8
hours up to approximately 10 hours within the existing approved operating hours
of 7:00am to 7:00pm.

e Based on current operating patterns of approximately 235 working days per year,
this equates to an average daily production rate of approximately 6 tonnes per
day.

e The proposed increase represents a moderate uplift in production and will be
achieved through a combination of extended operating duration and a modest
increase in process utilisation (approximately 20%), rather than a step change in
plant capacity.

e The Proposal does not involve any increase in the number of furnaces, extension
of operating hours, or expansion of the site footprint.

e The upgrades are focused on improving sand handling, reclamation systems,
knockout processes, and moulding operations to remove existing bottlenecks,
improve material efficiency, and enhance environmental performance.

e Production will increase progressively as these improvements are implemented;
however, the Proposal seeks approval for a maximum production capacity of
approximately 1,500 tonnes per annum.

Key physical components of the Proposal

The proposed upgrades involve a combination of recommissioned, replacement, and
new equipment installed within the existing building footprint.

Key equipment includes:

e Didion' knockout and sand reclamation system, located inside Building 102
within the existing knockout area, adjacent to the pouring zone and opposite the
current CT3 moulding line. The Didion system is partially enclosed, with
acoustic dampening materials to be installed to manage noise emissions. The
system has been installed on site and was previously used historically at the
facility.

e Punchout system?, installed inside the building, partially enclosed for
safety, and configured to feed directly into the Didion knockout and sand
reclamation system.

" A Didion is a large rotating drum that breaks up sand moulds, cleans castings and separates sand from the
metal in a continuous motion.

2The punchout system breaks the castings out of the sand moulds after cooling.



e CT5 jolt-squeeze® moulding line, proposed to replace the existing CT3 system.
The CT5 will be located inside the building in a room attached near the
punchout area, positioned behind the Didion system toward the street side of the
building. The CT5 will operate open within the building and is not expected to
be a significant noise source.

e Sand handling and reclamation equipment, comprising a mix of existing
equipment and new units. A new large sand hopper will be installed in the
same room as the CT5, adjacent to the Didion system. A screw conveyor will
transfer reclaimed sand from the hopper over the pouring area to the existing
sand mixer, which is located opposite the furnaces across the pouring and
current manual knockout area. This arrangement forms a closed-loop sand return
system.

e CoolFog dust suppression system, installed inside the building as a fixed,
plumbed-in system, used primarily for dust control. An anti-odour additive will
be deployed in the future if required as production increases.

Overall, the proposed equipment is either enclosed or partially enclosed as appropriate,
integrated within existing operational areas, and designed to improve material handling
efficiency, reduce dust generation, and manage noise without extending the site
footprint..

5. Site location and mapping

The site is as per that shown in Figure 1 and Attachment 1. Figure 2 provides a broader
scale of the site in relation to surrounding land uses.

3 ACT% jolt squeeze moulding macine produces consistent, high-density moulds. Employing two
compaction methods—jolting and squeezing—to create a stronger, more dimensionally accurate mould.
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Figure 2: The Site in relation to surrounding land use zoning

6. Surrounding land use and sensitive receptors

The site is located within the established General Industrial zone of Glenorchy as shown
in Figure 2 Surrounding land uses are predominantly industrial and commercial in
nature. The nearest residentially zoned land is located approximately 200-250 metres
from the site boundary, with additional community and recreational land uses located
approximately 300 metres away. These receptors will be considered in subsequent
noise and air assessments.

Figure 3 shows the Site in proximity to the nearest sensitive receptors. The nearest
receptor is 245 metres to the northwest. Goodwood and Moonah Primary Schools are
within 300metre of the site.



Figure 3: Image showing nearest sensitive receptors.

7. Stakeholder consultation
Consultation undertaken to date includes:

e 20 August 2025 — Formal correspondence with Glenorchy City Council (Senior
Environmental Health Officer).

e 9O October 2025 — Correspondence with Glenorchy City Council Planning Officer.
16 October 2025 — Meeting with Glenorchy City Council representatives
regarding planning permit requirements. Council advice to date has indicated that
a planning permit may be required where operations are considered to
significantly intensify. Confirmation of the existing planning authority and
applicability of lawful existing use provisions is ongoing

e 12 February 2026 — meeting with EPA Officers
17 February 2026 - Meeting with Glenorchy City Council representatives
regarding planning permit requirements




8. Emissions
8.1 Air

Key air emission sources include: Induction furnace emissions

Induction furnaces are one of the cleanest methods of melting metal and produce minor
amounts of the following:

e Iron oxide (FeO/Fe,0;)

e Silica (SiO;) from sand or silicon-bearing alloys (if present)

e Magnesium oxide (MgO) from ductile iron treatment

e Manganese oxide (MnO)

e Calcium oxide (CaO) from fluxes

e Carbonaceous particulates from oily/painted scrap (if present)

There are also some small amounts of particulates emitted, these are also captured by
the baghouse filter.

VOC’s and Combustion Products in very small amounts can be produced and only if the
recycled metals contain oils, painted or coated surfaces.

Mitigation Measures

The existing Baghouse Filter System is captures air emissions.

Primary air emission sources:

e Induction furnaces (metal fumes / particulates)

Sand handling and reclamation (dust)
e Knockout (Didion) (dust)

e Fettling / grinding (dust)

e Shot blasting (dust)

e Pouring (minor fumes)



Secondary / minor sources:

e Magnesium treatment (short-duration fumes)

e Scrap contamination (oils/paint — minor VOCs when melted)

Dust

Dust is generated during casting sand handling, shakeout, screening, reclamation and
transport.

Casting sand comprises
Base Sand — 90%
Bentonite clay and water — 10%

Chemical binders

MitigationThe site is fitted with a fixed, plumbed-in CoolFog dust suppression
system, installed within the building and configured to target key dust-generating
process areas including the knockout area, Didion system, pouring area, moulding
areas, fettling, and waste sand load-out. The system operates by atomising water into
fine droplets to suppress airborne particulate matter within the building, reducing the
potential for dust migration beyond the site boundary.

The CoolFog system is modular and zoned, allowing operation to be focused on active
areas of the foundry as required. The system is primarily used for dust control.

The proposal is expected to result in an overall reduction in fugitive dust emissions per
tonne of product.

Upgraded dust extraction systems.
Operational Measures
Improved sand containment
Closed loop sand handling
Floor management
Vacuum systems
Staff Training

Traffic Management



Odour

Odour emissions from the site are generally intermittent and are primarily associated
with specific activities such as cold box core pouring and infrequent furnace relining
works, rather than routine foundry operations. These activities occur over short
durations and are not continuous in nature.

Mitigation

The site is fitted with a fixed CoolFog dust suppression system, which may be
supplemented with an odour control additive if required as production increases. This
measure is intended to further reduce the potential for off-site odour impacts during
higher activity periods.

9. Noise

Noise emissions from the site are primarily intermittent and associated with specific
activities such as mould handling, knockout, and fettling operations. No increase in
operating hours is proposed, with all activities continuing within existing daytime
operating periods.

The principal noise source associated with the proposed upgrades is the Didion
knockout and sand reclamation system, which will be located within the existing
building in the current knockout area.

The nearest residentially zoned land is located approximately 200-250 metres from the
site boundary. All operations which generate significant noise are undertaken during
daytime hours only.

Mitigation

As part of the upgrades the Didion system will be partially enclosed and fitted with
acoustic dampening treatments to manage noise emissions. The system typically
operates at lower noise levels when processing sand and castings, which provides
inherent noise attenuation.

Additional fire-resistant acoustic treatments will be installed around the Didion
system as required to further reduce noise propagation within the building and potential
off-site impacts. The replacement of existing manual knockout activities with a
controlled mechanical system is expected to improve overall noise management.

No increase in operating hours or night-time operation is proposed as part of the
development.



10. Waste

Spent Moulding Sand

The primary non-hazardous waste stream generated by the site is spent moulding
sand, including both green sand and hard sand.

Slag
Small quantities of slag are generated as part of normal ductile iron melting operations.
Baghouse dust

Baghouse dust generated from furnace extraction and other process exhaust systems is
classified as controlled waste (Category N120). Disposal of this material is managed
under existing EPA approvals, with up to six tonnes per month approved for disposal
to the Copping Waste Depot B Cell. The material is transported off site by a registered
controlled waste transporter in accordance with the Environmental Management and
Pollution Control (Waste Management) Regulations 2020.

General Non-Hazardous Waste
Mitigation

Sand is currently managed through a combination of on-site reuse and off-site disposal,
with residual sand disposed of as general waste to licensed facilities.

The proposed upgrades to sand handling, reclamation, and knockout systems are
intended to improve sand recovery efficiency and consistency, which is expected to
reduce overall sand disposal rates per tonne of production and improve material
reuse within the process.

Slag management practices will continue in line with existing site procedures, with the
classification, quantities, and disposal pathway to be confirmed as part of the detailed
assessment phase if required.

Other minor waste streams, including general industrial waste, will continue to be
managed in accordance with existing site practices and disposed of at licensed
facilities. The proposal does not introduce new waste types or new waste disposal
pathways.

Discussions have been held with the existing licensed waste facility, which has
confirmed capacity to accept increased quantities of baghouse material should
production increase, subject to ongoing regulatory approvals.



11. Water

No contaminated wastewater is generated from within the Foundry Buildings themselves,
however there is potential for some contaminants and sediment to enter stormwater from
outdoor areas. Itis expected that a water management plan will be required as part of any
development application.

The Cool Fog system although using water as a dust suppressant does not create any off
wastewater as the system atomises the water which only existing atmospherically.

11. Surveys and studies proposed

It is anticipated that the following studies may be required to support assessment of the
proposal:

Air quality and dust supression

Noise assessment

Waste management

Water Management

Risk assessment (including furnace and HV systems)

The scope of studies will be finalised following EPA guidance.

12. Planning approvals

While the proposal involves an increase in metal production capacity, upgrades are
focused on improving material handling efficiency rather than increasing material
throughput across the site boundary. In particular, upgrades to sand handling,
reclamation, and knockout systems are expected to significantly reduce virgin sand
inputs and off-site sand disposal.

As a result, the overall quantity of material transported to and from the site during
upgrades is expected to be similar to or lower than current operations, despite
increased metal production. These improvements are intended to reduce waste
generation, truck movements, and material handling inefficiencies associated with
existing plant constraints.

We have met with planning officers at Glenorchy City Council and they have advised
that they will require a development application to be submitted for the Proposal. This
will occur once an Environmental Effects Report and or an Environmental Impact
Statement is completed.

13. Other statutory considerations

EPBC Act considerations



The proposal has been reviewed with respect to the Commonwealth
Environment Protection and Biodiversity Conservation Act 1999. No Matters
of National Environmental Significance are known to be present on or
adjacent to the site, and the proposal is not expected to have any impact on
any protected matters. A referral under the EPBC Act is not proposed..

Environmental compliance history

The site operates under an Environment Protection Notice issued by EPA
Tasmania. The proponent is not aware of any current enforcement actions or
unresolved compliance matters associated with the site.

Indicative project timetable

The proposed upgrades will be implemented as a coordinated program of works within
the existing site.

The works will primarily involve installation and commissioning of upgraded sand
handling, reclamation systems, knockout equipment, and moulding improvements,
together with associated supporting infrastructure.

Implementation will occur progressively in line with operational requirements and to
minimise disruption to ongoing foundry activities.

The timing of works will be subject to receipt of relevant regulatory approvals.



Figure 4 - New layout
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Figure 5 - Process Flow in area of change.
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Evan Boardman




